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BBepeHne

Cepusa gokymeHTOB ISO/TR 25901 nog o6Wmm HaumeHoBaHeM «CBapka 1 pOACTBEHHbIe NPoLecehbl.
CnoBapb» BK/lOYaeT B Ce65 cnefytoLine yacTtu:

- yacTb 1. O6wWmne TepMUHbI;

* yacTb 3. CBapoOyHbIe npoLecchol;

- yacTb 4. [lyroBas cBapka.
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HALIMOHANBbHBIN CTAHAAPT POCCUNCKOW ®EAEPALINN

CBapka 1 poACTBEHHbIE MPOLECChI
C/IOBAPb
Yactb 1
O6Lme TepMUHbI

Welding and ailed processes. Vocabulary. Pari 1. General terms

Jata BBegeHns — 2020—10—01

1 O6nacTb NPUMEHEHUA

HacToswmii cTaHOapT CoAepXWUT TepMMHbI U OnpefenieHusl, OTHOCSILUMECS K CBapke W POACTBEHHbIM

npoueccam.
OH He COAEPXNUT TepMUHbl N onpeaesieHna, OTHocAlwMeca K cneynasibHbIM npoueccam win K 0COBEHHOCTAM

CBapku 1 pOACTBEHHbIX MPOLECCOB, KOTOPble pacCMaTpyBalOTCA B APYTMX YaCTAX WAW B ApYrnx cTaHdapTax.

B HacTodlem cTaHgapTe TepPMWHbI  CUCTeEMaTu3vMpoBaHbl. [punoxeHne A COAEPXUT  yKasaTeslb  CO
BCEMU TepMuvHamK, npuvBeAeHHbIMW B anaBUTHOM MOPsSAKE C  CCbIIOYHbIMM - HOMepamu. [lpuBegeH nepe-
BOJ, TEepMMHOB Ha paHUy3CKuii £A3blK, TeM cambiM OXBaTblBas Tpu oduuMaibHbIX A3blka WCO  (aHrANACKWUIA,
dpaHUy3ckuiAi 1M pycckuid). Hemeukuii nepeBof MpeAcTaBneH Ans uwHdoOpMauMM WM Mo OTBETCTBEHHOCTb oOpra-
Ha — uneHa NepmaHun (DIN).

MpumevaHne 1 — TepMyHbl Ha OMUUNAIBHBIX A3blKaxX (aHIIMACKOM, (PaHLy3CKOM W PYCCKOM) SABNAIOTCA
TepmMuHamu 1 onpegeneHnamu NCO.

Mpym eya H 1 e 2 — Bce TepMUHbI JOCTYMHbI Ha niatdopme ISO Online Browsing Platform (OBP): https:// www.
iso.org/obpl/uil.

2 TepMUHbI 1 onpeaeneHns

B HacTosAwem ctaHaapTe NpUMeHeHbl cregytowme TepMUHbI C COOTBETCTBYHOLWNMW OnpeaenieHNamMun:

2.1 Csapka v poAcCTBeHHbIe npouecchl

2.1.1 OCHOBHble TEPMUHDbI
2111 cBapka (welding): [lpouecc coeanHeHns AOByX [feTaneli n 6onee, B pe3y/ibTaTe KOTOPOro MoOJy-

YalT Hepas3beMHOe COefMHeHWe MaTepuana(oB) 3aroTOBOK, C [MOMOLWbLIO Harpesa W (UMW) [JaBneHns ¢ npu-
MeHeHneM unn 6e3 NpYMeHeHust NpucagoyHoro Mmatepuana (2.1.10.4).

MpumeyaHne 1 — CBapoOyHble NPOLLECChl MOryT 6bITb MCNOIb30BaHbl A1 Hannasky (2.1.9.1)n nepensiaBku.

2112 cBapka nnasneHvem (fusion welding): Csapka (2.1.1.1) MeCTHbIM CnJlaB/ieHWEM COMps-
raemori(blx) noBepxHocTU(ell) 6Ge3 NPUIOXKEHNA BHELHEero AasBfieHuss € NpucagoydHbiM  mnn  6e3  npucagoyHoro
Matepuana (2.1.10.4).

2.1.1.3 cBapHoli wos (woB) (weld): PesynbTat cBapku (2.1.1.1).

MprmeyaHne 1 — CBapHOI LWWOB BK/IOYaeT B cebs1 MeTas1 WBa (2.1.2.1) u 30HY TePMUYECKOT0 BAIUSIHUSA
(2.1.2.2).

M3paHuve omunanbHoe
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2.1.1.4 cBapHoii y3en (weldment): ¥3en, BkIKOUaoLWmini 04HO cBapHOe coeguHeHne (2.1.4.2) nniv 6onee.

2.115 OCHOBHOl mMmatepuani (parent material, base material): Martepuan, nognexawmini coegnHeHUO
cBapkoii (2.1.1.1). cBapKonaimKoi v nankoii.
2116 TO/IWMHA OCHOBHOro wMartepuana (parent material thickness, material thickness): HomuHanb-

HasA TonwuHa (2.1.7.7) matepuanos, Nogsexalimx cBapke.
2.1.1.7 ocHoBHoOI1 MeTann (parent metal, base metal): OcHoBHOIi MeTanMyecknii matepuan (2.1.1.5).

2116 pyuHas cBapka (manual welding): Csapka (2.1.1.1), npu KOTOpPOW Aepxatenb anektpoga (2.3.8),
CBapOYHbI MNCTONET, CBapOyHas ropesika (2.3.9) nav rasosas ropesika ynpasisioTCa BPYUHYHO.

2.1.19 4aCTUYHO MexaHun3npoBaHHasi cBapka (partly mechanized welding, semiautomatic welding):
PyuHas cBapka (2.1.1.8), npu KOTopoli Nnoaaya NPoBOJ/IOKM MeEXaHU3MPOBaHa.

2.1.1.10 MOSIHOCTbIO  MexaHu3vpoBaHHasi cBapka (mechanized welding, fully mechanized welding):

CBapka (2.1.1.1). npu KoTopoi Tpebyemble CBapO4Hble MapameTpbl (2.4.1) NOALEPXMBAKOTCA MeXaHU4YeCKUMU
VAN 3N1EKTPOHHBbIMUW CpeacTBaMMU.

MpumeuvaHne 1 — B npouecce cBapkym BO3MOXHa py4yHas perytpoeka CBapOYHbIX MapamMeTpoB CBapLUNKOM-
onepartopom (2.5.25).

2.11.11 aBTOMaTunyeckass cBapka (automatic welding): Ceapka (2.1.1.1), npu KOTOpOiA Bce onepayun
BbINOJIHAOTCA 6€3 BMeLlaTeIbCTBa B CBAPOYHbIN NpoLecc cBaplumka-onepaTopa (2.5.25).

MpumevaHne 1 — B npouecce CBapku HEBO3MOXHA pPyYyHas perynnpoBka CBapoyHbIX MapameTpoB (2.4.1)
CBapLyKoM-ornepaTopom (2.5.25).

2.11.12 pob6oTmsnpoBaHHasi cBapka (robotic welding): Csapka (2.1.1.1). koTopas BbINOSHAETCA U
ynpassisieTcs po60TU3NPOBaHHBLIM 060pYyAOBaHNEM.
2.11.13 CcTpoxka (gouging): Pa3HOBMAHOCTb TEPMUYECKOW pe3kn, Mpu KOTOopol hopMupyeTcs KaHaBKa

3a cyeT NnaB/EHNSA N TOPEHUS.
2.1.1.14 pyroBas cTpoxka (arc gouging): CTpoxka (2.1.1.13) ¢ MICnosib30BaHNEM [yrOBOW Pe3KU.
2.1.1.15 BO34YyLWIHO-AyroBasi CTPOXKa (air-arc gouging): Crtpoxka (2.1.1.13) ¢ WCMNO/Ib30BaHMEM YrOJib-
HOro anekTpoaa (2.3.8) u cxaToro Bosayxa.
2.1.2 XapaKTepuCTUKN CBapHbIX LUBOB

2121 meTannn wsa (weld metal): Becb meTann, pacnnaBfieHHbIi BO Bpemsi cBapku (2.1.1.1) m ocTtas-
Lwmniics B cBapHoMm wee (2.1.1.3).

2122 30Ha Tepmuyeckoro BnusaHus; 3TB (heat-affected zone, HAZ): YuacTok HepacnnaB/ieHHOIO
OCHOBHOro meTtasina (2.1.1.7). MUKPOCTPYKTypa KOTOPOro n3MeHunach.

2.1.2.3 30Ha wBa (weld zone): 3oHa, BkIYawwasa MeTann wBa (2.1.2.1) U 30HY TEpPMUYECKOrO BnS-
Hus (2.1.2.2).

2.1.2.4 HannaBneHHbI meTann (deposited metal): MpucagoYHbIi MeTann, 4o6GaBEHHbIN NPY cBapke
(2.1.1.2)

2.1.25 nuana  cnnaenenna (fusion line): paHnua Mexagy wMeTannom wsa (2.1.2.1) n Hepacnnas/eH-
HbIM OCHOBHbIM MeTasI/1oM (2.1.1.7). onpeensieMasi Ha NoNepevyHoOM ceveHnn ceapHoro wea (2.1.1.3).

2126 30Ha cnnaeneHus (fusion zone): PacnnaBsnieHHas 4acTb OCHOBHOro Metasina (2.1.1.7) B wmeTan-
ne wea (2.1.2.1), onpegensiemasi Ha NOMNepeYHOM ceveHMn cBapHoro wea (2.1.1.3).

2.1.2.7 HannaefeHHbIi MeTann wBa (all-weld metal): Metann wea (2.1.2.1), cocToswuii “3 Hanaa.-
NileHHoro Mmetanina (2.1.2.4) 6e3 nepemeluBaHus (2.1.2.12).

2128 cBapo4yHasi BaHHa (weld pool, molten pool): BaHHa n3 Xugkoro meTasina, obpasyrouwascs B Mpo-

Liecce cBapku nnaeneHunem (2.1.1.2).
MpumedaHne 1 — Mpun 3/1eKTPOLLNIBKOEOI CBapKe TEPMUH BK/IHOUAET B CE6SI LLMTAKOBYHO BaHHY.

2.1.2.9 cocTtosiHMe nocne ceapku (as welded): CocTosiHne cBapHoro wsa (2.1.1.3) nocrie cBapku
(2.1.1.1) po no6oV TEPMUYECKO, MEXAHNYECKOW UM XUMNYECKO 06paboTKu.

MpumeyaHve 1 — [nA chniaBoOB, MOABEPXKEHHbLIX CTapeHWto (Hampumep, ANt HEKOTOPbIX a/IlOMUHWMEBBLIX Crla-
BOB). COCTOSIHME MOC/IE CBAPKN OrpaHnYeHo.

2.1.2.10 tepputHoe uucno; FN (ferrite number. FN): YcnoBHas BefMuMHa, XapakTepusylolwas cogep-
XaHne deppuTHoli pasbl B MeTasie wBa (2.1.2.1) KOPPO3MOHHO-CTOMKOW CTa/iM ayCTEHUTHOTO W/IN ayCTEHUT-
HO-(peppUTHOrO T1Ma, OCHOBaHHOE Ha ero MarHUTHbIX CBOMCTBaXx.

2.1.2.11 MeTannlyprmieckme  oTk/ioHeHusi (metallurgical deviation): W3MeHeHMS MexaHMYEeCKUX CBOWCTB
n (MNKn) MeTasISTypruyeckoil CTPYKTypbl MeTasina wBa (2.1.2.1) wan 30HblI Tepmuyeckoro BaAusiHUs (2.1.2.2) oT-
HOCUTE/IbHO CBOWCTB OCHOBHOroO MeTasia (2.1.1.7).

2
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2.1.2.12 nepemewmnBaHme (dilution): CmelweHne pacnnaB/ieHHOTO OCHOBHOro wMetauia (2.1.1.7) n Ha*
nnasneHHoro wmetanna (2.1.2.4) MoXeT OblTb BbIPaXEHO KakK OTHOLWEeHVWe pacniaBfeHHOr0 OCHOBHOro metasn*
Nla K Macce BCero pacrnsaaBJ/IeHHOro metanna.

2.1.2.13 cTeneHb nepemewmnBaHus (dilution rate): MepemewwnBaHue (2.1.2.12). BbIpaXeHHOe B MpoO-
LeHTax.

21214 ocTaTo4yHOe cBapo4yHoe HanpsbkeHne (residual welding stress): HanpsbkeHue, BO3HUKaloLllee
nocne ceapku (2.1.1.1) B MeTa/I/INYECKOV KOHCTPYKLMN NN B ee feTasn.

2.1.2.15 npoyHblin  WwoB (strength weld): CsapHoii woB (2.1.1.3), CNOCOGHbLI BblAgPXaTb pPacyeTHYH
Harpysky.

2.1.2.16 3hhekTMBHOCTL coeguHeHns  Goint  efficiency): OTHoOweHWe NpPoOYHOCTM coeguHeHus (2.1.4.1)

K MPOYHOCTN OCHOBHOIO MeTasina (2.1.1.7). BbIpaXeHHOoe B NpoLeHTax.

2.1.3 [OedekTbl

2131 pedekt (imperfection): HecnnowHocTb B cBapHOM wBe (2.1.1.3) wan OTK/IOHeHWe OT 3afaHHOoM
reomMeTpumn.

MpvmeuarHve 1 —[edekTaMn SBASAIOTCS TPEWVHbI, HENpoBapbl, HECN/aB/ieHUs. MOopbl, BK/OUEHUS Liaka
(2.1.10.9).

2.13.2 BHYTpeHHWIW pedpekT (internal imperfection): [edpekt (2.1.3.1). KOTOpbIi He BbIXOAUT Ha MNOBEPX-
HOCTb N HENOCPEACTBEHHO HEAOCTYMEH.

2.1.33 cuctematmyeckue gedoektbl  (systematic  imperfection): Oedpektbl  (2.1.3.1). nosTOpsAOLWMECH
noaJ/inHe nccnegyemoro cBapHoro wea (2.1.1.3).

2134 nnowanb npoekumn (projected area): lMnowadb, Ha KOTOPYK nNpoeumpyrotcs 06beMHO pacnpe-
neneHHble gedekTbl (2.1.3.1) nccnegyemoro cesapHoro wea (2.1.1.3).
2.1.35 ropsavas(ve) TpewmHa(bl) (hot crack(s)): HapyweHna cniowWHOCTM MaTepuana, npoucxoasuime

npyv BbICOKOW Temnepatype BAO/Mb [paHuL, 3epeH (fpaHuL [eHAPUAOB). Korja YpoBeHb paedopMaumm WM CKo-
pocTb AechopMaumm NpeBbIWaeT onpeaesieHHbI YPOBEHb.

MprvmMeuyaHve 1 —Masble TpeLWVHbl, BUAMMbIE TO/ILKO MpW yBesiMyeHWn 6Gosiee yem B 50 pas. HasbIBalOT MUKPO-
TpecuMHamu.

2.1.3.6 KpuctannusauymoHHaa TpewmHa (solidification crack): [lopsauyasa TpewwHa (2.1.3.5), o6pa3syto-
LWascsa Npu KpucTanansauum Xmnakoi dasbl Metasiia wea (2.1.2.1).

MpumeyaHne 1 — Kak npaBuio, TpelinHa BbIXOAUT Ha MOBEPXHOCTb MeTa/la WBa. HO WHOrga MOXeT ObITb
pacnosioXeHa 1 noa noBepxHOCTbHO.

2.1.3.7 nukBauuoHHasa TpewwmHa (liquation crack): [opsuyaa TpewumHa (2.1.3.5). ob6pasylowasaca npu
pacnnasfeHnn INKBUPYIOLWNX 3/IEMEHTOB B 30HE TEPMUYECKOrO BANAHUSA (2.1.2.2) OCHOBHOro matepuana
(2.1.1.5) WNM B MHOFOMNPOXOAHbIX LWBax, B KOTOpPbIX MeTasin wsea (2.1.2.1)NOBTOPHO Harpesasica nNpu nocreay-
owmx npoxoaax (2.1.8.4).

2.1.3.8 TpewumHa, Bbi3BaHHas nageHnem nnactuyHocTy (ductility dip crack): Mopsivas TpewmHa
(2.1.3.5) . o6pa3syroLasncs npu ceapke (2.1.1.1) n3-3a CHMXEHUS BbICOKOTEMMEPATYPHOM NAaCTUYHOCTMU.

MpyM eya H U e 1 — Kak ¥ NIMKBaUMOHHas TpewmHa (2.1.3.7), TpelwmHa JaHHOTO BUAA MOXET BO3HMKaTb B 30HE
TEPMUYECKOT0 B/IsHUSA (2.1.2.2) OCHOBHOIo Matepuasa (2.1.1.5) v B MHOTOMPOXOAHbIX LUBaX.

2.1.39 xonogHas(ble) TpewwmHa(bl) [cold crack(s)]: JlokanbHOe paspylieHne (BHYTPU3EpeHHOe Wn
MeX3epeHHoe) cBapHoro wsa (2.1.1.3), BO3HMKalOWee B pe3ynbTaTe KPUTUYECKOV KOMOMHaUUW  MUKPOCTPYK-
B ypbl, HAMPSHXEHUSA U coAepXaHus BLAMpUaa.

2.1.4 Twnbl coeguHeHNM

2141 coeavHeHne (joint): CoeAuHeHwe peTanieidi WM KPOMOK JeTasieil, KoTopble [AO/DKHbl 6biTb CO-
eOUHEHbI NN Y)XXe COeVHEHbI.

2.1.4.2 cBapHoe coeguHeHne (welded joint): CoegnHeHue pAByx pgeTtasieii wnu  6onee, BbIMOJ/IHEHHOE
cBapkoii (2.1.1.1).

2143 coefVHeHNEe Heckonbkux pgetaneit (multiple joint): Tun coeguHeHusa (2.1.4.1). npu KOTOpOM Tpu

Aetanu nnv 6onee NPUMbIKAIOT APYT K APYTY NOA 3afaHHbIMU Yr1aMu.
2144 napannenbHoe coeavHeHne (parallel joint): Tun coeguHeHna (2.1.4.1), B KOTOpOM pfeTasim nNa-

pannensHbl Apyr Apyry.

Mpumep — MNnakMpoBaHve B3PbIBOM.
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2.1.45 CTbiKkOBOe coeauHeHue (butt joint): Tun coeguHeHmsa {2.1.4.1). npy KOTOPOM JAeTan JfiexaT npu-
6/1M31TeNIbHO BOAHOM NMIOCKOCTY ApYr HaNpoTMB Apyra nog yrsiiom ot 135¢ no 180e.

2.146 TaBpoBOe coeguHeHne (T-joint): YrnoBoe coeguHeHne (2.1.4.8). Npu KOTOPOM AeTaniM co3garoT
T-06pasHyto hopmy.

2147 HaxsecTouyHoe coeguHeHne (lap joint): Tun coeguHeHus (2.1.4.1). npu KOTOpPOM JeTanu npak-
TUYECKN NapasinesibHbl ApYT K Apyry (nexaT nog yrnom ot 0° fo 5¢) n nepekpbiBalOT APYr Apyra.

2148 TaBpoBOe coeAuHeHWe nog ocTpbiM yrnom (angle joint): Tun coeguHeHus (2.1.4.1). npu KOTO-

poM OfHa fieTaslb NPUMbIKaeT K APpYron nof oCTPbIM Yr/ioM oT 5° o 90e.
MpumeyaHue 1 —na yrnosoro wea (2.1.6.11) yron ot 5* o 45'.

MpumeyaHne 2 — 118 CTbIKOBOrO wWBa (2.1.6.3) yron ot 45' go 90' BKAOUNTESTBHO.

2.1.49 yrnioBoe coeguiHeHve (comer joint): Tun coeaumHeHusi (2.1.4.1). npy KOTOPOM Yrosi Mmexagy no-
BEPXHOCTAMU ABYX AeTasieil B MecTe NpUMbIKaHUsi KPOMOK cocTasnsieT oT 30° go 135¢.

2.1.4.10 TopueBoe coeauHeHue (edge joint): Tun coeAnHeHus (2.1.4.1). npu KOTOPOM Yrosi Mexay no-
BEPXHOCTAMM ABYX AeTasiell B MecTe NPUMbIKaHUS KPOMOK cocTaBssieT oT 0° go 30¢e.

21411 nepekpecTHoe coeauHeHne (cross joint): Tun coeguHeHmsa (2.1.4.1), npu KOTOpPOM [ABe AeTasn

nexaT Apyr Ha gpyre nepecekaschb.
MpumMep — MpyTKN, KOTOPbIE NepecekaloT APYr Apyra.

2.14.12 KpecToobpa3Hoe coeguHeHue (cruciform joint): Tun coeguHeHusa (2.1.4.1), npu KOTOpOM [ABe
geTann, nexawme B OAHOM MNNOCKOCTW, MPUMbIKAIOT MO4 MNPSAMbIM  YIIOM K TpeTbel JeTasv, Haxogsuiencs
Mexay Humu.

2.1.4.13 ogHopoaHoe coeguHeHne (homogeneous joint): CeapHoe coeguHeHwe (2.1.4.2), npum KOTO-
pom wmeTasin wBa (2.1.2.1) u ocHoBHOIM MaTepman (2.1.1.5) He WMEKT 3HAuYMTEeNIbHbIX Pas3IMyunii  MexaHUYeCcKmx
CBOWCTB U (MI1) XMNYECKOr0 cocTaBa.

MpumeyaHne 1 — CBapHoe coefvHeHwe (2.1.4.2), BbINOMHEHHOE U3 OAHOPOAHbLIX OCHOBHbIX MaTep1asioB
(2.1.1.5) 6e3 npucaAo4YHOro MeTaNa, CYNTAETCA OAHOPOAHbBIM.

2.14.14 HeogHopoaHoe coeauHeHne (heterogeneous joint): CBapHoe coeguHeHne (2.1.4.2), npu KoOTO-
pOM MexaHM4eckue CBOWCTBaA W XMMUYECKUIA cocTaB MeTasia wBa (2.1.2.1) u ocHoBHoro matepuana (2.1.1.5)
MMEIT 3HaYMTeNIbHOE pas3/sinune MexaHMyecknx CBOMCTB 1 (M/I1) XMMUYECKOro cocTaBa.

2.1.4.15 pasHopogHoe coeguHeHuve (dissimilar material joint): CsapHoe coeguHeHve (2.1.4.2). npwu
KOTOPOM OCHOBHble MaTepuasibl (2.1.1.5) uMelT 3HauuTeslbHOE pas/vuMe MexaHU4Yeckmx CBOWCTB U (unu)
XMMUYECKOro cocTaBa.

2.1.5 TlloaroTtoBka coeanHEHUN

2.1.5.1 nopgrotoBka KPOMOK (edge preparation): [ToAroToBka NOBEPXHOCTN KPOMOK AieTasln K CBapKe.

2.15.2 noarotoBka coefuHeHWs nopj cBapky (joint preparation, weld preparation): CooTBeTCTBYylOWasi
noAroToBka KOHUrypauum oTaesibHbIX AeTasel, nognexatmnx coeguHeHunto, n nx céopka.
2.153 pacnnaBnsiemass noBepxHocTb (fusion face): [oBepxHOCTb OCHOBHOro wMetasina (2.1.1.7). pac-

nnasensemas B npouecce ceapku (2.1.1.1).
2.1.5.4 3aocTpeHHas kpomka (feather edge): OTcyTCTBME NPUTYNIEHUS KPOMKM (2.1.5.10).

2.1.55 3a3op (gap. air gap): PacctosiHve B nOOG0OM MOMEpPEYHOM CEYEHUN MeXAYy COefVHSEMbIMU KPOM-
Kamu. Topuamun Ui noBEPXHOCTAMM.
2.1.5.6 pacctosiHne [0 Kpomku (edge distance): PacctosiHne Mexay LUeHTpoM cBapHoro wsa (2.1.1.3)

1 6nvxalilleil KPOMKOU 3aroTOBKMU.

2.1.5.7 «KopeHb (root): 30Ha Ha CTOPOHe, MPOTUBOMOJIOXHOW TOM. Ha KOTOPO/ BbINOJTHANACH CBapKa
(2.1.1.2).

He pekomeHAyeMblli — KOpPeHb LUBa.

2.1.5.8 3a30p B KopHe (root gap): 3a3op (2.1.5.5) mexay noBepxHOCTAMU NpuUTynaeHns (2.1.5.10).

2.1.5.9 pagwnyc pa3sgenku (root radius): Pagnyc KpUBOIMHENHOM YacTy pacnjiaB/isieMol NOBEPXHOCTU
(2.1.5.3) KpPOMKW Npu O4HOCTOPOHHEN N ABYCTOPOHHEN pa3saesike J- nnm U-o6pasHoii hopMbl.

2.15.10 NoBePXHOCTb NpuUTynaeHus (root face): YacTb pacniaBnsieMor NoBEePXHOCTU KPOMKMN
(2.1.5.3) , KOTOpas He CKOLLeHa N He UMET KaHaBOK.

21511 BbicTyn kpoMmkm (land): YacTb pacnnaBnsiemoit noBepxHocTn (2.1.5.3), koTopas noAJepXxuBa-
€T CBapoY4Hylo BaHHy (2.12.8).

MpumeyaHne 1 — TlpumepoM fABASETCA 06/1aCTb MeXAy MNOBEPXHOCTbID nNputynneHus (2.1.5.10) n kpuBoau-
HeWHo YacTbio J- n U-06pB3HOI passesnku.

4
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2.1.5.12 yron ckoca kpoMku (bevel angle): Yron mexay CKOLIEHHOW NOBEPXHOCTbIO COeANHEHWS
(2.1.4.2) N NSIOCKOCTbO, NEPNEHANKYTAPHOWN K MOBEPXHOCTUN COeAMHEHNS.

2.15.13 yron pasgenku kpomok (included angle, groove angle): Yron mexay M/OCKOCTAMU pacnnasfis-
eMbIX MOBepXHOCTeN KpOMOK (2.1.5.3).

2.1.6 Twvnbl WBOB

2.16.1 woB ¢ nosiHbiM nponnaesneHnem (full penetration weld): CBapHoii woB (2.1.1.3) ¢ nonHoii rny-
6uHOI nponnasneHns (2.1.7.3).

2.1.6.2 WOB C YacTuyHbIM nponnasneHnem (partial penetration weld): CeapHoii woB (2.1.1.3), rniyéu-
Ha nponnaeneHns (2.1.7.3) KOTOPOro 3aBeflOMO He SIB/ISIETCS MOJTHOA.

2.1.6.3 cTbikoBoi wWwoB (butt weld, groove weld): CBapHoii woB (2.1.1.3). OTNIMYHLIA OT YI/IOBOrO LWBa
(2.1.6.11). BbIMOIHEHHbIV CO CKOCOM U1 6e3 cKoca KPOMOK.

2.1.6.4 CTbIKOBO WOB C OAHOCTOPOHHeN J-06pa3Hoii pas3gesniko ogHoOM  KpoMmKm  (single-J  butt
weld): CTbikoBO/ WOB (2.1.6.3) ¢ 04HOCTOPOHHEV NOATOTOBKOW J-06pa3sHO pa3iesikv Of4HOM KPOMKN.

2.1.6.5 CTbIKOBOW LWOB C [AOBYCTOpPOHHeli J-06pa3HOi pasfgenkoi opHo kpoMkm  (double-J  butt
weld): CTbikoBO WOB (2.1.6.3) C NOArOTOBKOW ABYCTOPOHHEN J-06pa3Hoi pa3aesiku 04HON KPOMKM.

2.1.6.6 CTbIKOBOW LWIOB C OAHOCTOPOHHel U-oGpasHoii pa3genkoli  aByX Kpomok  (single-U  butt
weld): CTbikoBOlj WoB (2.1.6.3) c NOAroToBKOM OAHOCTOPOHHe U-06pa3Hoii pa3aesiki ABYX KPOMOK.

2.1.6.7 CTbIKOBOW LWOB C [AOBYCTOpPOHHeli U-obpasHoi pa3genkoii aByx Kpomok (double-U butt weld):
CTbIKOBOM OB (2.1.6.3) C NO4rOTOBKOW ABYCTOPOHHEN U-06pas3Hoii pasaenkm AByX KPOMOK.

2.1.6.8 CTbIKOBOW LWOB C OAHOCTOPOHHel V-06pa3Hoii pa3genkoi pAByx Kpomok (single-V buttweld):
CTblkoBOM WoOB (2.1.6.3) C NOAroTOBKOV OAHOCTOPOHHEl V-06pa3Hoii pa3fenku ABYX KPOMOK.

2.1.6.9 CTbIKOBOW LIOB C [ABYCTOPOHHEW V-0b6pa3Hoii pasgenkoii aByx Kpomok (double-V butt weld):

CTbIkOBO LWOB (2.1.6.3) C NOAroTOBKOW ABYCTOPOHHEl V-06pa3Hoii (X-06pa3Hoii) pa3aesnkv AByX KPOMOK.
2.1.6.10 CTbIKOBOW LWOB 6e3 ckoca KpoMok (square buttweld): CrtbikoBoi woB (2.1.6.3). NoaroTtoBfeH-
HbI 6e3 cKoCca KPOMOK.

2.1.6.11 yrnosoii woB (fillet weld): CBapHoii woB (2.1.1.3) TpeyronbLHOrO CevYeHust Mexay AByMsi geTa-
namMu 1 6onee B TaBpoBOM (2.1.4.6), B yrnosom (2.1.4.9) navn B Hax1eCTOYHOM coeanHeHnn (2.1.4.7).
2.1.6.12 npo6ouyHbli woB (plug weld): CBapHol/i woB (2.1.1.3). KOTOpPbIi BbIMNOMHAETCA 3arosfIHEHNEM

npucagoyYyHbiM MeTa/I/IOM BCEro Kpyraioro Wanm npoAaosiroBaToro OTBEPCTUSA Ha OAHOM fAeTainm  Takum  obpasom,
4YTOObI COEAVHUTL ee Yepe3 OTBePCTUE C APYron AeTasnblo.

2.1.6.13 ynnoTHsaowmii  woB (seal weld): CeapHoit woB (2.1.1.3), npegHasHa4yeHHbIi B OCHOBHOM A/1A
obecneyeHns repMeTUYHOCTY C LieNIbo NPeAOoTBPAaLLeHNs YTeUKN ra3a n XXngKocTu.

2.1.6.14 npope3Hoii woB (slot weld): CapHon woB (2.1.1.3) mMexagy ABYMS PachnosiOKEeHHbIMU BHax-
nect petansMuy B Buge yrnioBoro wsa (2.1.6.11), BbINOSIHEHHbLIA MO KOHTYPY OTBEPCTMA B OAHOM AeTasin TakuMm
06pa3om, 4ToObl COEANHNTL ee C MOBEPXHOCTbIO APYron AeTanu.

2.1.6.15 npepbIBACTLIN  WoB (intermittent weld): Pag yyacTkoB CBapHOro LWBa. BbIMNOJ/IHEHHbIX C  MpO-
MeXyTKaMu noasiMHe coegnHenust (2.1.4.1).
2.1.6.16 WwaxmMaTHbIA  npepbIBUCTLIA  WOB  (staggered intermittent weld): [BYCTOPOHHWIA NpPepbIBUCTbIN

woB (2.1.6.15), y KOTOpPOro 3aBapeHHble C OAHOI CTOPOHbl YYaCTKM Haxo4ATCA MPOTMB He3aBapeHHbIX Yy4acT-
KOB C ApYroW CTOpOHbI BAO/1b coeauHeHus (2.1.4.1).

MpumeyaHne 1 — Kak npaBwuso, 370 yrnosble WBbl (2.1.6.11) B TaBpoBbIX (2.1.4.8) N Hax/IECTOYHbIX COeAuHe-
Huax (2.1.4.7).

MpyM eva H 1 e 2 — LLlaxMaTHbI NPepbIBUCTbLIN OB NOKa3aH Ha puUcyHke 1.

1 J L

j — woB; 2 — 3aroToBKa

PucyHok 1 — LLlaxmaTHbI NpPepbIBUCTbIV LWOB
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2.1.6.17 LUenHo npepbIiBACTLIN WOB (chain intermittent weld): [BYCTOPOHHWIA NPEPLIBUCTbLIA  LIOB
(2.1.6.15). y KOTOpPOro 3aBapeHHble (He3aBapeHHble) y4yaCcTKM C 06enx CTOPOH pPacrosiokeHbl Apyr MpoTuB
apyra BOosb coeanHeHns (2.1.4.1).

MpumeuaHne 1 — Kak npaBwuio, 31O yrnosble WBbl (2.1.6.11) B TaBpoOBbIX (2.1.4.8) N Hax/IECTOYHbIX COeAuHe-
Huax (2.1.4.7).

MprmeyaHne 2 — LlenHol NpepbIBUCTbIN LLOB NOKa3aH Ha PUCYHKe 2.

[ S ——

_
f — woB. 2 — aa roToBKa
PucyHok 2 — LlenHoli npepbIBUCTbI LWLOB
2.1.6.18 WoB Mexay 3akpyrneHHom wn nnockori pgetanamu  (flare-bevel weld): CtbikoBori woB (2.1.6.3)

mMexay ABYMS feTaniiMu, Y KOTOPbIX MOBEPXHOCTb Y OAHO 3akpyrieHa, a 'y Apyro naockas.

2.1.6.19 WoB Mexay AByMms 3akpyrfieHHbiMn pgetanamu (flare-V weld): CrbikoBor woB (2.1.6.3) mex-
4y ABYMS [leTansiMmn ¢ 3aKpyr/ieHHbIMY NOBEPXHOCTSMU.

2.1.7 Pa3mepsbl WwBa

2171 wupmnHa wea (weld width): HavmeHbllee paccTtosiHne mMexay JIMHUSMW ChAaBfeHUs Ha vueBol
CTOpOHe cBapHoro waa (2.1.1.3).

2.1.7.2 TonwwmHa wea (weld thickness): TonwmHa metanna wea (2.1.2.1). BkIo4vas o6y BbINYyKI10CTb.

2.1.7.3 rnybvHa nponnaeBneHus (fusion penetration): [nybuHa pacnnaBnsemoli noBepxHocTn (2.1.5.3)
OCHOBHOro metasnina (2.1.1.7).

2.1.7.4 TonuwuHa nponsiaBneHus (penetration depth, deposit thickness): TonwwmHa meTtanna wea
(2.1.2.1), ucknrovas NoOyLO BbIMYKIOCTb.

He pekomeHAyeMbIi — TOJILWMHA CBApPeHHOro MeTasna.

2.1.75 kateT yrnoeoro weBa (leg length): PacctosHue OT dhakTuyeckoro wan npeanosiaraemoro rnepe-
ceyeHus pacnnaBfsfeMbix MoBepxHocTel (2.1.5.3) po rpaHuubl yrnosoro wea (2.1.6.11) Ha pacnnaBisseMon
NOBEPXHOCTW.

2.1.7.6 TOoNwmHa yrnosoro ws.a (throat thickness): TonwwmHa yrnosoro wsa (2.1.6.11).

2.1.7.7 HomMuHasbHasa TonwwmHa (nominal thickness): TonwmHa, 3agaHHas B ctaHAapTax 6e3 JonyCcKoB.

2.1.7.8 HOMWHasIbHasi ToswmHa yrnosoro wea (nominal throat thickness): PacueTHoe 3HauyeHwe Bbl-
COTbl Haubonbllero paBHOOeAPEHHOTO TPEeYrosibHUKa, KOTOpPbI MOXHO BMUCaTb B CeYeHuWe Yr/10BOro LwBa
(2.1.6.11).

MpumeyaHne 1 — HoMUHasIbHasA TOJIWMHA YI/I0BOrO LWBaA NokKasaHa Ha pucyHke 3. nosnums 1.

e

1 — HOMUHa/IbHasA TO/ILLMHA YII0BOrO LWBa.

\(2\1 2 — TO/WMHe YrnoBoro wea C ry6oKMM nponsasneHnem
PucyHok 3 — HomMuHaibHas To/IWmMHa yrnoBoro wea
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2.1.79 TOMWMHA YI/I0BOro wBa C rybokum nponnaeneHveMm (deep penetration throat thickness):
HomunHanbHasa TonuwwmHa yrnosoro wea (2.1.7.8) wnn adpekTuBHaa TonwmHa yrnosoro wea (2.1.7.10) c pgo-
6aB/IeHNEM HEKOTOPOW BENNUMNHBLI I1y6uHbI NponiaBneHns (2.1.7.3).

MpumeuvaHne 1 — TonwmHa yrnoeoro wea € rNybokum nponsasfieHneM MokasaHa Ha pucyHkax 3 u 4. no-
31umna 2.
2.1.7.10 adhpekTnBHaA TonwmHa yrnosoro wsa (effective throat thickness): PacueTHoe 3HayeHue Bbl-

COTbl HAMBO/bLLIEro TPEYroNbHUKA, KOTOPbI MOXHO BNcaTb B ceyYeHve yrnoBoro wea (2.1.6.11).

MprMeyaHre 1 — ShdpeKTMBHANA TOMLWMHA YIIOBOrO WBa NokKasaHa Ha puUcyHKe 4. no3vuus 1.

~1

T — adpdhekTBHAsA TOMWMHA YI/I0BOTO WBA; 2 — TO/IWMHA YI/I0BOrO LWBa C r/ly60K1UM rnponiaBieHnem

PYCYHOK 4 — JhdpeKTMBHAsA TONLWMHA YI/I0BOTO LWBa

2.1.7.11 TeopeTuyeckas ToswmHa yrnosoro wsa (actual throat thickness): TonwuHa yrnosoro wsa
(2.1.7.6) 3a/laHHOl OKOHYaTe/IbHOW hopMbl cBapHOro waa (2.1.1.3).

Mpum eya H N e 1 — TeopeTnyeckasi TOMLWMHA YI/IOBOrO LIBa 3aBUCUT OT BbIOPaHHOW NMPOEKTHOW TOMLWMHBI YI/10-
Boro wea (2.1.7.12).

2.1.7.12 NMpOeKTHasi ToNWMHa yriioBoro wea (design throat thickness): TonwwmHa yrsioBoro wea
(2.1.7.6). 3ajaHHasi KOHCTPYKTOPOM.

2.1.8 BbINOSIHEHWE CBapKU

2.18.1 cBapouHbIi npouecc (welding process): KoOHKpeTHbIM cnoco6 cBapku (2.1.1.1). OCHOBaHHbIN
Ha oOnpefeneHHblX METIYPruyeckux, 3/1eKTPUYECKUX, (PUBNYECKNX, XUMUYECKUX WU  MEXaHUUYECKUX  MpPUH-
uumnax.

2.1.8.2 TexHnka cBapku (welding technique): MaHunynnpoBaHne 3ekTpogom (2.3.8). ropesikon wumm
OpYTUM aHa/I0TMYHbIM YCTPOCTBOM.
2.183 TexHuKa Kk3amouHas ckBaxuHa» (keyhole technique): TexHuka cBapku (2.1.8.2), npu KOTOpOWA

KOHLEHTPUPOBAHHbII ~ UCTOYHWMK  TEN/IOTbl  MPOHWKAaeT CKBO3b  u3fenue, dQopmMupys OTBepcTMe  («3aMOYHYIO
CKBaXXMHY») B NepeaHeli 4acTu cBapO4HOl BaHHbI (2.1.2.8).

MpumeyaHne 1 — OTBepcTUE ABUXETCA BMECTE C UCTOYHUKOM TEN/10Thbl.

2184 npoxoAd, Banuk (run. pass, bead): MeTann, nepennaBneHHbI WKW HaMAaB/EHHbIV 3a OAHOKpaT-
Hoe nepemMeLLeHne anekTposa (2.3.8). cBapo4Hol ropesniku (2.3.9) uam ra3oBoii ropesku.

Mpym eyva H 1 e 1 — Kak npasuio, TEPMUH NPUMEHSIOT B OTHOLLEHWU CBapPKN CBETOBbLIM J/TyHOM.

2.1.85 y3kuiA Banuk (stringer bead): Banuk (2.1.8.4), cdopmupylowmiicas 6e3 CyLeCTBEHHbIX Monepey-
HbIX KO/1leb6aHuii.

2.1.8.6  oTnyckawooLwwmii Basvk (temper bead): Banvk, KOTOpbIi HOPMaNN3yeT HUKHUE BasINKA

(2.1.8.4) M co3gaeT npeaBapuTesnbHbIi  nogorpeB  (2.4.13) aAnA  nocnepylowmMx Ba/IMKOB  (MpW  MHOronpo-
XO4HOW CBapke).
2.1.8.7 Ba/IMK Ha nnactuHe (bead on plate): OpuHOYHbIA BasMK (2.1.8.4). BbIMOSIHEHHbBIA NPUCAA0UYHBLIM

Matepuasiom (2.1.10.4) Ha NOBEPXHOCTN OCHOBHOro martepuana (2.1.1.5).
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2.1.8.8 nepennaBfieHHbIi  BasiMk  (melt  run): OcHoBHOW MaTtepman (2.1.1.5). nepennaBfieHHbIi nNpu
NPOXOXAEHUN MO MOBEPXHOCTU MaTepuasie CBapOYHbIX WCTOYHWKOB TemnsoTbl, TakMxX Kak nnamsa. [yra, 3nek-
TPOHHbIA NN Na3epHbI fyu.

MpumedaHne 1 — MpucagoyHbli MmaTtepran (2.1.10.4) He NCNONb3YIOT.

2.1.89 CKOpoCTb nnasneHnsa (melting rate, burn-off rate): Macca wniu pgnuHa anektpoga (2.3.8). pac-
xoAyemas B eiVH1LY BPEMEHMU.

2.1.8.10 npon3BoAUTENIbHOCTL  HansiaBku (deposition rate): Macca MeTanina, HannaBfieHHOIO B eau-
HULY BPEMEHN.

2.18.11 06NMUOBOYHbI  cnoii  (capping run); Banmk(u) (2.1.8.4). BuaMMbIA(ble) Ha MNOBEPXHOCTU
wea(oB) nocrie cBapku (2.1.1.1) npy MHOTFOC/10HOI CBapke.

2.1.8.12 KOCMeTUYeckuii npoxopn (cosmetic run. cosmetic pass): Banuk (2.1.8.4). BbINOMHSAEMbIi  An1a
NOBEPXHOCTHOrO nepensiaBneHnsa cBapHoro waea (2.1.1.3) ¢ uenbio yay4lleHns ero BHeLHero Buaa.

2.1.8.13 crnoi (layer): Cnoii mMetasia wsa (2.1.2.1), cocTtoswwmii wn3 ofgHoro Baivka (2.1.8.4) wnu
6onee.

2.18.14 dmHnwHaa ceapka (finishing welding): TlNpou3BoacTBeHHass cBapka (2.5.15). BbinosHgemass c

uenblo yganeHuma NIUTERHbIX p,e(beKTOB n OTBepCTVII\/JI ana obecneyeHns Tpe6yeM0ro KavecTBa OT/INBOK.

2.1.8.15 nepekpbiTne (overlap): MwuHUMasbHOE paccTosiHME MeXAy KpoMKamu naactuH  (Npy  Haxse-
CTOYHOM COeAUHEHMNN).

MpymMeyaHne 1 —OnpepeneHne TepMUHa «NepeKkpbITUE» Takke NpuBeaeHo B 2.1.8.16.

2.1.8.16 nepekpbiTve (overlap): YacTb cBapoyHOro Bavka (2.1.8.4). nepennaeB/fiseMOro CcocegHUM Ba-
NIMKOM (NPY MHOTOMPOXOAHOW CBapkKe).

MpumeyaHne 1 —OnpepneneHne TepMuHa «rnepekpbiTue» Takxke npueegeHo B 2.1.8.15.

2.18.17 rpaHuLa HapyXHoli noBepxHocTu npoxogda (bead toe): [MpogonbHas rpaHuMLa Mexay Bau-
Kamu (2.1.8.4) unn mexay BasIMKOM 1 OCHOBHbIM Matepuasnom (2.1.1.5).

2.1.8.18 rpaHuLa HapyxHoi noBepxHocTu wBa (weld toe): [paHMua Mexay MOBEPXHOCTbHD CBapHOro
wsa (2.1.1.3) 1 OCHOBHbIM MeTasI/1oM (2.1.1.7).

2.1.8.19 KOPHEBOW C/OW, KOpHeBOW npoxog (root run. root pass): MepBblli Banunk (2.1.8.4), Haknagbl-
BaeMblli B kopHe (2.1.5.7) npy MHOroc/10MHOM cBapHOM LwBe (2.1.1.3).

2.1.8.20 3anonHawowmii  cnoii  (filling run): Banuk(n) (2.1.8.4), HaknagbiBaemblii(e) nocne KOpHeBOro(bix)
npoxoga(os) (2.1.8.19) n go 3aBepLuatoLero(nx) npoxoga(oe) (2.1.8.11) (Npu MHOroc/0liHOM cBapke).

2.18.21 noaBapouHblii  Basink (back run): TMocnegHuii Bannk (2.1.8.4), HannaBfsieMbli CO CTOPOHbI

KOpHA (2.1.5.7) cBapHoro wsa (2.1.1.3).

He pekoMeHAyeMblii — YN/IOTHAOWMIA BasluK.

2.1.8.22 HenpepbIiBHbIA WOB (continuous weld): CgapHoii wWwoB (2.1.1.3), NPOTSHKEHHbIi BAOMbL BCEW
O/IMHBI coeauHeHns (2.1.4.1).

2.1.8.23 opHonpoxogHas cBapka (single-run  welding): Csapka (2.1.1.1), npu KOTOpOl/ CBapHOW LIOB
(2.1.1.3) BbINONIHAETCA 32 OAVH NPOXoA (2.1.8.4).
2.1.8.24 OOHOCTOpPOHHAA cBapka (single-side welding, one side welding): Csapka (2.1.1.1), npu KoOTO-

poli cBapHoOi WoB (2.1.1.3) BbINOJIHSETCSA C OAHOW CTOPOHbI U3AEeNNs.
2.1.8.25 paBycTOpoHHASA cBapka (both-side welding, double-side welding, two side welding): CBapka
(2.1.1.1), npu KOTOpOIi cBapHO OB (2.1.1.3) BbINOIHAETCA C ABYX CTOPOH U3Aefvs.

2.1.8.26 OBYCTOPOHHASA ofgHornpoxoaHas cBapka (both-side single-run  welding): [BYCTOPOHHAS cBap-
Ka (2.1.8.25), npu KOTopoii cBapHOW WOB (2.1.1.3) BbINOIHAETCA 32 OA4MH NPoxos, (2.1.8.4) ¢ KaxA0i CTOPOHbI.
2.1.8.27 OBYCTOPOHHAA MHoronpoxogHaa cBapka (both-side multirun welding, multirun  welding from

both sides): [BycTOpoHHsIs cBapka (2.1.8.25), npwu KoTopoii cBapHOl/i wWwoB (2.1.1.3) BbINOSIHAETCA 3a HECKOSb-
KO NPOXO0A0B C KaXA0W CTOPOHbI.

2.1.8.28 MHoOronpoxogHasa cBapka (multirun welding): Csapka (2.1.1.1), npu KoTopoi npoxon (2.1.8.4)
BbINOJTHAETCA NO NpeablAyLeMy NPOXoay.
2.1.8.29 obpaTHOCTyneH4yarTas rnocregoBatesibHOCTb (back-step sequence): MocnepoBaTenibHOCTb

cBapku (2.1.8.36), npu KOTOpOIi KOpPOTKME OTpe3kn Banvka (2.1.8.4) HaHOCAT B HamnpaB/ieHUM, MPOTUBOMNOSIOXK-
HOM ob6Lemy Hanpas/ieHUto cBapku (2.1.1.1) coegmHeHusn (2.1.4.1).

MpumeyaHne 1 — B wnTOre KOpPOTKME Yy4yacTKkM 06pas3yloT HenpepbiBHbIA (2.1.8.22) wAM NpepbIBUCTbIN  LWoe
(2.1.6.15).
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2.1.8.30 obpaTtHocTyneHuyatass cBapka (back-step welding): TexHuka cBapkm (2.1.8.36), npu KOTOpOM
KOpPOTKMe OoTpe3ku wea (2.1.8.4) HaHOCAT B HanpaB/ieHUN, MPOTMBOMNOJIOXHOM O6LLIEMY HarnpaB/IeHNIO CBapKu
(2.1.1.1) coeguHeHus (2.1.4.1) Takum 06pa3oM, UYTO KOHeL, OAHOro Yy4yacTka MepekpbiBaeT Havasno npeablay-
Liero yyacTka.

2.18.31 npuxBatka (tack weld): CeapHoii woB (2.1.1.3) Ansa dmkcaumMm npaBWbHOTO MOJSIOXEHUS noa*
nexaunx ceapke (2.1.1.1) getaneii u y3nos.

2.1.8.32 cBapka npuxBaTo4HbiMK WBamu (tack welding): BbeinosiHeHne npmuxBaTtok (2.1.8.31).

2.1.8.33 npuxBaToyHblli Banuk (tacking run, tacking pass): Banuk (2.1.8.4) pns ypepxaHust cBapviBae-
MbIX AeTasieli B MpaBubHOM MOJIOXEHUN A0 BbINOMHEHMA NOCNeAYOWNX CBapHbIX WBOoB (2.1.1.3).

2.1.8.34 umkn ceapku (welding cycle): [lMosiHass COBOKYMHOCTb MPOLLECCOB, HEO6XOAWMbIX A1 BbINOS-
HEHWS CBapPHOrO LLUBA.

2.1.8.35 pab6ouee mecTo (workplace): 30Ha, B KOTOPOW OCYLLECTB/SAETCA AeATeNbHOCTb paboTHMKA.

2.1.8.36 nocnefoBaTteflbHOCTb  HaslokeHnss weBoB  (weld sequence): T[OpsfOK  Ha/IOXKEHUA  CBapHbIX
wBoB (2.1.1.3) Ha nsgenuun.

2.1.8.37 rnocnenoBaTes/ibHOCTb  BbINOJIHEHUS npoxofoB  (weld run  sequence): [opAdoOK  BbINOJIHEHUSA
npoxogos. (2.1.8.4) cBapHoro wea (2.1.1.3).
2.1.8.38 BpEMEeHHbIi WwoB (temporary weld): CaapHoli woe (2.1.1.3) pna kpennenns petanu(eid) K

cBapHomy y3ny (2.1.1.4) p[na BPEMEHHOro WCMOMb30BaHWA Npu  MNepemelleHnn, nepeBo3ke wam pabote Ha
CBapHOM y3rie.

2.1.8.39 npvBapka wnunek (stud welding): T[pucoeanHeHve MeTa/I/IMYECKUX LWMNWAEK W aHa/IOTUYHbIX
getaneii K usgenuio.

MNpumeyvaHne 1 —Csapka (2.1.1.1) MOXeT ObITb [YroBOW, COMPOTUB/IEHWEM, TPEHMEM WM APYTMM MPOLLECCOM
C 1CNoNb30BaHNEM UN 6e3 NCNOIb30BaHUSA BHELLHel ra3oBoii 3aWmThbl.

2.1.8.40 MoHTaxHbIi woB (field weld, site weld): CsapHoii woe (2.1.1.3), BbINOMHSAEMbIA 3a npegenamu
uexa, Kak npaBunIo, Ha MecTe MOHTaXa KOHCTPYKLUUWN.

2.1.9 Hannaska

2.19.1 HannaeBka (surfacing): HannaBka wmaTepuana Ha MOBEPXHOCTb A1 MNOJSy4YeHUss HeobXoAnMbIX
CBOICTB 1 (U1n) pa3MepoB.

2.1.9.2 Hannaeka cBapkoii (overlay welding): HannaBka (2.1.9.1) ¢ nomoubto cBapku (2.1.1.1).

2.1.9.3 TensiocTolikas HansaBka cBapkoii (heat resistant overlay welding): HannaBka cBapkoii
(2.1.9.2) , Npu KOTOPOW NNakMpytoLWwmii croii (2.1.9.10) cnyXuT Ans yay4dllieHns Tens10CTONKOCTH.

2194 KOpPPO3MOHHO-CTOMKasi HamnjlaBka CcBapkoi (corrosion resistant overlay welding): HannaBka
cBapkoii (2.1.9.2), npu KOTOpOW nnakupyowmii cnoii  (2.1.9.10) cnyxut Ana  yaydlweHus KOPPO3WOHHOW  CTOM-
KOCTW.

2.195 HannaBka MNPOMEXYTOYHOro MeTaslla Ha cBapuBaemble Kpomku (buttering): HannaBka cBap-
Ko (2.1.9.2) [Nnsa nosydyeHUs crneuMasibHOro nepexofa Mexay OCHOBHbIM Matepuasiom (2.1.1.5) wu nocnepyto-
LWMMN CBapHbIMUK WwWBamun (2.1.1.3).

2.19.6 HanfaBka 6ydhepHoro cnos Ha cBapuBaeMble kpoMku (buffering): HannaBka npomMexyTo4HO-
ro meTasinia Ha cBapuBaemble KpoMku (2.1.9.5) nepes, cBapkoii (2.1.1.1) pa3HOpPOAHbIX MaTePUasoB.

2.19.7 HaBapka (building up. build up): HannaBka cBapkoii (2.1.9.2) Ana MoONy4YeHUs WM BOCCTaHOBJIe-
HUA TpebyeMblx pa3mMepoB.

2.1.9.8 HannaBka TBepgoro cnos (hardfacing): HannaBka cBapkoii (2.1.9.2) ans yBeNWYEHUss W3HOCO-
CTOMKOCTY U(MN)yAaponpoOYHOCTMU.
2.19.9 NleHToYHas HannaBka (strip surfacing, strip cladding): HannaBka cBapkoli (2.1.9.2) NeHTOYHbIM

anekTpogom (2.3.8).
2.1.9.10 nnakvpywwmin - cnoii  (cladding): Martepuan, HannaeBfeHHbIA Ha OCHOBHOM Matepuan (2.1.1.5)
ONA co34aHnA NakMpoBaHHOIO matepuasa.

2.19.11 nnakmpoBaHne (cladding process): HannaBka (2.1.9.1) pAns nonyvyeHuss nAakupyrowlero cros
(2.1.9.10).
MpumeyaHne 1 — T[lnakupoBaHue MOXeET ObITb Ham/aBKoi cBapkoi (2.1.9.2), ropsiueii NpPOKaTKOW, cBapKoi

B3pPbIBOM U T. 4.

2.1.10 CsapouHble pacxogyemMble maTtepuasbl
2.1.101 cBapouHblii  maTtepuan (welding consumable): Matepuan, uWCNONb3yeEMbIi NP BbIMOJIHEHUN
cBapHoro ws.a (2.1.1.3).
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MpumeyaHne 1 — 3TOT TepMWH BKAKOYaeT B cebA MpucafoudHblii MaTepuan (2.1.10.4) v BcrnomorartesibHbli
martepuan (2.1.11.1).

2.1.10.2 nnaesilasica BcTaBka (consumable insert, fusible insert): [lMpucagouyHbii MaTepman (2.1.10.4),
nomeuwlaemblii B KopeHb (2.1.5.7) coegunHeHus (2.1.4.1) po cBapkm (2.1.1.1) ”n nNOJIHOCTbLIO MNepennaB/isieMbii B
MeTas wea (2.1.2.1).

2.1.10.3 nnaeswmiica anektpog (consumable electrode): 3nekTpos (2.3.8). nnaeBswwiicA B npolecce
cBapku (2.1.1.1) n chopmupyloLnii YacTb cBapHoro waa (2.1.1.3).

2.1.10.4 npucagounbiii  matepuan (filler material): CBapouHbii  maTepuan (2.1.10.1), pob6aBnsiemblii B
npouecce ceapku (2.1.1.1) ons dopmMmpoBaHnsa cBapHoro wea (2.1.1.3).

2.1.105 npucagoyHbii NpyToK, cBapouHblii npytok (filler rod. rod. welding rod): MpucagouHblli Mate-
pvan (2.1.10.4) B hopMe CTEPXKHSI, KOTOPbIN MOXET ObITb YaCTbIO CBApPO4HOW LEenu.

2.1.10.6 cnnowHoi npyTtok (solid nod): CnnowHoli npucagoyHbli npyTok (2.1.10.5) TBepAblii, He sABNSA-
HoLwmMiAica YacTbio CBapOYHON Lienu.

2.1.10.7 npucagoyHas nposonoka (filler wire): MpucagouHblii MaTepman (2.1.10.4) B Buae NPOBOJIOKHU,

KOTOPbI MOXET 6bITb HaCTbO CBApPO4HOI Lienu.

2.1.10.8  dontoc (flux, welding flux): B ocHOBHOM HeMeTaN/IM4eCKnii BCromoraTtebHbli maTepran
(2.1.11.1) . MPUMEHSIEMbIV AN XUMWUYECKOW OYUCTKM MNOBEpPXHOCTeW coeauHeHus (2.1.4.1). npeaoTBpalleHusi
aTMOCHEPHOTO  OKWUC/IEHWS, YMEHbLUEHUS KOMMYecTBa BK/KOYEHWIA WM yAasleHns npuMecel B BuAe  Liaka
(2.1.10.9) Ha NOBEPXHOCTMU.

2.1.10.9 wnak (slag): HemeTtannuyeckoe BellecTBO, o6pasywoleecs B pe3ynbTaTe MNaB/eHUsS MNOKPbI*
T™MA anekTpoga (2.3.8) unm doroca (2.1.10.8). KOTOpOoe YaCTUHHO UM NOJSTHOCTbIO NOKPbIBaeT MeTasl/ WBa
(2.1.2.1) nocne ero 3aTBepgeBaHus.

2.1.10.10 3aWmTHbIN ra3 (shielding gas): Fa3. wucnonb3yemblii AN NPefOTBPALLEHUS WAW  YMEHbLUEHUS
BPEAHOr0 B/IMSIHUSA OKpYXaloLLero Bo3ayxa.
2.1.10.11 nnakupoBaHHasa cTasb (clad steel): Hepa3bemHoe coegviHeHMe [ABYX MeTa//loB wnu  6ornee,

MosTlydYeHHbIX NnakupoBaHuem (2.1.9.11).
MpumeyaHne 1 — OCHOBHbIM MeTas/IOM (2.1.1.7) Bcerga ABNAETCA CTa/lb.

2.1.10.12 npokanuBaHne (baking): HarpeB cBapoyHbIXx MaTepuanos (2.1.10.1) ana nonydeHus onpege-
JIeHHOT0 YPOBHSA Andhdhy3MOHHOro BOAOpoa B MeTasl/le cBapHoro wea (2.1.2.1).

MpumeyaHne 1 — Kak npaBuio, NpokasimBaHne BbINOSIHAETCA NPOU3BOAUTENIEM MaTEPUa/IOB.

2.1.10.13 cyuwka (drying): Harpes cBapo4HbIXx MaTepuanos (2.1.10.1) ana yaaneHs snaru.

2.1.10.14 cywunnbHasa nedb (drying oven): HarpeTas kamepa, B KOTOpPOWi cyllaTcsl CBapoO4YHble MaTepu-
anbl (2.1.10.1) AnA yganeHust Bnarv UNv npefoxpaHeHns ot Bnaru.

2.1.11 Capou4Hble maTepuasbl

21111 BCNoMoraTenbHbli  Matepuan (auxiliary material): CBapouHblii maTtepuan (2.1.10.1), He aBns-
towmiAica YacTbio FOTOBOro CBapHoro waa (2.1.1.3).

MpumeuvaHne 1 — BcnomoraTeNbHbIMWM Matepuanamu SABASAKTCA 3aWuTHble rasbl (2.1.10.10). dnitocbkl (2.1.10.8)
uT.Aa.

2.1.11.2 razoBas 3awuta (gas shield): MasoBas cpega BOKpyr 30HbI WwBa (2.1.2.3) Ana 3awmTbl CBapouy-
HOUi BaHHBbI (2.1.2.8) OT BpeHOro BAUSIHUS OKPYXaloLero Bo3ayxa.

2.1.11.3 nocnepytowan rasosasd 3awmta (trailing gas shield): JononHuTtesnibHadA nojava 3awMTHOro

rasa (2.1.10.10) ans 3awmtbl cBapHOro wea (2.1.1.3) 1 30Hbl CBapKu BO BPEMS OX1aXAEHUS.
21114 ras-Hocutenb (carrier gas): a3. ucnosb3yembld ANS nofadn MeTa/l/IMYECKOrO Mopollka B CBa-
POYHYIO BaHHY (2.1.2.8).

MpumeyaHne 1 — TUNUYHBLIMU ra3amMmn-HOCUTENAMU ABAAIOTCA a3orT, renuii n aproH.

2.1.115 nogknagka (backing): Metann, cnoc (2.1.10.8) unu ras, KOHTaKTMpylowWwmii c obpaTHOW cTopo-
HOli coeANHEHNS, NOATrOTOB/IEHHOrO Nog cBapky (2.1.5.2).

2.1.11.6 ras, sawuuwarwmin obpaTHyto CTOpoHy wBa (backing gas. root gas): las. ucnonb3yembli Oss
rasoBoli nogknagku (2.1.11.7).

21117 razoeass nogknagka (gas backing): Mogknagka (2.1.11.5) ¢ wucnosb3oBaHMEM ra3a, MMpPUMeHsie-
Masi B OCHOBHOM [/171 NPef0TBPAaLLEeHNS OKUC/IEHUS.

2.1.11.8 3aWUTHBIA ra3 noaayBku (purging gas): a3 ana ypaneHuss Bo3gyxa M3 Mnosioil obnactu ¢ ero
nocnenyroLMM NCNONb30BaHMEM B Ka4ecTBe ra3oBoi nogknaaky (2.1.11.7).
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2.1.11.9 cdnoc gna nogknagkn (backing flux): ®nioc (2.1.10.8), ucnonb3yemblii ans  ¢acoBoii nog-
knagkm (2.1.11.10).
2.1.11.10 chntocoBaa  nogknagka  (flux  backing): Mogknagka (2.1.11.5) ¢ wucnonb3oBaHueMm ptoca

(2.1.10.8) B OCHOBHOM /151 NpeAoTBpaLLEHNS OKUCEHUS.

Mpym eya MHe 1 — B cBapke nog dhtocom hnocoBas NoAkiafka Mo3BoONsET YMEHbLNTb PUCK BbITEKAHUSA CBa-
pOYHOl BaHHbI (2.1.2.8).

2.111.11 MeTasiimdeckad nogknanaka (material backing): Mogknagka (2.1.11.5) ¢ wMcNosib30BaHMEM
Martepuvana ans yaepxaHusa pacnnassieHHOro metasiia wea (2.1.2.1).

2.1.11.12 ocTawlwasca nogknagka (permanent backing): MeTtannuyeckas nogknagka  (2.1.11.11), Ko-
Topas He yaanseTcsd nocne ceapku (2.1.1.1).

MpumeyaHne 1 — MOXeT 4aCTUYHO pacniaBAATLCA UAN HE pacniaBATbLCA.

2.1.11.13 ypansemass nogknagka (temporary backing): MeTtannuyeckas nogknagka (2.1.11.11), KoTo-
pas ygansetcsa nocne ceapku (2.1.1.1).

2.1.11.14 BBOAHasi nnaHka (run-on plate): MeTanindeckaa QfgeTanb, CTblKyeMas B Havasle COeAuHeHus
petaneii (2.1.4.1), gnsa Nnosly4eHnst NOSIHOIO CeYeHNs CBapHOro wea (2.1.1.3) B Hayasie CoeanHeHns.

2.1.11.15 BblBOAHaA naHka (run-off plate): MeTannnueckan peTanb, CTblKyemMasi B KOHLUE COefMHEeHUs

petaneii (2.1.4.1), 15 NOTy4YEHWS MOJIHOTO CeYEeHNS CBapHOTO WBa (2.1.1.3) B KOHLEe COeAUHEHUS.

2.2 WcnbiTaHns

2.2.1 OCHOBHble UcnbITaHUA

2211 nccnefoBaHUs  MakpoOCTPYKTYpbl — (macroscopic  examination): lVccnepoBaHve o6pasua ans
ncnbiTaHui  (2.2.1.6) HEBOOPYXEHHbIM [/1a30M WAW MNpPU MasioM YyBesindyeHun (B OCHOBHOM Hwxe 50%) c TpaBne-
HMeM unn 6e3 TpaBsieHns obpasLa.

2212 ncecnefoBaHne MUKPOCTPYKTYpbl (microscopic examination): lccnepoBaHue o6pasua Ans  uc-
nbiTaHuii (2.2.1.6) C NOMOLbLIO MMKPOCKOMa, MpU YBEJIMYEHMM B OCHOBHOM OT 50* go 500 ¢ TpaBfieHMEM Wan
6e3 TpaBneHusa o6pasua.

2213 ucnblTaHve HansaBneHHoro wMeTanna (all-weld metal test): lMcnbiTaHve ansa  onpegeneHuvs
CBOWCTB HansiaBfeHHoro metasina (2.1.2.7).

2.2.1.4 o6pazsel HannaBneHHoro metanna (all-weld metal test specimen): O6pa3seu, 4151 UCAbITaHWIA
(2.2.1.6) C HannaBfleHHbIM MeTa/I/IOM WBa (2.2.1.7) Ha NCMbITYEMOM y4acTke.

2.2.15 ucnbiTaTenbHbIA  obpasey, (test piece): CBapHOe coeAvHeHVe, MpegHasHavyeHHoe A1  UChbl-
TaHu.

2216 obpasey, oS ucnbiTaHuii (test specimen): [eTanb WX yyacToK, Bblpe3aHHas(blil) 13 wucnblTa-
TenbHOro obpasua (2.2.1.5) 4151 KOHPETHOro paspyLuatolero ncnbitTaHns (2.2.3.1).

2217 ncnbiTatesnibHass opraHusaumsa (testing organization): Co6CTBEHHasi WM CTOPOHHSASA OpraHu3a-
LMs. NpoBOAsiLLas paspyLiaroLme ncrnbitaHns (2.2.3.1) unm HepaspyLuarLmii KOHTponb (2.2.4.1).

2.2.2 McnblTaHMA Ha cBapnBaeMoCTb

2221 MUCMbITaHMe Ha CK/IOHHOCTb K o6pasoBaHuo TpewuH (cracking test): WcnbiTaHMe Ha CKIOH-
HOCTb MeTas1/1a Wwaa (2.1.2.1) nnm ocHoBHOro Metanna (2.1.1.7) K 06pasoBaHuIO TPELLYH.

2222 MCMbITaHMe Ha CK/IOHHOCTb K 06pasoBaHUO XonogHbIX TpewuH (cold cracking test): Wcnbli-
TaHMe Ha CK/IOHHOCTb K 06pa3oBaHuMiO TpewuH (2.2.2.1) c uenblo onpegesieHnss CKJIOHHOCTM CBapHOro coeau-
HeHus (2.1.4.2) Kk 06pa30BaHMIO XON04AHbIX TPELLUH.

2.2.2.3 MCMbITaHMEe Ha CK/IOHHOCTb K o06pasoBaHuto ropsumx TpewmH (hot cracking test): WcnbiTaHue
Ha CKJIOHHOCTb K 06pa30oBaHu1Io TPeLmH (2.2.2.1) ¢ uenbto onpeaeneHnsi CKIIoOHHOCTM CBapHOro CoeAMHEHUS
(2.1.4.2) K 06pa30BaHuIo ropsaYnX TPEeLLmH.

2.2.2.4 wvCnbITaHHbIV CBapOYHbI MaTtepman (tested welding consumable): CBapouHbI MaTepuan
(2.1.10.1) UAN  KOMOMHaUMA CBapOYHbIX MaTepuasioB, WCMbITaHHbIX B COOTBETCTBMM CO CTaHgapTamMy Ha Wuc-
NbITaHUS CBapOYHbIX MaTEPUAJIOB.

2.2.3 MexaHnyeckne ncnbltaHus

2231 paspywatowme ucnbiTaHma (destructive testing): lMcnbiTaHns, npoBoAuMbIe A5  OOHapyxe-
HUS BHYTPEHHUX WM MOBEPXHOCTHbIX AedhekToB (2.1.3.1) WM  OUEHKM MEXaHUYEeCKUX WAN  MEeTasI/lypruyeckmnx
CBOICTB MeXaHNYeCckuM cnocoboM, KOTOPbI NPUBOAUT K pa3pyLUeHuo MaTepuana.

2.2.3.2 UcnbiTaHMe Ha 3arub nuueBoi cTopoHbl wea (face bend test): WcnbiTaHne Ha 3arn6, Npu Ko-
TOPOM /iMueBast CTOpoHa cBapHoro wea (2.1.1.3) pacTaHyTa.
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2.2.3.3 obpasey, A48 WCMbITaHMs Ha 3armb mueBo cTopoHbl wBa (face bend test specimen): O6-
pasel, 4N ncnbiTaHuii (2.2.1.6). LICNONb3yeMblIli 419 NCNbITAHWA Ha 3armé NMLEBON CTOPOHDI WBa (2.2.3.2).

2.2.3.4 wucnbiTaHMe Ha 3arnb kopHs (root bend test): VicnbiTaHMe Ha 3arn6, NPU KOTOPOM KOPEHb
(2.1.5.7) cBapHoro wea (2.1.1.3) pacTsHyT.

2.2.35 obpasey, Ons UchbiTaHUA Ha 3arnb KopHs (root bend test specimen): O6pasely, 4751 UCMbITaHWIA
(2.2.1.6), npegHa3Ha4YeHHbIM A1 UCMbITaHUSA Ha 3arnb KopHs (2.2.3.4).

2.2.3.6 MncrnbiTaHne Ha 6okoBol 3arnb (side bend test): WcnbiTaHne Ha 3arvMb, NpM KOTOPOM MOBEPX-
HOCTb MOMNEPEeYHOro ceyeHnss cBapHoro wea (2.1.1.3) pacTaHyTa.

2.2.3.7 obpasey, A1 WCMbITaHUs Ha 6okoBoW 3arn6 (side bend test specimen): O6pasey A WUCMbI-
TaHuii (2.2.1.6), CNonb3yeMblii 4151 UCMbITaHUst Ha 60KoBOW 3arnt (2.2.3.6).
2.2.3.8 NpoAoNbHbLIN  0bpasey, Ans ucnbiTaHus Ha 3arnb (longitudinal bend test specimen): O6pazsel,

LN cnbiTaHui (2.2.1.6) Ha 3arm6, KOTOpbI A4ENUTCA NPOAO/IbHBIM CBapHbIM LWBOM (2.1.1.3) nononam.

2.2.39 nonepeyHbin obpasey Ans uchbiTaHMA Ha 3armb (transverse bend test specimen): O6pasey,
ON5A cnbiTaHnii (2.2.1.6) Ha 3arm6, KOTOPbI AeNIMTCA NonepeyHbIM CBapHbIM WBOM (2.1.1.3) nononam.

2.2.4 Hepa3apyLialoLnii KOHTPOIb

2241 HepaspyLwawwmin - KoHTposib  (non-destructive  testing): OnpegeneHne COOTBETCTBMSA  Martepua-
na wunu getann nx HazHayeH1to MeToAamMu, He OKa3bIBaloLLMMN BAUSIHUSA Ha paboTOCNOCOGHOCTb.

2242 vHankaumsa (indication): OTo6paxeHWe WKW CUrHaN OT HECMIOWHOCTM (415 Hepaspyllaloulero
KOHTPONS).
2243 NuHeliHaa wuHpukauma (linear indication): WHavkaums (2.2.4.2), ANvHA KOTOpOlM 6Gonblue Tpex-

KPaTHOW WNPUHBI (4151 HepaspyLlaloLWwero KOHTPOS).
2.2.4.4 HennHerHaa wuHaukaumsa (non-linear indication): WHaunkauus (2.2.4.2). Oo/nHa KOTOPOMA He 60/b-
e TPEXKPATHOW LUMPUHBI (419 Hepa3pyLuaroLLero KOHTPOos).

2245 ypoBeHb KOHTposnis (testing level): CrteneHb TwaTesnbHOCTM W MNOMHOTbI BblbOpa napaMeTpoB
HepaspyLlaroLlero KoHTpons (2.2.4.1).

2.24.6 ypoBeHb oueHkn (evaluation level): YpoBeHb KOHTPONS, Bblle KOTOPOro OLUEHWBAETCA WHAWKa-
umsa (2.2.4.2J.

2247 ypoBeHb peructpauumn (recording level): YpoBeHb oueHKM (2.2.4.6). HauMHass C KOTOPOro peru-

cTpupyeTca nHgukaumns (2.2.4.2J (Ana HepaspyLuaroLwero KOHTPos).

2.3 CBapo4Hoe 06opyaoBaHue

2.3.1 cBapoyHoe ob6opygoBaHue (welding equipment): O6opyaoBaHue, NCNOJ/Ib3yeMOe B CBapke
(2.1.1.1).

MpyMep — VICTOYHUK MU TaHNs, NOAAKOLLMIA MeXaHU3M U T. 4.

232 CcBapo4HbIi Mogynb (welding unit): CBapo4yHas ycTaHoBKa (2.3.3). BkIovawowas BcrnomoraTesb-
HYO annapaTtypy.

Mpumep — KOHAYKTOPbI, 3aXWMHble MpucnocobneHns, pob6oT(bl), MaHunynsTopbl (2.3.4} n BpawarwLwm-
ecsl MexaHu3mbl.

233 cBapoyHas ycTtaHoBka (welding installation): Komnnekt o6opygoBaHus, WCMO/Ab3yeMblii  ANnS
cBapkm (2.1.1.1) v cocToswui ©“3 cBapo4yHOro o6opygoBaHus (2.3.1) W MpuUHASNEXHOCTEN ANA  CBapku
(2.3.5).

234 MaHunynaTop (manipulator): YcTpoMCTBO AN KpensieHusi, Hak/ioHa W BpalleHUs 3aroTOBKU B HYX-

HOM MOIOXEHUMN.
2.35 npuHagnexHoctn Ansa ceBapku (welding accessories): BcnomoraTesibHble U3Aenunsi, UCNONb3ye-
Mble AN ceBapku (2.1.1.1).

Mpumep — CBapoyHble MUCTOMEThbI, CBApPOYHbIE FOSIOBKW, ra3oBble 6an/oHbl, Kabenu, cBapoyHble ropesn-
k1 (2.3.9), annapaTypa, obecrneymBatoLias 6e30nacHOCTb paboThbl, U T. 4.

2.3.6 CBapoOYHbIli reHepaTop nepemMeHHoro Toka (a.c. welding generator): CBapOU4HbIl/i reHepaTop, Bbl-
pabaTtbiBaloLLN NEPeMeHHbIN TOK.

2.3.7 CBapO4HbI FeHepaTop MOCTOSAHHOrO Toka (d.c. welding generator): CBapO4HbIA reHepaTop, Bbl-
pabaTbiBaloLWMi NOCTOSHHbIN TOK.

2.3.8 anektpos (electrode): [etanb, nepejatrowas 3sHeprvo Metaully Ana  dopMUpoBaHUS CBapHOro
wsa (2.1.1.3) nan BbINOSIHEHNS pe3a.
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239 cBapoyHas ropesika (torch): YcTpolicTBo nepefjaun pgyre BCeX CpPefcTB, Heob6Xo4uMMbIX [/ Bbl-
nosHeHus ceapku (2.1.1.1). pe3kn 1 poaCTBEHHbIX NPOLLECCOB.

MprMep — TOK. Ba3. OX/axkAaroLas XUAKOCTb UM NMPOBOJIOYUHbIN 3/1eKTPOL, (2.3.8).

2.4 TMapameTpbl CBapKu

2.4.1 napameTpbl cBapku (welding parameters): [laHHble, HEOGXOAUMbIE AN BbINO/IHEHUS CBapKX
(2.1.1.1) COrlacHO onpegeneHHon npoueaype ceapku (2.5.3).

MpumeyaHne 1 — TlpuMepamMu nNapamMeTpOB CBapKuM SBASKOTCA: CBapoyHble MaTepuasnbl (2.1.10.1), cBapOuHbIii
TOK. CBapO4YHOE HamnpshkeHue, CKOPOCTb nepemelleHns (2.4.7). Bpems, TemnepaTtypa O M MOC/ne NoAorpeBa, MeXCoiHasn
Temnepatypa (2.4.12) n nocnefoBaTeNlbHOCTb HAOXeHNS LWBOB (2.1.8.36).

2.4.2 napameTp cBapku (welding variable): MapameTp, BAVSOWMIA Ha XapakTEPUCTMKUA CBapHOro Co-
efiInHeHus (2.1.4.2).

2.4.3 cBapouHble gaHHble (welding data): YncneHHble 3Ha4YeHUs NapamMeTpPoB CBapku (2.4.2).

244 OCHOBHOW napameTp (essential variable): CBapouHbIi napameTp (2.4.1), Tpebylowmii aTTecTa-
.

2.45 BCromorartesibHbIi napameTp (non-essential variable): CBapouHbIi napameTp (2.4.1), BK/IHOYEH-
HbIli B TEXHMYECKMe TpeboBaHMA K npoueaype cBapku (2.5.4), HO He TpebytoLwnii aTTecTaumm.

2.4.6 ckopocTb cBapku (welding speed): AnrHa o4HOMPOXOAHOIO UV MHOTFOMNPOXOA4HOIo CBapHOro LWBa
(2.1.1.3). BbINOJSIHAEMOrO B e4ANHMULY BpeMeHU (/19 CBapKu NiaBieHNEM).

2.4.7 ckopocTb nepemelleHns (travel speed): CkOpoCcTb MNepeMelleHUs WUCTOYHMKA TensioTbl OTHOCU-
TenbHO N3aenusa(ni).
2.4.8 Bpemsi cBapku (welding time): Bpemsi, Tpebyemoe nAns BbINOSIHEHMS CcBapHoro wea (2.1.1.3). 3a

WCK/TIOYEHNEM NOArOTOBUTE/bHbIX U 3aKIH0UNTE TbHbLIX OnepaLymii.

2.4.9 Bpemsa 3agepxku (dwell time): Bpemsi, B TeyeHMe KOTOPOro MWCTOYHWUK 3HEpryun 3afepxmBaeTcs Ha
MecCTe Ha KaXoM KosiebaHum (415 CBapKu NiaBfeHnem).

2.4.10 noroHHas aHeprusa (heat input): 3Heprus, BBeAeHHas B 30HY LWBa BO BpeMs cBapku (2.1.1.1).

MpyM evya H 1 e 1 — Kak NpaBuio, NoroHHasi 3Heprus OTHOCUTCS K eANHULE OJINHBI.

2.4.11 Bpewms Harpesa (heat time): [poOAOMKNTENBHOCTbL KaXKA40ro NMnysibca Toka.

2.4.12 MexcioliHaa Temnepatypa (interpass temperature): TemnepaTypa nocnegHero Banka (2.1.8.4)
MHOrOC/I0MHOro cBapHoro wBa (2.1.1.3) ¥ npunerawowein 30HbI OCHOBHOro MeTasina (2.1.1.7), n3MepeHHasl He-
nocpeAcTBEHHO Nepes BbINO/IHEHNEM CNeAYyHOLLEro Ba/lMKa.

M p 1 M eya HUO 1 — Kak NpaBuso, ycTaHaB/IMBalOT MakCMasibHOe 3HaveHune 3Toli TemMnepaTypbi.

2.4.13 npeaBaputenbHbIi  nogorpeB  (preheating): MogorpeB COOTBETCTBYHOLWEN 30HbI  3aroTOBKM  Me-
pepn cBapkoli (2.1.1.1) go TemnepaTtypbl NpeABapuTesibHOro nogorpesa (2.4.14).

24.14 Temnepatypa npegsaputesibHoro nogorpesa (preheat temperature, preheating temperature):
TemnepaTypa 3aroToBKU B 30He WBa (2.1.2.3) HenocpeACTBEHHO Nepes onepauuneii ceapku (2.1.1.1).

2.4.15 nopaepxvisaemas Temneparypa npeaBapuTesIbHOro nogorpesa (preheat maintenance
temperature): MwuHMManbHas Temnepatypa B 20He wBa (2.1.2.3). koTopas [o/hkHa MOAAEPXKMBATLCA B Criyvae
npepbiBaHnA ceapku (2.1.1.1).

2.4.16 TepMmuyeckass o6paboTka nocrie cBapku (post-weld heat treatment): HarpeB cobpaHHOro yana
nocne ceapku (2.1.1.1) n naikn nnun Harpes getaneli Nocie TePMUYECKOro HarbIIEHNSA NN PE3KN.

Mpum eya HAO 1 — Tepmuyeckyto 06paboTKy Nocsie CBapKu NPUMEHSIIOT A1 CHATUSI HANPSHKEHUIA.

2.5 PykoBOACTBO CBapKoli, nepcoHasn 1 opraHusauns

251 KoopguHauma B cBapke (welding coordination): KoopguHauvsi Npov3BOACTBEHHbIX oOmnepauuii ans
BCEX CMOCco60B cBapku (2.1.1.1) n cBA3aHHbIX CO CBapKO paboT.

252 KOHTPO/b cBapkn (welding inspection): OueHka COOTBETCTBMSA NapamMeTpoB cBapku (2.4.2) nyTem
HabAEHNSA N IKCNEPTU3bI, CONPOBOXAAEMbIX NU3MEPEHUSAMMU UM UCTILITAHUSIMU.

MpumeyaHne 1 — KOHTPOJIb CBapKM ABJISETCA YaCcTbio KoopAnHauum B cBapke (2.5.1).

253 npoueaypa cBapku (welding procedure): 3agaHHbI MNOPALOK AEWCTBUIM MpU BbINOAHEHUM CBap-
Horo wBa (2.1.1.3). BkAw4Yass cBapouHblli(ble) npouecc(bl) (2.1.8.1). nNpMMeHsieMble MaTepuasbl, CBapo4Hble
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matepmanbl  (2.1.10.1), NOArOTOBKY KPOMOK, nMpeABapuTesibHbIii nogorpeB (2.4.13) (ecnu TpebyeTcs), MeToh W
KOHTPO/b cBapkn (2.1.1.1) n Tepmuyeckoir 06paboTkM nocne cBapkn (2.4.16) nNpu Heo6XOAMMOCTW, Hapasexa-
Lee obopyaoBaHue.

254 TexHnveckme TpeboBaHus K npoueaype cBapku; WPS [welding procedure specification (WPS)]:
3a0KyMeHTNPOBaHHble  TpeboBaHWs, KOTOpble OblM  aTTecToBaHbl W COAepXaT HeobxoAuMble napameTpbl
npoueaypbl cBapkm (2.5.3). obGecneunBarlime MNOBTOPSEMOCTb €€ BbIMO/IHEHUS BO BpeEMSA NPOU3BOACTBEHHOM
cBapku (2.5.15).

255 TEXHUYEeCKMe TpebGOBaHUS K CTaHgapTHoW npouenype cBapku (standard welding procedure
specification): TexHuyeckMe TpeboOBaHMA K Mpoueaype cBapku (2.5.4), atTecToBaHHble 3KcneptoM (2.5.29) wan
3KCMepTHbIM opraHom (2.5.30) nyTem ncnbiTaHWi Npoueaypbl cBapku (2.5.7), He CBA3aHHbIX C MPOM3BOAUTENEM.

MpumeyaHve 1 — CTaHJapTHas Npoleaypa CBapky MOXeT 6bITb AOCTYMNHA /IH060MY NPOU3BOANUTESHO.

2.5.6 npegBaputesibHble  TEXHUYECKMe TpeboBaHuA K npoueaype  cBapku; pWPS  (preliminary
welding procedure specification, pWPS): [okymeHT, cogepxawuii napameTpbl npoueaypbl cBapkm (2.5.3), ko*
Topasi flo/HKHa ObITb aTTecToBaHa.

257 ucnblTaHua npoueaypbl cBapkn (welding procedure test): Capka (2.1.1.1) u wucnblTaHuMe cTaH*
[apTHOro wucnbiTaTenlbHOro o6bpasua (2.2.1.5) B COOTBETCTBUM C MpefBapuTesibHbIMM  TEXHUYECKMMK Tpebosa*
HUAMW. NpeabaBAsAeMbIMU K Npoueaype ceapku (2.5.6), ¢ uenbio atrectaumm npoueaypbl cBapku (2.5.3).

258 LOMNpOoV3BOACTBEHHOE UCMbITaHMe cBapku (pre-production welding test): lWcnbiTaHMe Ha cBa-
pVUBaeMOCTb. MMelollee TO >Ke Ha3HayeHue, 4YTO M WUCNbITaHWe npoueaypbl cBapku (2.5.7), HO OCHOBaHHOe Ha
HecTaHAapPTHOM UCMbITaTe/IbHOM 06pa3sLe (2.2.1.5), XxapakTepHOM /151 NPON3BOACTBEHHbIX YCNOBWUIA.

2.5.9 yHKUMOHanbHoe wucnblTaHue (function test): lcnbiTaHMe cBapo4dHoro wmoayns (2.3.2), npoB.o-
OMMOe B COOTBETCTBUM C TEXHUYECKMMU TpeboBaHNAMY K npoLeaype cBapku (2.5.4).

2.5.10 MCMNbITaHUA MNPOM3BOACTBEHHOrO ob6pasua (production sample testing): WcnbiTaHne cBapHbIX
n3aennii, oTobpaHHbIX N3 HEMPEPbIBHOIO NPOM3BOACTBA.
2511 Nnpon3BOACTBEHHOE MUCMnblTaHue (production test): CBapo4yHOe uCMblTaHVWe, MNpPoOBOANMOE A0

npousBoACTBa WANM BO BpPeMs [MpepbiBaHWA MPOM3BOACTBA, B MNPOM3BOACTBEHHbLIX YC/IOBUSAX C MOMOLLBIO CBa-
poyHoro moayns (2.3.2) Ha peasibHOM NPOAYKLUN UM Ha YNPOLLEHHbIX UCMbITaTeNbHbIX 06pa3yax (2.2.1.5).

2.5.12 npoToKon artTectaumMm npoueaypbl cBapky; WPQR [welding procedure qualification record
(WPOR)]: TMpoTokon, cogepxawuii Bce HeobxoAauMMble pAaHHble A9 aTTecTaumy npeaBapuTesibHbIX — TexHU4e-
CKUX TpeboBaHWii K NnpoLenype ceapku (2.5.6).

2.5.13 HaKOMJIEHHbIA CBapouYHbIn onbIT (previous welding experience): OnNbIT, MNOATBEPXAEHHbI AaH-
HbIMW WCMbITaHWA, KOTOPble MOKa3bIBalOT, 4YTO YCTAHOBJ/IEHHble Mpoueaypbl cBapku (2.5.3) B YyC/NOBUSX NPOU3-
BOACTBEHHOW cBapku (2.5.15) paloT BO3MOXHOCTb MOc/fefoBaTesibHO MofayyaTb WBbl  Tpebyemoro kadectsa B
TeyeHne onpegeneHHoro nepruoga BpemeHMu.

2.5.14 ycnosusa ceapku (welding conditions): Ycnosus, Npun KOTOPbIX BbIMNOMHAKTCA CBapHbIE LWBbI.

MpumevaHne 1 — YcnoBus CBapku MOryT BKIO4YaTb B cebs hakTopbl OKpyxatolein cpefbl (Hanpumep, mMo-
rogy). CTpecc 1 aproHoMuyeckne OakTopbl (Hanpumep, LYM. Xapy, CTECHEHHble YCNoBuUsA paboTbl) U drakTopbl, OTHOCS-
lMecs K 3arotoBkam [Hanpumep, OCHOBHOW MeTann (2.1.1.7), noAroToBKy coefuHeHUs nof cBapky (2.1.5 J) v npoueaypy
cBapku (2.5.3)].

2.5.15 nponssBoAcTBeHHas cBapka (production welding): Capka (2.1.1.1), BbINO/HAEMas MpU WU3roToB-
NIEHNN KOHCTPYKLUWN [0 ee OKOHYaTesIbHOM cAaym KOHEYHOMY NoTpebuTento.
2.5.16 paboyas uWHcTpykuus (work instruction): YnpolleHHble TexHuM4Yeckue TpeboBaHWA K npouenype

cBapku (2.5.3) Ana HenocpeACTBEHHOrO NMPUMEHEHNS Ha NMPOU3BOACTBE.

2.5.17 ypoBeHb kauvecTtBa (quality level): OnucaHme kadecTBa cBapHoro wBa (2.1.1.3) Ha OcHOBe TuMa,
pasmepa 1 Konm4yecTBa yCTaHOB/IEHHbIX AedekTos (2.1.3.1).

2.5.18 obnactb atTtectaumm (range of qualification): WHTepBan artTectauuMmM A/15 OCHOBHbIX NapamMeTpoB
(2.4.4).

2.5.19 npUrogHocTb K npumeHeHuto (fithess-for-purpose): Cnocob6HOCTbL NpoAykTa, npouecca WM yc-
NYTU CYXWUTb ONpeaesieHHON Lenu B KOHKPETHbIX YCIOBUSIX.

2.5.20 cepus (batch): Habop n3 0OgHOM WM HECKOSIbKUX efuHUL, NPOAYKUUW, W3FOTOB/IEHHbIX 3a OAWUH
NPOU3BOACTBEHHbIN LK.

2521 cepus cBapHbiX wWBOB (weld batch): HeckonbKo LWBOB, BbIMO/IHEHHbIX OAHMM U TEM Xe cBap-
LMKoMm (2.5.24) nnun ceBapLinKom-onopaTopom (2.5.25) ¢ npmMeHeHneM o4HOWM 1 TOW Xe npoueaypbl CBapKu
(2.5.3).
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2.5.22 KBa/IngpmumpoBaHHoe nuuo (qualified person): JInyo, KOMMNETEHUUM U 3HAHMS KOTOPOro Mosy-
YeHbl B pe3ynbTaTe 06pa3oBaHunsl, 06yyYeHus u (Mm) COOTBETCTBYIOLLErO NPaKTUYEeCKOro onbITa.

MpymMeuyaHve 1 —[Ns AEMOHCTPAUUW YPOBHS KOMMETEHLUMW W 3HaHWI MOXeT noTpe6GoBaThbCsl aTTecTauMoHHOe
ncnbiTaHue.

2.5.23 koopamnHatop cBapku (welding coordinator): KBanuduuupoBaHHoe nuuo (2.5.22), OTBeTCTBEH-
Hoe 3a KoopauHaumio B cBapke (2.5.1).

25.24 cBapwmk (welder): Jlnuo, KoTOopoe AepPXUT B PyKe W MaHUNynNupyeT AepxaTesieM 3neKTpoaa
(2.3.8), cBapo4HOIi ropeskoii (2.3.9) nnn ra3oBoi ropenkor Bo Bpems cBapku (2.1.1.1).

2.5.25 cBapumk-onepatop (welding operator): Jlnuo, KOTOPOE KOHTPOAMPYET WAW perynvpyet no6oi
CBapouHbllii napameTp (2.4.1) nNpu NOSIHOCTbKD  MexaHW3upoBaHHoOW (2.1.1.10) wnAM aBTOMATMYECKOW CcBapke
(2.1.1.11).

2.5.26 HanlagunKk CcBapoyHoro obopygpoBaHua (weld setter): Jlnyo, KOTOpoe ycTaHaBNMBaeT CBapoyvyHoe
o6opypaoBaHue (2.3.1) onsi NOTHOCTbIO MeXaHU3poBaHHoO (2.1.1.10) nnu aBTomMaTn4eckoi ceapkm (2.1.1.11).
2.5.27 nponsBoACTBEHHas opraHmsauus (manufacturing organization): CeapoyHbIi uex wn (wam) nno-

Wwaaka. Kotopblii(as) HaXoAUTCA NOA, eANHBbIM TEXHUYECKUM YNPaB/ieHNEM 1 yrpaBfieHNEM Ka4yeCTBOM.
2.5.28 CBapouHbIli  koHTponep (welding inspector): KBanuduuupoBaHHoe nnuo (2.5.22). OTBETCTBEH-
HOe 3a KOHTPOJIb CBapku (2.5.2).

2.5.29 akcnept (examiner): /Inuo, Ha3Ha4YeHHOe A1 NPOBEPKN COOTBETCTBUSA NPUMEHAEMOMY CTaHAAPTY.

MpumeyaHne 1 — B onpepfeneHHbIX Criydasdx MOXeT NpuBeKkaTbCA BHELLHWIA He3aBUCUMBbIN JKCnepT.

2.5.30 3KCMepTHbIN opraH (examining body): OpraHu3auus, Ha3HavyeHHas A8 MNPOBEPKN COOTBETCTBUSA
npUMeHseMOMy CTaHAapTy.

Mpvm eva H 1 e 1 — B onpegesneHHbIX C/ly4asix MOXeT NPUBIEKaTbCSA BHELLIHWUI He3aBUCUMbI 3KCNepTHbI opraH.
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MpunoxeHne A
(cnpaBoyHOE)

ANaBUTHbIM yKa3aTe/lb TEPMUHOB Ha aHTNINACKOM i3biKe C NePeBOOM

Ha hpaHLy3CK1IA 1 HEMELKWUI A3bIKN

AHINNACKNI TepMUH Howmep DdpaHLuy3CcKuii nepeBos, HeHeuknii nepemp,
nyHKTa
A
A.C. weeding generator 2.3.6 GBndrateur de soudage c.a. Wechselstrom-SchweiBgenerator
Actual throat thickness 2.1.7.11 Gorge rdetle tatsachliche Nahtdicke:
Istnahtdicke
Airgap Cwm. gap (2.1.5.5)
Air-arc gouging 2.11.15 Gougeage air-arc Lichtbogenfugen mil Druckluft
AJl-weld metal 2.1.2.7 Mdtal fondu hors dilution reines SchweiBgut
AJl-weld metal test 2213 Essai du mdtal fondu hors dilution Versuch an reinem SchweiBgut
All-weld metal test 2214 Eprouvette d'essai du mdtal fondu hors SchweiBgutprobe
specimen dilution
Angie join 2.1.4.8 Assemblage en angle SchragstoB
Arc gouging 2.11.14 Gougeage A lare Lichtbogenfugen
As welded 2.1.29 Brut de soudage im SchweiBzustand
Automatic welding 2.11.11 Soudage automatique automatisches SchweiBen
Auxiliary material 21111 Produit consommable auxiliaire Hilfsstoff
B
Back run 2.1.821 Reprise 1 I'envers Kapplage
Backing 2.1.115 Dispositif envers SchweiBbadsicherung
Backing flux 2.1.11.9 Flux envers Pulver zur SchweiBbadsicherung
Backing gas 2.1.11.6 Gaz envers Wurzelschutzgas
Back-step sequence 2.1.8.29 Sequence B pas de pdlerin Pitgerschrittfolge
Back-step welding 2.1.8.30 Soudage 3 pas de pdlerin PitgerschrittschweiBen
Baking 2.1.10.12 Etuvage Rucktrocknen
Base material Cwm. parent material (2.1.1.5)
Base metal Cwm. parent metal (2.1.1.7)
Batch 2.5.20 Lot Los
Bead Cm. run (2.1.8.4)
Bead on plate 2.18.7 Passe depose aufgetragene Schweijkaupe
Bead toe 2.1.8.17 Raccordement Raupenubergang
Bevel angle 2.15.12 Angie du chanfrein Flankenwinkel
Both-side muftirun 2.1.8.27 Soudage multipasse des deux cdtds beidseitiges mehrlagiges
welding SchweiBen
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AHIAnNcAnn TepmMuH Komep DdpaHLy3CcKuii nepesos, Hewmelucmii nepesog,
nym KTo
Both-side single-run 2.1.8.26 Soudage monopasse des deux cdtes SchweiBen in Lage und
welding Gegenlage
Both-side welding 2.1.8.25 Soudage des deux cdtes beidseitiges SchweiBen
Buffering 2.1.9.6 Execution d'une couche tampon Puffem
Build up Cwm. building up (2.1.9.7)
Building up 2.19.7 Soudage de reconstitution Auftragung
Bum-off rate Cm. melting rate (2.1.8.9)
Butt joint 2.145 Assemblage bout £ bout StumpfstoB
Butt weW 2.1.6.3 Soudure bout h bout Stumpfnaht
Buttering 2.195 Beurrage Puffem
c
Capping run 2.18.11 Passe ternunale Decklage
Carrier gas 2.1.11.4 Gaz vecteur Tragergas
Chain intermittent weld 2.1.6.17 Soudures discontinues symdtriques Symmetrische. unterbrochene
SchweiBnaht
Clad steel 2.1.10.11 Acier plaque Plattierter Stahl
Cladding 2.1.9.10 Place ge Plattieren
Cladding process 2.1.9.11 Procede de placage Plattierprozess
Cold crack(s) 2.1.39 Fissure(s) £ froid Kaltriss(e)
Cold cracking test 2222 Essai de fissuration £ froid Kaltrissprukffig
Consumable electrode 2.1.10.3 Electrode fustite: electrode abschmetzende Elektrode
consommaWe

Consumable insert 2.1.10.2 Insert consommable; insert fusible SchweiBzusatzeinlageteil
Continuous weld 2.1.8.22 Soudure continue nicht unterbrochene Naht
Comer joint 2.1.49 Assemblage en angle ext4rieur EckstoB
Corrosion resistant 2194 Rechargement anticorrosion SchweiBplattieren

overlay welding

Cosmetic pass

CmMm. cosmetic

run (2.1.8.12)

Cosmetic run 2.1.8.12 Passe de lissage Kosmetiklage
Cracking test 2221 Essai de fissuration Rissprufung
Cross joint 21411 Assemblage de fils (ou de ronds) en KreuzungsstoB

Croix
Cruciform joint 2.14.12 Assemblage en croix Doppei-T-StoB

D

D.c. welding generator 2.3.7 Gé6nErateur de soudage c.c. Gleichstrom-SchweiBgenerator
Deep penetration throat 2.1.79 Gorge £ pdndtration profonde Nahtdicke nut tiefem Einbrand

thickness
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Deposit thickness

Cwm. penetration depth (2.1.7.4)

Deposited metal 2124 Mdtal ddposd reines Schweiftgut
Deposition rate 2.1.8.10 Vitesse de ddpdt Abschmelzteistung
Design throat thickness 2.1.7.12 Gorge thdorique Sollnahtdicke
Destructive testing 2231 Essai destructif zerstorende Prufung
Dilution 2.1.2.12 Dilution Aufmischung
Dilution rate 2.1.2.13 Taux de dilution Aufschmelzgrad
Dissimilar material pint 2.14.15 Assemblage mixte; assemblage de Mischverbindung
matdriaux dissemblables
Doubie-J butt weld 2.1.6.5 Soudure en double J Doppel-HU-Naht: DoppeKJ-Naht
Double-side welding Cwm. both-side welding (2.1.8.25)
Double-U butt weld 2.1.6.7 Soudure en double U Doppel-U-Naht
Double-V butt we id 2.1.6.9 Soudure en X Doppel-V-Naht
Drying 2.1.10.13 Sechage Rucktrocknen
Drying oven 2.1.10.14 Four de sdchage Trockenofen
Ductility dip crack 2.1.38 Fissure par manque de ductilitd; fissure Riss durch Verformbarkeitsabfall
due i1 une baisse de ductHite
Dwell time 249 Temps de maintien Verwedzeit
E
Edge distance 2.15.6 Distance au bord (de la p*éce) Randabstand
Edge joint 2.1.4.10 Assemblage sur chant StimstoB
Edge preparation 2.15.1 Preparation des bords Fugenvorbereitung
Effective throat thickness 2.1.7.10 Gorge efficace wirksame Nahtdicke
Electrode 238 6>ectrode Elektrode
Essential variable 2.4.4 Variable essentietle wesentliche Emflussgrdfte
Evaluation level 2.24.b Niveau d'dvaluaton Beobachtungsschwelle
Examiner 2.5.29 Examine teur Prijfer
Examining body 2.5.30 Organisms d*examen Prufstelte
F
Face bend lest 2232 Essai de pliage endroit oberseitige Biegeprufung
Face bend test specimen 2.2.33 Eprouvette de pliage endrod oberseitige Slumpfnaht-
Brogeprobe
Feather edge 2.154 Arete vive du chanfrein scharfe Sleglangskante
Ferrite number 2.1.2.10 Indice de ferrite: FN Ferri tzahl
Field weld 2.1.8.40 Soudure sur chantier; soudure sur site Baustellennaht
Filler material 2.1.10.4 Produit d*apport: matdriau cfapport SchweifLzusatz
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Filler rod 2.1.105 Baguette d'apport SchweiBstab; Stabelektrode
Fdler wire 2.1.10.7 Fi d'apport SchweiBdraht; Drahtelektrode
Fillet weld 2.16.11 Soudure d'angle Kehlnaht
Ailing run 2.1.8.20 Passe de remplissage Fulllage(n)
Finishing welding 2.1.8.14 Soudage de finition FertigungsschweiBen
Fitness-for-purpose 25.19 Aptitude £ I'emploi Gebrauchstaugkchkeit
Flare-bevel weld 2.1.6.18 Soudure en demi-v i bord 6vas4: aufgeweitete HY-Naht
soudure 4vas4e d chanfrein
Aare-V weld 2.1.6.19 Soudure en v d bords dvasds: soudure aufgeweitete Y-Nahl
evasee en v
Aux 2.1.10.8 Flux SchweiBputver
Flux backing 2.1.11.10 Protection envers par flux Pulver-SchweiBbadsicherung
FN Cw. ferrite number (2.1.2.10)

Full penetration weld

2.16.1

Soudure 1 pleine penetration

durchgeschweiBte Naht

Fully mechanized
welding

Cm. mechanized welding (2.1.1.10)

Function test

25.9

Essai de fonctionnement

Funktionsprufung

Fusible insert

Cwm. consumable insert (2.1.10.2)

Fusion face 2.153 Face d souder Kehlflanke: Fugenflanke;
Stimftache
Fusion line 2.1.25 Zone de liaison Schmelzlinie
Fusion penetration 2.1.7.3 Penetration Einbrand
Fusion welding 2.1.1.2 Soudage par fusion SchmelzschweiBen
Fusion zone 2.1.2.6 Zone de dilution aufgeschmoizener
Grundwerkstoff
G
Gap 2.155 £cartement des bords: jeu Luflspalt: Spall
Gas backing 2.111.7 Protection gazeuse envers Gaswurzelschutz
Gas shield 2.1.11.2 Protection gazeuse Gasschulz
Gouging 2.11.13 Gougeage Fugen

Groove angle

Cm. included angle (2.1.5.13)

Groove weld

Cm. buttweld (2.1.6.3)

H
Hardfactng 2.1.9.8 Rechargement dur SchweiBpanzern
HAZ Cm. heat-affected zone (2.1.2.2)

Heat input 2.4.10 Apport de chaleur Warmeeinbringung
Heat resistant overlay 2.1.9.3 Rechargement refractaire SchweiBplattieren

welding
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Heat time 2.4.11 Temps chaud Stromimpulszert
Heat-affected zone 2122 Zone affect4e thermiquement: ZAT Wermeeinflusszone: WEZ
Heterogeneous joint 2.1.4.14 Assemblage heterog4ne heterogene Verbindung
Homogeneous joint 2.1.4.13 Assemblage homogene homogene Verbindung
Hol crack(s) 2.1.35 Fissures) 1 chaud HeiBrissfe)
Hol cracking test 2.2.2.3 Essai de fissuration 8 chaud HeiBrissprufung
1
Imperfection 2131 Défaut (InregelmdBigkeit
Included angle 2.15.13 Angle d'ouverfure Offnungswinkei
Indication 2.2.43 Indication Anzetge
Intermittent weld 2.1.6.15 Soudure discontinue unterbrochene Naht
Internal imperfection 2.13.2 D8faut interne innere UnregelmaBigkeil
Interpass temperature 2.4.12 Temperature entre passes Zwischenlagentemperatur
J
Joint 2141 Assemblage; joint SchweiBstoB
Joint efficiency 2.1.2.16 Coefficient de joint Ausnulzungsgrad der Verbindung
Joint preparation 2.15.2 Preparation de joint SchweiBnahtvorbereitung
K
Keyhole technique 2.1.8.3 Soudage en trou de serrure; soudage Stichlochtechnik
en mode keyhole
L
Land 2.15.11 L8vre Lippe
Lap joint 2147 Assemblage £ recouvrement OberlappstoB
Layer 2.1.8.13 Couche Lage
Leg length 2.1.75 cete Schenkeldnge
Linear indication 2.2.4.3 Indication Itneaire linienarbge Anzeige
Liguation crack 2.1.3.7 Fissure par liquation Wiederaufschmelzungsriss
Longitudinal bend test 2.2.3.8 Eprouvette de pliage longitudinal Langsbiegeprobe
specimen
M
Macroscopic examination 2211 Examen macroscopique makroskoptsche Untersuchung
Manipulator 234 Manipulateur Dreh-Kipp-Tisch
Manual welding 2118 Soudage manuel HandschweiBen
Manufacturing 2.5.27 Constructsur ou fabricant Herstellungsorganisation
organization
Material backing 2.111.11 Support envers SchweiBbadsicherung
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Material thickness

Cwm. parent material thickness (2.1.1.6)

Mechanized welding 2.1.1.10 Soudage m&canisO: soudage mechanisches SchweiBen
totalement mOcantsd

Melt run 2.1.8.8 Ligne de fusion Blindraupe ohne Zusatzwerkstoff

Melting rate 2.1.89 Vitesse de fusion Abschmelzgeschwindigkert

Metallurgical deviation 21211 Alteration ntetaHurgique metaliurgische Abweichung

Microscopic examination 2212 Examen microscopique mikroskoplsche Untersuchung

Molten pool Cm. weld pool (2.1.2.8)
Multiple joint 2.1.4.3 Assemblage d joints multiples MehrfachstoB
Multirun welding 2.1.8.28 Soudage multipasse MehrlagenschweiBen

Multirun welding from
both sides

Cm. both-side multirun welding (2.1.8.27)

N
Nominal thickness 2.1.7.7 Epaisseur nominate Nenndicke
Nominal throat thickness 2.1.7.8 Gorge nominate Nahtdicke
Non-destructrve testing 2241 Contrdle non destructrf zerstdrungsfreie Prufung
Non-essential variable 245 Variable non-essentielle unwesentliche EinflussgrbBe
Nonlinear indication 2244 Indication non ImOatre mchtlinienartige Anzeige

0

One side welding

Cm. single-side welding (2.1.8.24)

Qverlap 2.1.8.15. Recouvrement Oberlappung

2.1.8.16
Overlay welding 2.1.9.2 Rechargement par soudage AuflragschweiBen

P

Parallel joint 2144 Assemblage 11 recouvrement total ParaltelstoB
Parent material 2115 Materiau de base Grundwerkstoff
Parent material thickness 2.1.1.6 Epaisseur du materiau de base Dicke des Grundwerkstoftes
Parent metal 2117 Mdtal de base metallischer Grundwerkstoff
Partial penetration weld 2.1.6.2 Soudure i pdrtetration partielle recht durchgeschweiBte Naht
Partly mechanized 2119 Soudage semi-eutomalique; soudage terimechantsches SchweiBen
welding partieltement ntecanisd
Pass Cm. run (2.1.8.4)
Penetration depth 2174 Profondeur de pdrtetration Nahtdicke
Permanent backing 2.1.11.12 Support envers subsistanl Bedage
Plug weld 2.1.6.12 Soudure en bouchon Lochnaht
Post-weld heat treatment 2.4.16 Traitement thermique apr&s soudage Warmenachbehandlung
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Prebeat maintenance 2.4.15 Temperature de maintien du Haltetemperatur
temperature prbchauffage
Prebeat temperature 2.4.14 Temperature de prdchauffage Vorwdrmtemperatur
Preheating 2.4.13 Prbcbauffage VorwSrmen

Preheating temperature

Cwm. preheat temperature (2.4.14)

Preliminary welding 2.5.6 Descriptif cfun mode opdratoire de vortautige SchweiBanweisung;
procedure specification soudage prdliminaire; dmos-p pWPS
Pre-production welding 2.5.8 Eprenye de soudage de prbproduction vorgezogene Arbeitsprufung
test
Previous welding 2.5.13 Experience en soudage voriiegende schweiBtechnische
experience Erfahrung
Production sample 2.5.10 Essai sur bchantillons de production Sticbprobenprufung
testing
Production test 2.5.11 Essai de production Fertigungsprufung
Production welding 2.5.15 Soudage de production SchweiBen in der Fertigung
Projected area 2.1.34 Surface profetee projizierte Fldche
Purging gas 2.1.11.8 Gaz de purge Spulgas
pWPS Cwm. preliminary welding procedure specification (2.5.6)

Q
Qualified person 2.5.22 Personne qualifide qualrfizierte Person
Quiality level 2.5.17 Niveau de quality Bewertungsgruppe

R
Range of qualification 2.5.18 Domaine de validity Geltungsbereich
Recording level 2247 Niveau de notation Registrierschwelle
Residua! welding stress 2.1.2.14 Contrainte rdsidueAe de soudage SchweiBetgenspannung
Robotic welding 2.11.12 Soudage robolise RoboterschweiBen

Rod Cm. filler rod (2.1.10.5)

Root 2.1.5.7 Racine Nahtwurzd

Root bend test 2234 Essai de pliage envers wurzelseitige Biegeprufung

Root bend test specimen 2.2.35 EpronyeHe de pliage envers wurzelseitige Stumpfnaht-
Biegeprobe

Root face 2.15.10 Meplat Steg; Stegflanke

Root gap 2.15B Eca/leten! £ la racine Stegabstand

Root gas Cm. backing gas (2.1.11.6)

Root of weld

Cm. root(2.1.5.7)

Root pass Cm. root run (2.1.8.19)
Root radius 2.1.59 Rayon 4 fond de chanfrein Fugenradius
Root run 2.1.8.19 Passe de fond Wurzellage
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Run 2184 Passe; cordon de soudure SchweiBraupe
Run-off plate 2.1.11.15 Appendice de fin de cordon Auslaufstuck
Run-on plate 2.1.11.14 Appendice de ddbut de cordon Anfaufstuck
S
Seal weld 2.1.6.13 Soudure d‘6tanché6ita Dichtnaht
Sealing run Cwm. 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 2.2.3.6 Essai de pliage cote Seitenbiegeprufung
Side bend test specimen 2237 £prouvette de pliage cbts Seitenbiegeprobe einer
Stumpfnaht
Single-J butt weld 2164 Soudure en j; soudure en demi n HU-Naht; J-Naht
Single-run welding 2.1.8.23 Soudage monopasse EinlagenschweiBen
Single-side welding 2.1.8.24 Soudage d'un seu! cdtd einseitiges SchweiBen
Single-U butt weld 2.1.6.6 Soudure en U U-Naht
Single-V butt weld 2.1.6.8 Soudure en V V-Naht
Site weld Cm. field weld (2.1.8.40)
Slag 2.1.10.9 Latter Schlacke
Slot weld 2.1.6.14 Soudure sur entaille SchlitzschweiBung
Solid rod 2.1.10.6 Baguette pteine Massivstab
Solidification crack 2.1.3.6 Fissure de solidification Erstarrungsriss
Square butt weld 2.1.6.10 Soudure bout i bout sur bords droits I-Naht
Staggered intermittent 2.1.6.16 Soudure discontinue altemte versetzte. unterbrochene
weld SchweiBnaht
Standard welding 255 Descriptif d'un mode operators de SchweiBanweisung fur
procedure specification soudage standard SlandardschweiBverfahren
Strength weld 2.1.2.15 Soudure résistante Festigkeitsnaht
Stringer bead 2.1B5 Passe dtroite Slrichraupe

Strip cladding

Cm. strip surfacing (2.1.9.9)

Strip surfacing 2.19.9 Placage avec Electrode en teuillard Bandplattieren

Stud welding 2.1.8.39 Soudage de goujon BolzenschweiBen

Surfacing 2.1.9.1 Rechargement Beschichten

Systematic imperfection 2.1.33 Ddfaut syst4matique systematische UnregelmSBigkeil
T

Tack weld 2.1.8.31 Soudure de pointage HeftschweiBnaht

Tack welding

2.1.8.32 Pointage

HeftschweiBen
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Tacking pass

Cwm. tacking run (2.1.8.33)

Tacking run 2.1.8.33 Passe de pointage Hefllage
Temper bead 2.1.8.6 Passe (Tautorevenu Vergulungslage
Temporary backing 2.1.11.13 Support envers temporaire Unterlage

Temporary weW 2.1.8.38 Soudure provisotre MontagehilfsschweiBnaht
Test piece 2215 Assemblage de qualification Prufstiick

Test specimen 2216 ~prouvette Probe

Tested welding 2.22.4 Produit consommable de soudage geprufter SchweiBzusalz

consumable

soumis d essai

Testing level 2245 Niveau d'examen Pnjfklasse

Testing organization 2217 Organisms de contrdle Prijfstelle

Throat thickness 2.1.7.6 Gorge Kehlnahtdicke

T-joint 2.1.46 Assemblageen T T-StoB

Torch 239 Torche Brenner

Trading gas shield 2.1.11.3 Protection gazeuse arridre: trainard mitgefuhrter Gasschutz
Transverse bend test 2.2.39 £prouvette de pitage transversal Querbiegeprobe
specimen

Travel speed 2.4.7 Vitesse d*avance Vorschubgeschwindigkeit

Two side welding

Cm. both-side welding (2.1.8.25)

w
Weld 2113 Soudure SchweiBnaht
Weld batch 2521 Lot de soudures SchweiBlos
Weld metal 2121 Mdtal londu SchweiBgut
Weld metal thickness Cm. penetration depth (2.1.7.4)
Weld pool 2.1.2.8 Bain de fusion SchweiBbad
Weld preparation Cm. joint preparation (2.1.5.2)
Weld run sequence 2.1.8.37 Sequence des passes de soudage SchweiBraupenfolge
Weld sequence 2.1.8.36 Sequence de soudage SchweiBnahtfolge
Weld setter 2.5.26 Rdgleur en soudage Einhchter
Weld thrckness 2.1.7.2 Epatsseur de la soudure Nahlhdhe
Weld toe 2.1.8.18 Pied de cordon Nahtubergang
Weld width 2171 Largeur de la soudure Nahtbreite
Weld zone 2.1.2.3 Zone fondue SchweiBzone
Welded joint 2.14.2 Assemblage soudd geschweiBte Verbindung
Welder 2.5.24 Soudeur SchweiBer
Welding 2111 Soudage SchweiBen
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Welding accessories 235 Accessoires de soudage SchweiBzubehdr
Welding conditions 2.5.14 Conditions de soudage SchweiBbedingungen
Welding consumable 2.1.10.1 Produit consommable de soudage SchweiBzusatzmrttel
Welding coordination 25.1 Coordination en soudage SchweiBtechnische
Koordinierungsaufgaben
Welding coordinator 2.5.23 Coordinateur en soudage SchweiBaufsicht
Welding cycle 2.1.8.34 Cycle de soudage SchweiBzyMus
Welding data 243 Donntes de soudage SchweiBwerte: SchweiBdaten
Welding equipment 23.1 Materiel de soudage SchweiBausrustung
Welding flux Cwm. Mnx (2.1.10.8)
Welding inspection 25.2 Inspection en soudage SchweiBguteprufung
Welding inspector 2.5.28 Inspecteur en soudage SchweiBguteprufer
Welding installation 2.33 Installation de soudage SchweiBanlage
Welding operator 2.5.25 OpSrateur soudeur Bediener von
SchweiBeinrichlungen
Welding parameters 24.1 Pararrtetres de soudage SchweiBparameter
Welding ptant Cwm. welding installation (2.3.3)
Welding procedure 253 Mode opSratoire de soudage SchweiBverfahren
Welding procedure 25.12 Procds-verbal de qualification d*un Bericht uber die Qualifizierung
qualification record mode opSratoire de soudage: des SchweiBverfahrens: WPQR
PV-QMOS
Welding procedure 254 Descriptif de mode opdratoire de SchweiBanwecsung; WPS
specification soudage: DMOS
Welding procedure test 257 Epreuve de qualification d'un SchweiBverfahrensprijfung
Mode op&ratoire de soudage

Welding process 2.18.1 ProcSdS de soudage SchweiBprozess
Welding rod Cw. filler rod (2.1.10.5)
Welding speed 2.4.6 Vitesse de soudage SchweiBgeschwincfigkeit
Welding technique 2.18.2 Technique de soudage Arbeitstechrvk beim SchweiBen
Welding time 2.4.8 Temps de soudage SchweiBzeit
Welding unit 232 Unitd de soudage SchweiBeinrichtung
Welding variable 2.4.2 Variable de soudage schweiBlechntsche EinflussgrdBe
Weldment 21.14 Construction soudSe SchweiBteil
Work instruction 2.5.16 Instructions de travail Arbeitsanweisung
Workplace 2.1.8.35 Poste de travail Arbeitsplatz
WPQR Cwm. weldrig procedure qualification record (2.5.12)
WPS Cm. welding procedure specification (2.5.4)
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AndaBUTHbIN yKasaTeNb TEPMUHOB, OTHOCSILLIMXCS K AYrOBOW CBapKe 1 onpefeseHHbIX
B CO 857*1:1998 1 ISO/TR 25901:2007, HO He BK/IHOYEHHbIX B HACTOALLMIA CTaHAAPT

TepMuHbI, NpuBegeHHble B ISO/TR 25901:2007 n MCO 857*1:1998 1 He BKJ/IHOUYEHHbIE B HACTOAWMNA CTaHAapT, nepe-

YMCneHbl HWXKe, eC/IN OHWN YCTapenn, CoKpalleHbl uan Bowsn B gpyrmne yactun ISO/TR 25901.

TepHun OnpegenexHne McTouHnK Howmep
noanyHKra
B
BydbepHbIii crnoi Cnoli Ha OCHOBHOM MeTaslfie ANns co34aHns HyHoro metan- | ISO/TR 2.50
Nypruyeckoro nepexoga K ouHasibHOMy C/1010 25901:2007
B
Bpewms HarpeBa Bpemsa HarpeBa mexay OBYMSA YCTaHOBJ/IEHHbIMW Temreparty- nCco 5.2.14
pamu. 06bIYHO onpefensiemMoe A1 MeTaslsia WBa WUanM 30Hbl | 857-1:1998
TEPMUNYECKOTO BJIUSAHUA.
Mpumep — o0603Ha4aeT Bpems HarpeBa oOT 500 °C
Ao 800 "C
Bpems o6¢cnyxmBaHus Bpems Ans BbINOSIHEHUSA 33fad, CBSI3aHHbIX CO CBapKoOW (Ha- nco 5.2.17
npuMep. 3ameHa 3/1eKTPOA0B, YAa/IeHVe LI1akKa) 857-1:1998
Bpemsa oxnaxaeHus Bpemsa oxnaxpeHua mexay [AOBYMS YCTaHOBJ/IEHHbIMW TeM- nco 5.2.12
nepartypamu. Kak npaswso, onpegensemoe AN WBa N 30HbI | 857-1:1998
TEPMUNYECKOTO BJINAHUA.
Mpumep — Fae — BpeMsi oxnaxaeHus oT 800 °C go 500 'C
Bpemsa nnasneHus Bpemsi, B TeyeHre KOTOPOro naaBnTCA NpUcazoYHbIi MeTasn nco 5.2.13
857-1:1998
r
ny6rHa NPOHMKHOBEHUSA TonwmHa mMartepuana, Ha KOTOPYH MPOHUKaeT ny4 (paguo- ISO/TR 2.266
rpacoms) 25901:2007
il
[BYyMepHBbI/ Ten0BOM TensnoBoli NOTOK NpW cBapke, UMetowuii coctasnsawwme, na- | NCO 5.2.26
NnoTOK pannerbHble NOBEPXHOCTU NJIACTUHbI 857-1:1998
[ BYCTOPOHHSS CBapka, Npu KOTOPOWA LWOB BbIMOJIHAETCA C 06eNX CTOPOH 3a- | MCO 5.1.6
ofHOMNpoxoAHas ceapka rOTOBKW 3a OAWH NPOXOA N KaXAbli NPOXOJ COCTOMT TO/SIbKO | 857-1:1998
13 OZHOTO Ba/INKa
[ByxnpoxofHas cBapka CBapka, Npuv KOTOPOl BbINOJHAT LWOB WK HaniasnsawT | NCO 5.1.2
crioli 3a ABa npoxoaa 857-1:1998
3
30Ha cBapku 30Ha pgetann wnu getaneil, rae cBapka BbinonHsetcs uam | UCO 5.3.9
BbIMOJIHEHA 857-1:1998
K
KncnopogHo-gyrosas Mpouecc TepMUYecKol peskn C ucnosb3oBaHuem TensoTbl | ISO/TR 2.255
pes3ka LYTU U pexyLiero kucaopoga 25901:2007
KoHelt wea Touka Ha nsgenuu, rae Wos npepbiBaeTcsa uam 6b11 npepBaH nco 5.3.8
857-1:1998
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M
MakcumanbHas ToswmnHa PaccTtosiHme OT camoii rny6okoii Touku nponnaenexdnss B | ISO/TR 2.224
wBa yr710BOM LWBE WIN OT KOPHEBOro Npoxoja B CTbIKOBOM wWwBe | 25901:2007
[0 camoli BbICOKOM TOUYKM MeTasina wea (06bIYHO n3MepseT-
€S N0 nonepeyvyHomy wady)
MecTo BO306HOB/1EHUSA Touka Ha n3genuu, rae ceBapka BO306HOB/SiETCS nco 5.3.7
wBa 857-1:1998
MecTononoxeHve MecTo Ha mn3genuu, rae npuxsaTka BbIMOSIHAETCA WU Bbl- nco 5.3.3
npuxBaTKn nosiHeHa 857-1:1998
H
HaknoH Yron mexgy MHWE KOPHSI U MOJIOXUrerbHol ocbio X. pac- ISO/TR 2.335
NOMIOXEHHOW Ha rOPU30OHTa/IbHOWM MJIOCKOCTU, B NpAMOiMHen- | 25901:2007
HbIX WBax (reoMeTpUs CBapKm).
MpumeyaHne 1 — HakNOH UW3MepsAOT NPOTUB 4YacOBOWA
CTpeskn
HanpasneHne cBapku HanpaBneHne, B KOTOPOM BbIMNO/IHAKOT CBApPKY. nCco 5.2.8
857-1:1998
MpumeyvaHne 1 — HanpaBneHne cBapku onpegensercsa
HanpaBfieHVEeM BbINO/IHEHNS BalMka
Havano wea Touka Ha u3genuu, rae WoB HauMHaeTCa Uan HavnHascsa nco 53.1
857-1:1998
(0]
O6pasel, 4na uchbiTaHus | O6pasel, NCMNOMb3YeMbIA NpU UcnbITaHMM Ha 6okoBoii n3rm6 | ISO/TR 2.327
Ha 60KOBOI M3rMb Nnakn- | NiaKMpyroLLero cnosi 6e3 CTbIKOBOTO LWBa 25901:2007
pytowiero cnos 6e3 CTbl-
KOBOTO LUBa
O6pasel, ans ucnbiTaHnsa | O6pasel, UCNO/b3yEMbI NMPU UCNbITaHMKM Ha 60koBoii 13rn6 | ISO/TR 2.328
Ha 60KOBOV M3rMb Nnakn- | NIaKUpyrLLEro C/iosi CO CTbIKOBbIM LUBOM 25901:2007
pyIOLLEro Criosi CO CTbIKO-
BbIM LLUBOM
O6pasel, ans ucnbiTaHns | O6pasel, MCNO/b3yeMbIi MpU UCNbITaHMKM Ha 60koBoii n3rn6 | ISO/TR 2.325
Ha 6OKOBOW N3rMG CTbIKO- | CTbIKOBOrO LUBa 25901:2007
BOro WwBa
O6pasel, 4na uchbiTaHus | O6pasel, WUCMNOMb3YeMbld MpU WUCMbITaHUM Ha M3rM6 kopHsa | ISO/TR 2.305
Ha M3rM6 KOPHSA CTbIKOBO- | CTbIKOBOrO LUBa 25901:2007
ro wBea
O6paz3zey, an1a ucnbitaHnsa | O6paseL, MCNOJb3YEMbIA MPU UCMbITAHUM Ha N3MM6G Naknpy- ISO/TR 2.124
Ha uM3rnb6 nnAakMpyrowero | lowero csos 6e3 CTbIKOBOro LiBa. Npuyem cfol nogsepraeT- | 25901:2007
cnos 6e3 CTbIKOBOTO LWBa CSl PACTSHKEHUIO C INLLEBOV CTOPOHbI
O6pasel, 4na uchbiTaHus | O6pasel, UCMOJIb3YeMblii MPU UCMbITAHUKU Ha U3rM6 nnakmpy- | ISO/TR 2.123
Ha M3rn6 nAakMpyroLWero | HLWEro C/iosi CO CTbIKOBbIM LUBOM, NPUYeEM c/0i nogsepraeT- | 25901:2007
C/1051 CO CTbIKOBbIM LUBOM | CS PacTsHKEHWIO C /INLLEBOM CTOPOHBI
O6wunii npunyck [Mpn noarotoBKe K cBapke MpuUNyck Ha pasmepsbl, y4uUTbiBato- ISO/TR 2.388
WMiA obLLee yKOpo4YeHue obenx geTtaneil B pesynbtaTe Bcex | 25901:2007
onepauuii Npu BbINOJIHEHMN LWIBa (CBapka [AaBfieHWeM, CO-
NPOTUB/IEHNEM. ONIABIEHNEM UV TPEHVEM)
OpHoBpemeHHas CBapka, Npu KOTOPOW LWOB BbINOSIHAKT OAHOBpPeMeHHO ¢ | NCO 5.1.7
[BYCTOPOHHAA cBapkKa [BYX CTOPOH 3aroToBKMU 857-1:1998
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OTHOC”Te”b“‘j'V' M — oTHoweHue adypekTnBHoro KMJ, npouecca Harpesa | VICO 5.2.24
acpcpexTuBHbIA KL npu N06OM cnocoGe CBapKkM T), K TakoeoMy npu ceapke nog, | 897-1:1998
npotecca Harpesa ®/IOCOM Mup.
MN=—
Myp
OTHOLLEeHWe A/TNH OTHOLLEeHVe A/IMHbLI Ba/IMKa K AJ/IMHe pacxogyemoro npuca- | NCO 5.2.31
BasIMKa 1 npucaaku [04HOro NpyTKa 857-1:1998
M

[NakeTHasa peska TepMnyeckas peska nakeTa niaacTuH, Kak npaswio, BmecTte | ISO/TR 2.352

CcXaTbIX 25901:2007
MepcoHan, lMepcoHan, KOTOpbIi HeceT OTBETCTBEHHOCTb 3a paboty | ISO/TR 2.438
KOOPAUHUPYOLLNIA CBapo4yHOro npousBoACcTBa WIN POACTBEHHOrO cBapo4yHoMmy | 25901:2007
cBapky NPOV3BOACTBY M KOMMETEHLUNN U 3HAHUS KOTOPOTro NOATBEPX-

AeHbl 06yyeHvem, o6pa3oBaHWMEM WM COOTBETCTBYIOLMM

NPOV3BOACTBEHHbLIM OMbITOM
MnasmeHHas peska Mpouecc AyroBoW pe3ku, Npu KOTOPOM MCMNONb3YT coxaTyto | ISO/TR 2.272

Ayry W yAansioT pacniaBfieHHbI MeTasll BbICOKOCKOpOCT- | 25901:2007

HOW CTpyeli NOHN3NPOBAHHOTO rasa, MCXoAsLen U3 naasmo-

obpasytoLlero kKaHana
[loBEPXHOCTb KOHTaKTa [MOBEPXHOCTb KOHTaKTa nocsne rnpuioXeHns cBapoyHOro ycu- ISO/TR 2.414
Mexay cBapvBaeMbIMn nna 25901:2007
netansamm
MosopoT Yron Mexay OCblo LUBa W MOJSIOXUTESIbHOW OCbk Y nnun nu- ISO/TR 2.311

HWeli. napannenbHo ocn Y, Npu M3MepeHUn nNpoTmeB 4Yaco- | 25901:2007

BOW CTpenkn B MOMEPEeYHOo’ M/I0OCKOCTU ceyeHus wsa (reo-

MeTpUsA CBapKu)
MNoppepxuBatowan Kycok meTanna wam gpyroro BcrnomoratesibHoro marepuana, | ISO/TR 2.24
noaknagka nnam MOMELLEHHbI Ha BEPXHEN MNU HUXXHEN MOBEPXHOCTU coeaun- | 25901:2007
Haknagka HeHWA ONA yaepXXaHUsa pacrsiaB/ieHHOro MeTasiia wea
MNogbem PaccTtosiHne mMexay KOHLUOM LWNUIbKU N NOBEPXHOCTLIO Ha- ISO/TR 2.212

[eTasd npu nogbemMe WNWAbLKMA M akTuBauum npouecca (npu- | 25901:2007

BapkKa Lnusek)
NocnepoBaTtenibHOCTb Mopsanok, B KOTOPOM BbINOJSIHAKTCA NPUXBAaTKN nco 5.4.2
CBapKn npuxsaTkamm 857-1:1998
MNporpamma Mporpamma, ycTaHaBfMBawwas Mopsgok u  HanpasseHue | MCO 54.3
nocnegoBaTesibHOCTU BbINOJ/IHEHNSA WBOB Ha n3genun 857-1:1998
cBapKu
lNporpamma ceapku Mporpamma, ycTaHaB/uMBalowWwas BCKH TexHos1orvw cBapkm | MCO 5.4.6

(HanpumMmep, nocrefoBaTe/IbHOCTb CBapku, YCNoBus cBapku, | 857-1:1998

napameTpbl CBapKu)
lNporpamma ceBapkun Mporpamma, yctaHaBnvBalowass MEeCTOMOJSIOXKEHNEe N pasme- nco 54.1
npuxsarkamu pbl NPUXBATOK N NOC/1IeA0BaTENNbHOCTb X BbINO/IHEHUA 857-1:1998
MNponssoauTtensHoe Bpewms, B TeyeTe KOTOPOro OCYLLECTB/IAIOT onepaLuio CBapkun nco 5.2.16
BpeMs cBapku 857-1:1998
MpounsBoanTeNbLHOCTb Macca meTasina wBa. HarnsaB/IeHHOIo B pasfesiky 3a eguHu- | MCO 5.2.32
HanaBku Ly Npon3BOANTE/IbHOrO BPEMEHWN CBapKU 857-1:1998
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MNpomexyTouHas d, — ToNWMHa NNacTUHbI, NPY KOTOPO TensiI0BOM JIOTOK AB- nCco 5.2.27
TOoNwuHa NAETCA NPOMEXYTOUHLIM MeXAy TPpexXMepHbIM U ABYMepHbIM | 857-1:1998

noTokamm.

MpumeyaHe 1—3aBUCUT OT MOrOHHOWM 3HEPrun

P
Pa3mep ncTto4yHmnka Pa3mep ncTouyHmka nsnyyenus (paguorpadus) ISO/TR 2.346
25901:2007

PaccTosiHne ot PaccTosiHue OT NCTOYHMKA U3/TyYeHUs1 0 NOBEPXHOCTN 06bek- | ISO/TR 2.348
MCTOYHMKaA A0 O6bekTa Ta. U3MepPEHHOE BAO/b LEHTPas/IbHOW ocuy nyda (paguorpadcus) | 25901:2007
PaccTosiHne ot PaccTosiHMe OT UCTOYHMKA WN3/TyYeHUs A0 MJIEHKU, U3MepeH- ISO/TR 2.347
MCTOYHMKA [0 MNEHKN Hoe BAO/b Nyya (pagnorpadus) 25901:2007
PaccTosiHue oT o6bekTa PaccTosiHne Mexzay CTOpOHoW o065yuyeHust o6bekTa ucnbita- | ISO/TR 2.246
[0 NNIEHKN HUS U MOBEPXHOCTbIO MJIEHKN, N3MEPEHHOE MO UeHTpasibHOW | 25901:2007

ocu nyya (paguorpadus)
Pe3 3a30p, ocTalWMiica nocne yganeHus MeTassia npy TepmMu- ISO/TR 2.204

Yeckoli peske 25901:2007

C
CBapka gBywMmsi Cm. NCO 857- 1:1998. Tabnuua 2 nco 7.2
rosioBKkamun (KonmnyecTeo cerapO4HbIX rO/I0BOK — ABE) 857-1:1998
| /)K0
XTT7777777777I7T7777A
1 — 3aroToBKa; 2 — NpucafoYHbIli Ve,
3 — cBapoyHas rosioska

CBapka HeCKOJTbKMMU Cm.: NCO 857-1:1998. Tabnuua 2 nco 7.4
rosioBKkamu (KONMYeCcTBO CBapPOYHbIX FOSIOBOK — 60/IbLUE TPEX) 857-1:1998
CBapka 0HOli rof1I0BKOM Cm. ICO 857- 1:1998. Tabnumua 2 nCco 7.1

(KONnMyecTBO cerapO4HbIX rOSIOBOK — Of1HA) 857-1:1998

1 — 3aroToBKa. 2 — NpUcagoUHbIi MaJIJI.
3 — cBapoy4Has rosiooka
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CBapka Tpems Cm. NCO 857-1:1998. Tabnunuya 2 nCco 7.3
rosioBkamu (KonnyecTBO CBapOYHbIX FOJI0BOK — TPW) 857-1:1998
Yy
[ — 3aroTtoBKa; 2 — NpUcagoUHbIi MeTan.
3 — cBapoyHasa Tosi0aka
CBapoyHasa onepauus Onepauusi, Npu KOTOpOl AeTa/in coefuHAT € nomouwbk | MCO 521
CBapKu. 857-1:1998
MpumeyaHne 1 — TMpun AyroBoW cCBapKke, Hanpumep, CBa-
pouyHas ornepauus cosnagaet co BpEMEHEM ropeHus ayrn
CKOpoCTb nogayu CKOpOCTb, C KOTOPOW No4al0T NPUCaA0YHbIA MeTaslsl. nco 5.2.10
NpUCcano4HOro MeTanna MpumeyaHne 1 — CKOPOCTb NoAadn onpeaensatoT Kak 857-1:1998
OJIMHY NpUcafoYHoro Metasina, NofaBaemMoro B equHuLy
BpemMeHun
CoeanHeHNe (CBapKoii) Co3paHne cBapKoli HeNpPepbIBHOM CBA3M ABYX Unu 6onee ae- nco 3.14
Tanem. 857-1:1998
MpumeuvaHne 1 — TepmuMH BBeAeH, 4TOObl pas3nyatb
Leniv CBapKu 1 HarsiaBKku
CoefMHUTEe/IbHAA cBapka MponsBoacTBEHHAasA cBOAKA A1 00LWero coegMHeHUs netanen 1SO/TR 2.203
25901:2007
Conpsraemas lMoBepxHOCTb OAHOW pAeTanu, KoTopasi npegHasHadeHa ans | 1SO/TR 2.125
NOBEPXHOCTb COEAVHEHUS C NOBEPXHOCTbLIO APYroi aetann ans opmMupo- 25901:2007
BaHWA coenHeHns
CTaHAapTHbI Matepuan MaTepnan, n3rotToBsiIeHHbIN N NOCTaBNsAMbIA B cooTBeTcTBUM | 1SO/TR 2.353
CO CTaHOapTOM UM TEXHUYECKUMN YCITIOBUAMN 25901:2007
T
TepmoLukacd HarpeTblii KOHTEHEep, B KOTOPOM BbiAepXuBatT cBapoyHble | 1SO/TR 2.185
Matepuasnbl ANA NpefoTBpaleHnsi MOBTOPHOW abcopbuun | 25901:2007
Baru, Hanpumep npu Temnepartype ot 100 “C go 200 ‘'C
TpexmMepHbIii TEN/I0BOW TensioBOI NOTOK NPU CBapKe, MMEKLLNIA cocTaBnsawoLwme, napan-| NCO 5.2.25
NnoToK nenbHble NOBEPXHOCTY NIACTUHbI U NepreHAnKyNsipHble K Heid | 857-1:1998
y
Yron Hak/1oHa wBea Yron mexay AnHuel KOpHA (MNu KacaTesibHOM K JIMHUU Kop- 1SO/TR 2.422
HA B C/lydyae KPUBOJIMHEMHBIX LLUBOB) U MOJIOXUrerbHoi ocbto | 25901:2007

X. pacnosioXeHHOW Ha ropuU30OHTa/IbHOM M/I0CKOCTU OTcYeTa,
npUYemM yros U3MepstoT B MaTeMaTU4eckym MONOXUTENTbHOM
HanpaBieHun (NPOTMB YacOBOI CTPEsIKN).

MpumevaHne 1 — KoopguHatHaa cuctemMa MOCTpOeHa
Taknm 06pa3om, 4YTOObI JIMHUS KOPHA Haxoguiacb B BepTU-
Ka/IbHOW MsockocTn (T. €. B M/I0CKOCTN — XZ) 1 ocu 6bian
HanpaseHbl HAPYXXy U3 Havasla KoopanHaT

30




OkoHYaHue Tabnuu#

FOCT P 58904—2020

TepMuH OnpegeneHHo McTouHnK Howmep
noanyHkTa
Yron nosopoTa wBsa Yron mexay M/I0CKOCTbH CUMMETpUM LWBa (NnHuen, coeam- ISOZTR 2.419

HSAIOLLEN LLeHTPbl KOPHSA LWBa M Noc/iefHEero cfos) u nonoxu- | 25901:2007
Te/IbHOW OCblO Y UNN TeHWeW. napainefnibHol ocn y. Npuyem
Yrosli U3MepsroT B MaTemMaTUYeCKn MOJSIOXKUTE/IbHOM Hanpas-
neHnn (NPOTMB 4acoBOW CTPenkn) B MOMEPeYyHOM CeyeHun
paccmaTpusaemoro Lwsa

(@

@

(€]

4]

(8]

(6]

(]

(8l

ISO 6520-1

ISO 6520-2

ISO 14917

ISO 15296

ISO 17658

ISO 17677-1

ISO 25239-1

IEC 60050-851

Bubnunorpadus

Welding and allied processes — Classification of geometric imperfections in metallic materials —
Part 1: Fusion welding (CBapka 1 poAcTBeHHble npouecchl. Knaccudmkaumsa gedekroB reomeTpum
1 CN/IOWHOCTN B METa/I/IMYECKNX MaTepuasiax. HacTb 1. CBapka nnaBrfieHMeM)

Welding and allied processes — Classification of geometric imperfections in metallic materials —
Part 2: Welding with pressure (CBapka n poAcTBeHHble npouecchbl. Knaccugpukaumsa aedekroB reo-
METPUM 1 CNJIOLHOCTY B METAUISIMYECKMX MaTepraniax. YacTeb 2. CBapka faB/ieHnem)

Thermal spraying — Terminology, classification (Tepmunyeckoe HanblneHne. TepMUHbI, Kiaccudgu-
Kaums)

Gas welding equipment — Vocabulary — Terms used for gas welding equipment (O6opynoBaHue
ONnA razoBol ceapku. Cnosapb. TepMUHBI, NpUMeHsieMble AN 060pyAoBaHUS AN15 ra30BOW CBapKM)
Welding — Imperfections in oxyfuel flame cuts, laser beam cuts and plasma cuts — Terminology
(CBapka. [ledhekTbl pe3a npu KUCMOPOAHOM, NasepHoi N nNaasmMeHHON peske. TepMUHbI)
Resistance welding — Vocabulary — Part 1: Spot, projection and seam welding (KoHTakTHas csap-
ka. CrnoBapb. YacTb 1. ToueyHas, penibedHas 1 LLOBHas cBapka)

Friction stir welding — Aluminium — Part 1: Vocabulary (CBapka TpeHMeM C MepemellnBaHneM.
AntomuHuia. YacTb 1. CnoBapsb)

International electrotechnical vocabulary — Part 851: Electric welding (MexayHapoaHbIA 31eKTpo-
TeXHUYeckunii cnoeapb. YacTb 851. dnekTpocBapka)
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