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L% GB 3375—82

1T THARSEATEH
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FUREE T M B R AT AL bR AR A RROR 9 B i S

2 —RAE

2.1 5 welding
B hnRE I, REEFAE G HSE AR, ETHARESH RN,
2.2 BERFRE welding technique
FRIGKRERETIRTRELEHNMGE R,
2.3 BEHFY: welding process
BN ENBRETE, WEIE. SEPRES A XBEZF BEERBEE 6. 0 2Ry
FENEFEANE.
24 BETY welding procedure
BERERRE R T M ERER, AEEEES MNER B TERE SRS BE
BRE,
2-5 EBELZHBEME) welding procedure specification
HER A LA M IMERBERGEN A, TRIEHBRSEE LRBETBENRENEN
.
2.6 BEERIE welding operation
BREEHEELEZRBEEI RO SHEENSERK.
2.7 BEWMF welding sequence
THELEBRERLWRANERKE.
2.8 BEEHi progress of welding
BEARRRERENRMBITM.
2.9 B#EER welding circuit
BEAENEOEBEARAS TN SE R,
2-10 ¥DO groove
R\FH R TERTE AR EHRERIM THEERRN — LB RS £SO EX L
K1,
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2.11 FHHT  beveling (of the edge)
ML KGR NEM T ML E,
2.12 HEIPE M single groove
HH R BT AR AR (AR R A D,
2.13 WEH T  double groove
YRRy §:ob: Ju N
2.14 BHE groove face
PR LD RE. L 2.

gom

2.15 BWOME groove angle
PO ER kA, RE 3.
2.16 HOMEAE bevel angle,angle of preparation
500 T3 T SR T 55 3 O i 2 (RT3,
2-17 #BEABR#  root of joint
AL A TH BT 3o, WA 4.
218 HWHMEBE root opening
BRI ERLHERZ AT G2, LA 3,
2-19 #WEES  root radius,groove radius
IR URBSENERSEA LS, LE 3,
2.20 #id#1  root face.
RS OB 3R AR L R R R R T B 34, W 3,
2-21 £k joint
HZAMREZAU LZHEABEAARELRENEY. KRB RN EERAS% BER M
ow KB T b R E A A B,
2.22 #34W|it  joint design
BREIFZGFTRAENELES BOBIARTURBER %,
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2.23

2.24

2.25

2.26

2.271

2.28
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SHEREL  butt joint

FWHEREHWE X TRET 135° /NFeRST 180°F AL, LE 1.,
AL  corner joint

PR KT 30°, /0T 135°k AA L, E 1.

T 3L - T-joint

—#$ZRES S —HEREHEE AT E AL, LA 1,
EHEXL  lap joint

A ERRRGEL, LA 1,

+FH3L  cruciform joint

EAMRERTEEAES, RE 1.

wWmERY, edge joint
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P ERBCEREGREZ A K AAKT 30°M B sREREL, E 1,
2:29 Bl edge-flange joint
FREORBAEED . BEELRTME MRS LE 1.
2.30 EEEL sleeve joint
B REEMAMNERETHIEAERNFRE TORBRAGEL LE 1,
2.31 #ixtERE scarf joint
BEER P LEE A B BEREL LE 1.
2-32 #EEL  lock joint
— MR RN E S — RS R Rk, WA 1.
2.33 B4 4& R base metal,parent metal
PR B RS,
Z2-34 #MEWEX heat-affected zone
REZTTHL RS, AR EZ RS (EHABF L) WEESHASMIRIEETILAR R,
2.35 TS#MK  overheated zone
REAERX P, AFIRARAKEN B EHHXE,
2.36 BERXUFLE (M EIIREARE)
REE SRR BT X, BB & SR AT B R 9 B b R iR LK .
2.37 BEKUFELR  weld interface
BRI SR B R RSN S,
2.38 B& weld
RESREREENEEB/Y.
2-39 BEKX weld zone
S5 58 B H A KR B
2.40 BB LBMIKX  weld metal area
ERERELRBTW ENBHRELRAKK. HEN, HEMXTARSRFCEN RS, Bl
B, R BT RS RS
2-41 FEAIBEE  cack weld
BRETVRRNEEW RGN BT AR SR,
2.42 AEBIHYE strength weld
B EREERZRFNRA,
2.43 HESEHEEE continuous weld
EGRENIRE.
2-44 WrEE/REE  intermittent weld
REBLAAR —E M ELE.
2-45 #1425k longitudinal weld
BB E S Aiay IR,
2-46 #1T4E ransverse weld
EETRAKEFMNERE.
2-47 8k girth weld,circumferential weld
NEERG L BN MRS,
2-48 WRReW184% spiral weld,helical weld
H BB E R T AR BB LEERT BRI RsE.
2.-49 HHIFELE seal weld
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2.50

2.51

2.52

2-53

2.54

2.55

2. 56

2.57

FTEATHERESRNIRE,
AFHEIRZE  butt weld

EEAGE O ERR - RAMBE 0TS B —FEREEQEQISLE, LA 1.

RS fillet weld
BRERREETRAHHLRIAIRENRSE, LE 1.
F 188k fillet weld in normal shear

BaKSRER AT IHELNARE, RLES.
T #1558 fillet weld in parallel shear

RN 5 IR oy AR FAT Y AR AR, LI 6.

==

-Ea)- (B9

&5 & 6

e —————

Wk #4484 chain intermittent fillet weld
THELAFMEAESKAR . REEEAFANEARE, LA 7.
SEEENTSE 14  staggered intermittent fillet weld
TREELFEMNEAZSENE KEEAHSNEEABR%, LHE S8,

Al 7 A s

M 188k convex fillet weld
BHEHAEN AR L9,
¥ A184E concave fillet weld
B Fm T MR AR, WH 10.

——-P
—a P

365



GB/T 3375—94

2.58

2.59

2. 60

2. 61

2.62

2.63

2.64

2. 65

36b

1958 7% B

nw
oL 3
/ﬁumwr %

o fre— L RN

B 9 & 10

eI L% edge weld

R ek BT T LA IS, R 1.

#J34  plug weld
W%H‘*ﬁ&-ﬁ*“ﬁ&ﬂ'lﬁ]ﬁ,%Elﬁlﬁqzﬁﬁﬁﬁﬂﬁﬁ&ﬁ‘]ﬂﬁ,REﬂﬁﬁﬁﬁﬁﬁxﬁi%ﬁ.
RHE 1,

WAL slot weld

PIRATR, P — S KA, KA R BT 15, SR M R 5 R R e,
HETEHE face of weld

125, IR P MR BT B AR SR

BEEE root surface

1RG AR PR AR BT Y W T T LRI AR S A

RAWE weld width

BEERERRRLZ MR EER, A 11,

9
AaEF BAEE

Bt

B 11

BEEE R actual throat

RSB RIE P, MR EH BB S maIES, W 9./ 10,

RS EEE theoretical throat
iﬁﬂ‘ﬁﬁﬁﬂ‘ﬁmfﬂﬂﬁgﬁJ‘i’ﬁﬁ%ﬁﬁﬁﬁ%?‘ﬁﬁ‘ﬂ?@ﬁ;ﬁﬁﬁﬁﬂ'"ﬁ'%ﬂ:ﬁﬁ‘@%ﬁﬁ
T P H@ﬁkﬁﬁ%ﬂzﬁ%‘?sﬂﬁﬁﬁ‘]ﬁﬁﬂﬂiﬁﬂﬁ%ﬁéﬁﬁ,?ﬁltﬁ.ﬁ?“ﬁﬁs'jl@ 9.
B 1o,
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2.66 184N convexity

MW A BRRRE R, BR AR SRR Z FEBKIER, LE 9.
2.67 JREEINEF concavity

B R REE b, Bl ER SRR Fe R CER, LE 10,
2.68 1Bt weld toe

B RE SRR, WA 11,
2.69 1BM fillet weld leg

AESNEREP N A EATLARLD S - TEATERERHR/MER, LA 9.5 10,
2.70 BER fillet weld size

EfEaRREPELNRASEEAN=ALTESADNKE, LA 10,
2.71 #& depth of fusion

FERBR L BRBE L, A S AT R A L BRI, WA 12,

—YQNI re—y
1 =T

& 12

2.72 BEEREEE form factor (of the weld)
poant, EEHEARRTE LESARE B SBHTEEE DM L Ee=B/H) , LA 13.

2.73 #% weld reinforcement
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HEBHREER EEN R ERSROBATE, LA 14,

2.74 B weld root
RETES BHOXER L, WE 15,

A 15

2.75 BB  axis of weld
AR SRR T LT DR K T R
2.76 BEBKE weld length
REBTRMB T MK E.
2.77 BE#ER weld metal
BRRENER., —BIEXENBHRRATSRAEEEERNBEI2R.
2.78 BETY welding symbols
EES LRERET R BB ERRTERERATHEE,
2.79 FIJ8 manual welding
FRME R RRETR SR k.
2.80 H3® aatomatic welding
AASREEEZRSBREREHBRE S,
2.81 HIMALIREE mechanized welding
RIE B A BT AR 4 JC 1% 3 B R B AR AR R T R 1 2 0 B R 4 AR i ok
2.82° 2frff tack welding
HRBCHE 2 B E L M B TR TR R,
2.83 HEHE#EH  continuous welding
K SER AR LR ST BT I R,
2.84 W%  intermittent welding
HELSERERE - MR8 HTa R,
2-85 XEJE  butt welding
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B R LT RS,
2-86 18 fillet welding
Ky AR T AT R AR,
2-87 ##¥4{ lap welding
B R R EELHITHIRE.
2-88 #AUM flange welding
BHRER L ETHRE.
2.89 ¥[8  shop welding
EFEMEFETHRE.
2.90 T8 field welding
BREGHAE T ERERMFTHRE, LHRRGRE.
2-91 #BGEEHE) repair welding
RGO GEE B O UI I LR R AW ) a0 sk B T S /TRy 48 .
2.92 BES¥ welding parameter
REN, HRIEBSERETEEN SNSRI M BEER . ENBRESEHE REXS)N
%
2.93 #BEEHRE  welding current
RN, B EE R B H.
2.94 BEXEE welding speed
B e R AR S B,
2-95 EBIMHEE striking voltage
PEf s IS M AL R K.
2.96 WIHE arc voltage
B (R Z R EE.
2.97 #M A  heat inpur
R HEERES A QR KERE Mg,
2-98 i54LEE melting rate
RSB SRR ERUNE AR TR R E.
2.99 #BUEH  melting coefficient
IR R P A W B R Y L RS (AR 2O M IS R (g/(A - h)),
2.100 W EF deposition rate
BHRAES, AR E A ERESH LSRR kg/h).
2.101 4 EW deposition coefficient
WASES, SR, RAUNRIN, RS EROBRERG LS RE /(A -h).
2.102 &E&NEREY transfer efficiency;recovery (of an element)
BREHANTNSET RN B RPORBSHEBSENESH.
2-103 W HFE deposition efficiency
BRERESEBLARKTERGEEHRES . BLBRNESIL.
2.-104 REHRE wire feed rate
BRE, BA R E AR A AR B R R B A B
2.105 RPS|EHE shield gas flow rate
SERPEN GBS SEREXEBERORPEORE. &% R HTHE.
2.106 BZHPEE distance between wire
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2. 107

2.108

2.109

2.110

2.111

2.112

2. 113

2-114

2-115

2-116

2.117

2. 118

2.119

2.120

2-121

2.122

2.123

2-124

i7o

FERAFREMEE U PR LB BRI S EREZLNER.

R dilution

AR ERZ A BENBATIENERTSEREGETTHEMEMBAREE
MRS REREPHS FRILERE.

W  preheat

BT RRET TR 2GR AT M TEH K.

G postheat

BRERTIMEHAH2RGERBETMERRE, FHELH T EME. ERSTESRL
B,

HishiE HE preheat temperature

EREHETZHHE HRFEAINNERE.

G  postheat temperature

ERBELZNAE, S RARERHMRE.

EREE (B REIRA)  interpass temperature

ZREEZEBN, ERRESREE 2N, HHSERNRENRE.

/A as welded

BEARSHE B RS EMLEARE.

BEMIEIF  weld thermal cycle

EREREERT  BA LE SN EBE e R R,

BB EY welding temperature field

REE R R —REREEL L& QRIS ARS, B AFRERNPEERER.

B it®  postweld heat treatment

15 o B IR e Sk iy ZH SR R B I BR AR AR Y T AT M) b

1B weldability

MEEREORELAT THERBAZITERMAE HAEEMECREERAOE L. B84
AR VEEFE BAXEERERAEROMERYEE,

BIEH IR weldability test

FER MR EAN KR, Flm REREGAR B T FHERE LR MRS,

BIEN ) welding stress

RBEM G RERTEHANA,

BRER AN residual stress

BRERBERANNERENS,

BEAXE welding deformation

BEHEET=EMNETR.

BERAKAER  welding residual deformation

BB EREHEE.

PHE restraint intensity

WRBERLE M — A B R, FIRERD RS SR ERRERELR
WRIB A A R R R B AG R KE E 2 AN/ TR RREEL E
RABMWETH AR, BESRRKE FFRTEN KN,

W2 carbon equivalent
ERTEETREERONTREAFALRRTERAONES SR TENEEMRB RS —fb
B,
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2.125 ¥ ®#E diffusible hydrogen

REXPEEE hy Baze A —Ho R,

2-126 AE  residual hydrogen

REFTBARTREFENRETRERPHE.

2.127 184 weldment

PRI A A .

2.128 JRHEZER  welding shop

PAAE PRE R E A M,

2.129 Hi% electrode
BRI LSRR, E RS SEHEARE G/ S TS St &R R

EN-FOR Tet 1 N-T N
o FELR I 45 T L S B A 1 T R R AR

2. 130 #1ks8t consumable electrode

2.131

RN AW E N AR SR iR,
1BERHHF  welding cycle
ER—TEAR - AEEFCENETEF.

3 RBEAE

31

3.2

3.3

3.4

3.5

3.6

3.7

3-8

WIRUEIB)  fusion welding

BREL M ERBELUERBHENEE .
%7 molten pool ;puddle

RN EBERRENT R ERERNRE € LAERHBESERBD.

alBt  crater

IMARE, i T SR R IR X, A8 R B R B 4.
2R  deposited metal
TEHETSRELCEFRERANBEER.

IS F  build up sequence

HR S L R, RS LS BEMNKBYE, LE 16.

WiE

|

& 16

—
_——
——
—_—
[——
—
=3

{8i8 bead

B-RBRNERN—&pERs. RE 16,

WEIRE  root bead

ZREN, EELRPEENRE.

$TE48E  backing bead

B OMERN, ERTSEGEYRERMBE. LHE17.
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A

ITERE

17

3.9 HEMHE back bead
BEMBEORTE N ESSTEMEENRAREETHETEASERT). LHE 18,

3.10

311

3.12

313

3.14

3.15

3.16

317

3.18

319

372

T,

L\

e

A 18
%% penetration bead

R — BS80S 2R 0 RE , — R IR I R E48E, R 19,

VRN

B 19

#zhI8iE weave bead

Byen, R ER S Y B R AR .

188  stringer bead

B, iR R, BRI BT R ARE .

R ripple

Ak F T Ly R L.

ME layer

ZEANNE—M4E. SMIETH -FBESULAFEBENRERAR, LHE 16.
BRERM  welding arc

HAEREREN . R - aENEERARBRSEHH,. ELEN RFTEENBATRA
R ERE.

F|: stiking

FARE, Gl Wy,

HMBEH arc stabilicy

ENARBRERRERE LN . BENERKS NERE.

HIMPER arc stiffness

EREHNREESHNER T, BB R R aEENRE.

M A arc force
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320

3.2

3. 22

323

324

325

3. 26

327

3.28

3.29

3.30

33

3.32

333

3.34

BWFRAERTERIIERA S, BT B IR MM AR TURIER .

B ¥¥E dynamic characteristic of arc

P —E RN, Y e a R A R ke, aMBES B RABEMNEZRAXE,
B ¥  static characteristic of arc

BN . SENBEARLE —SHEET B RREREE SRR SHABETLHXR.
— R FRAR- T

MM pulsed arc

B kb iy A g R Ay RN

Wi forceful arc

L PNl FE (R ) PRV (L, STR B X B ER.

BN soft arc

B3 R L, ERE LA BN,

B A HMY arc seli-regulation

AL R MR+, MR 2 SRR, BRE S RAEN H SRV REANRKRONE.
B R AK (BERIR)  arc blow

BN AOERM >~ EMBr AR,

i arc length

8 v, O T ) (T L B L R R E D A MR W .

T  metal transfer

PE N R TN RSB SR, T SR R =R A
BRI ®) globular transfer

2 SRR Ik B i RV IE S, RE 20(a).

= (7 0
A G 8

(a) (b) {c)

A 20
ST short circuiting transfer
% (AR L) WA 1R S 1 AT R M, i TR AU #1910 I, BB i iE N
SR RE 20k,
W ¥ spray transfer
556 2 40 /BB 3E LA SR A B e N T ot B K WA 20¢e) .
Bkt ¥ pulsed spray transfer
R Ak RERAMN S,
B4 polarity
HHEIEREN WA, B eaR k. B8 ERMK Y IER ., & A8 .
IE$E  straight polarity
B QRER, SREE RAMRAESN.,
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3.35 K4 reversed polarity
BAEEBEE AR, BREAFEERNERE.
3.36 BEME welding position
ARt R EPT AL H ERALE O RS RIR AR AR RR ., AR R BE A e
B ¥,
3.37 B4#fa  inclination of weld axis
REME 5K TE .2 Mgk, WA 21,

& H MW

) L’— B LG
o EA

— LiEHM

Bl 21 1RskAH

3.38 174%¥fH weld rotation
REPCRERMETRPLELOMKTLRE Y gy . WE 22,
339 FEME (lat position
RN A o° BB M W BENE, WA 23.
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b

€a) S=0°(R3I60 )R R=90"FHLENR (DYS=30°"RR=270CWITIHEMNE

R L8

Bl 22 {REFMH
3.40 BB{r¥E horizontal position
1RERIF /A 0°,180° 1R ER 4 A 0°, 180" W R B, LI 23,
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3N

3.42

343

344

3.45

3. 46

3. 47

3.48

3.49

376

-Y
B ol ——]

A 23 HEME
PA—FHRUR PB—FABEE PC—MBLR PD—MEHLE,;
PE—WR i & ,PF— X RER PGB R
MABHIE  vertical position
1SR 90°GLRA £),270° LI FOM 2 B RIE 23,
B ¥ overhead position
HEERMIMA 00,180 ¥ 270°89 1R A B L LI 23,
F AR E horizontal vertical position
FAEURBREA 0°,180° H A 45°, 135" AR ERE 23.
M ABRME horizontal overhead position
foi A 0°,180° 8% A 250°, 315°0) A AR A B WLIE) 23.
4R flat position welding
TS E B TRRE.
MR horizontal position welding
MR B TR R,
UM vertical position welding
EVRUERTHRE.
7148 overhead position welding
ERA R B TR R,
MR fillet welding in the flat position

T A+ FREM ML T FEME T HIEE.



GB/T 3375—94

3.80 b8 vertical up position welding
SEARES R B TR LT AR
3.81 W Fid§  vertical down position welding
SRR IIE R RR TR,
3.52 418  horizontal vertical position welding
#FARVE R,
2.53 {jf4 horizontal overhead position welding
MR B MR,
3. 54 {#4E inclined position welding
1B B TG E G O PR E MM B BT A R,
3.55 K423 forehand welding
SR IR I SR I ] 3R Al IR ) AR AR B R 1R
3.56 H¥EE  backhand welding
BEREAE LR ERBD, BN SRR BRERE.
3.57 E B4 backstep sequence
WEEBAENSRETR. 2B BREE W 5B RERE K7 BRI RESE. LHE

24,

BEMEK AR

IWEFIIN I ran D BRRW By NN
1
—p— = 3——

| 2 3 4 3 g

H 24 JrBBEETE
3.58 Bk skip seguence
S5 4R (R S 1 B e U WO A 1) 4r BRI R R, SE B SR BB 1R EE . LI 25,

M7

E 25 &0 BT

3.9 BH1E welding by one side

REREL oy —H (D R B,
3.60 X4 welding by both sides

EFEL AT E (D REHRE,
3.61 #iE/H single-pass welding

R — R B0 e U RIF AT TR R IR,
3.62 #£EIME multi-pass welding

s 4 DA AR 5 R R R SR R EAT R 4R B, LI 16,
3.63 Z£E4H multi-layer welding

HBHRFEAU NEE AR R E RV L 16,
1. 64 4rEtZEM  block sequence welding
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3. 65

3. 66
3.67
3-68
3.69
370

3-71

3.72
3.73
3.74
3.75
| 3-76
3.77
3.78

3.79

378

PR RER D RE TR ELEACHENGEHT £ B8, RS e B B s T e
B, 0E 26,

e lppn e t
3 g - i1 _}
‘__g: ?*_103
He 3 i ¥E
HAHRE
.4_._3;‘;.‘__1? A.' AN ‘920 ,1112
bl PR 5 1 v
s S oo 5 > '73_—-_"'910
(¥ 26

#IE  surfacing

ARREBRE R R A A E R RE RS RSN A RS R a8,
e AWS B SR R 4R 8K buildup, 535 2 i 45 T S04 HEA2 8K cladding . % 2
e} P 3K ) HE AR BR hardfacing , A% % T8 AR 43 #E R S V6 I B9 BK buttering .
W HEAE  strip surfacing

& A R4 AR T HER M .

1THEIE  backing welding

FIRIRER R, RITRARE .

HIEE back welding |

HIRREAGE, R HRBIE",

W welding with backing

OB R EEEN R REN T k.

B7 848 welding with flux backing

AR e+ B P 348,

48 oxyfuel gas welding

AR KRR BN EED, B YRR BRI S MR a Bt R
.

H LRI oxy-acetylene welding

MBE O REATREN T

%4 oxy-hydrogen welding

MASEBHTREN .

H W oxy-acetylene flame

ZHRE FIR AR BT A K

HEMH oxy-hydrogen flame

HEREMPRPFTIE B KIE .

F¥E4%  neutral flame

ARG X BE Tt B LR HE B B KA.

%  oxidizing flame_~

KEFESRAE ERBBESI TR - FELENTEK.

AL GEJEHE)  carburizing flame (reducing flame)

AP ERHWHR RHECRGEFER, WG —EMNBRIEHN XA,
a5 cone

KAG ST IRAE (REVE LAY B R A R34 WE 27¢) . (b),



GB/T 3375—94

3- 80

3. 81

3. 82

3. 83

3.84

3.85

3.86

3. 87

3. 88

3. 89

3.90

39

3.92

3-93

3.94

3.95

#t PIi% e Hi g

(a) BIbIB (b) "k
& 27

M43 internal flame

KIEPERSEL R GRS TR ERE . Rasibaha i, RE 27¢G).
#ME {lame envelope

K P BEGHE S PR KOG, W 27¢a) (b)),

— K #REE  primary combustion

MR ETER S S SR E PR . —RKRBIE A JOE M — K k9.

" W#REE  secondary combustion

—~RBREATETYENETSERRET ERRBENRAT IR REE. =R L1 408
=K.

KIBBREH  flame stability

KERBENBERE., URERSEER K G K CK IR F Y — o 5 B4R ) By B 3
k.

BAH mixing ratio
ERELEES(FEFDETRESEAR S LG, BRE T KEREREMESEE. Bk
PR B PR R BTR L BRI IR & ),

HHBIE  oxyluel gas welding torch

SERKVEEHEN B T R ABETEEN TR,

HEAR(FDE  low pressure blowpipe

AR ERS ARG HREASHSBSHEGEHE, Sa#cy EERGHE.
FEREABEDIE  high pressure blowpipe

FRETRSBENHE BATEDEAMRTAS B CVE VB (EBDIE,

B HPAHLE  combined blowpipe for cutting and welding

R —EE L3 LSRR TR B LSBT TSR ER,
ZHREER  acetylene generator

BEMKSHARITHEEINPE—FE RS EE,

BEZHBREER low pressure acetylene generator

PAERENMET 0.006 9 MPa Z Sk M 2t 2458,

PHEZMRESET medium pressure acetylene generator

FERENN 0.006 9~0.012 7 MPa Z RS KH 2 He k58,

MIEF  gas regulator

HEESERIBRESEMNFETER.

[}k backfire

KEHEERCHEFENSEDE, HE KRR EH SR,

ekl k  sustained backfire
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3-96

3.-97

3-98

3.99

3-100

310

3-102

3-103

3. 104

3.105

3-106

3107

3.108

3.109

3-110

320

KA B AR GBI B A E R B BB AR AR (GRDAE , T7 1A gy 0 B 5% Sty
7,
El4E  flashback
KAGHELR (BIEHHARKE R Z PR W ATRER B Z 5 M, of 1 B SR R & i o 2
.
Bl#  backflow
h i S E RGBSR R XL X AR ] R O R AR .
o] k fEEs 28 flashback arrester
RERBIBERE LT LEARIERR VTR BHRRER, -RE KBRS T,
B4R arc welding
A R ILTE AP T B R 7 i, AR IR .
B %&BIIE shielded metal arc welding
AFLRHEFHTEEN B,
H B gravity feed welding
B AR R S IR X MESR R, S — R R OB R L SHRE IS B R TR
BB RN TRETREN —-MHREHREERE,
WiIN4E carbon arc welding
F A R T RN IR TR,
IR slot welding
HHEBMBETRTH RIR,
#E4R  plug welding
REBEEIFMHATHRINE.
R1518 deep penetration welding
R —ZRBRELESEHRAUEBARERENREY.
B8 stud welding
e BAE —d S (R MO RETER ER S SRMEELE S8~ EHERERY
FiE.
HILEE  acc spot welding
Ll B S MR TR LSRR B, BN SRR S 5%, ULE

ﬁ' FO=0=

A 28

H/E submerged arc welding

B IR AE R0 2 T R AT IR B T B

L4 EIIR  multiple-wire submerged arc welding

HERHU ERETRE - FRENEIE,

SERPEI/  gas metal arc welding (GMAW)

RSN AE A R B RS B AR KA 3R, R R,
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311

3112

3113

314

316

3.116

317

318

3-119

3-120

3121

3.122

3-123

3.124

3.125

3.126

3.127

3.128

3129

3130

S AL kR4 CO, shielded arc welding

FIF CO, EHRPSEHIARRPE. HBIHKCO,A.

S electrogas welding

JEAR SR, e LT RS RS R (B ARBHX R AR RFHBEK, off i 45 48 AL E
By — R AR B E I CO, RPN, ER ARPELN TR RFS.
VSRR 48 inert-gas welding.inertgas shielded arc welding

16 A R AR AEN KRR

WM SRR PE  gas tungsten arc welding (GTAW)

i s S IE L B LS RIS S BN SARPR.

AL REE SRR metal inert-gas welding

8 s R i LR TR .

$I4E argon shielded arc welding

A EASENRPIENERPS.

B SR argon shielded arc welding-pulsed arc

) F BB L AR Y 3 e DAY vy S , 35 RSV HE i — T A 4 e o £ B 2R e S
PAAE b 4 R 3 H i W L B S BLOIR .

AR E AR gas tungsten arc welding-pulsed arc

1 AR B9 Bk v B AR

AL Kb M4 gas metal arc welding-pulsed arc

95 F 43 A, e BB AT Bk e LR

FIE helium shielded arc welding

¥ AASERPSENIERPR.

BESHEAEPE mixed gas welding

MRS FSE S EAHRNESSEENRPSEHSERTE.
MR PR flux cored arc welding

KPR A TE R AT BN TR A R SRR PR B RS TREN TR UH B IRTAE
#

w48 plasma arc welding(PAW)

£y MR RER KB B R EENSEFIITREN T .
BT  micro-plasma arc welding

FIR/DEFECER/DNT 30 DFTERENSHETNS.

B EE 7648  pulsed-plasma arc welding

A R TR RN TR

B EES  plasma arc surfacing

ST AR R

P I transferred arc

SEFIEN . FER5RGZ B LYSH TN,

B H  nontransferred arc

SEFIEE . DHARREN, ERR SRR NRTHFE TN, WHRSHTE.
EE AR  keyhole welding

EIEREHER TR EERERIESAGERBEH BRI,
BEREIEY:  penetration welding

Bt PR RRGMREER. MRERE.
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313

3132

3.133

3.134

3.135

3.136

3.137

3-138

3.139

3.140

3. 141

3.142

3.143

82

E4aWE¥E  constricting nozzle

FRTERPTTESEETUNXRRENZ—, EXalERRENRESHER. SRR
SR KRB, BLIE 29,

d

i 29
d-ERGEBMWAR! - FLEKE /4Rl

ERWEETLE  orifice diameter

EFWETOCAMER. THEEZREEFIENER, LA 29,

fLiEK®E orifice throat length

Egme b oA ENKE.

SRR —Er, LA K, KR EH AR, LE 29,

fLiiY orifice throat ratio

EEBEAERKE SABERZ L, RE 29, ER7FZBHEN ERISE.

B TS, orifice gas

FETRE B RN, LS EF RS,

BB A EAERUER ENES VAN A ESSSRE AR ASOERA
HX.

EEBRME narrow gap welding

BARM B B AH R O R AT MR O A EH TR R, RSP R EN
RN EEETHELRENSRERERE,

BFZE/B  artomic hydrogen welding

ATREAEARR L ENERRSBEFE T SEEEAZAEFTE S I TLARME R
B, LUt SRR BT R RN .

H R, electroslag welding

LD o O A A A T P A R e B BT R T . ARE AR B TR, H A MR
AR RREERE SRR,

Hih  slag bath

HERLET RN RS A A LENE - S RENRSSE.

HFHIE  electron beam welding

MAMEMRENE TREHE TETXEEZ THEAIT =4 R TERN T3,
BT electron gun

RTHREI PR BT, AR RENEE. TERR. R HR. FREE SR,
MR E  accelerating potential

BT, B LA e T 2l i B AR A AR 22 6T A o 1

Wil beam current

BT B 40 AR AR S 3L (61 19 i o T SR L 37
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3-144

3-145

3. 146

3147

3-148

3- 148

3.150

3191

3-152

3-133

3. 154

3.155

3. 156

3-157

3. 158

3-159

3.160

3- 161

3-162

3.163

HFHIh#E beam power

W, 7 A PR 3 A (] PR E A AR B, BRI o TR S R Y R 7R

B4R laser beam welding

LB i BOC TR PR 0 RE TR SR SR BT P A Y B AT IR R T R

K F4E  under water welding

KT R T . BHK TR A TR BAMRRT =5,

M| FE A thermit reaction

s CmEs S E g 2 AR Rm - EREN., CHEEFYABREBSERTEE.
A4 thermit welding

5 89 A5 5 04 )RR KR R R L S A RIS O B AL P, A3 L BUAVE| — 2 B . R A &GN R R
B S RR S S RIEAGR N LSRG L SIR e k. H R RS R RAL S
WHEBR, FERFREMNEE.

g thermal spraying

AR S BOR R A R SR R B e BHEE L OERAMREN — 2R &
[T} By e

KAEWE i [lame spraying

DA kB R R TR IR

B R  arc spraying

LA LR ROTR A R R

BRTIMEE  plasma spraying

12 25 8 7 I P R AR I .

58t electrode holder

B 0L 4R 4 GRUBR ) R E B R AT RERN TR

{2¥  arc welding gun

EESRBYZ RERR AXRRPISBKEEERNSFNRAHREGR.

BEHEL  weiding head

PSR ey FRAMIBENTE. - RERREEEIM, For Ll FENIM

i nozzle

E1E 2R AR 40 i B S o (R IR TR RS i s

SN gas nozzle

EHRPENELSREN I ORE.

A Al M iR W nozzle for arc spraying

RS P KL N L g it RS -

JEWEWMEYE  nozzle for flame spraying

KGR A T RRSHFERECBRMBHORE.

E g  contact tube

VRl AT SRR L L b B LUKAS 2 S (A5 M 1 4R 2L (T B I

EHLH  wire feeder

HERE P ALURRBEHETRRE.

ik backing shoe

MR £ 3 S B ST AR B L AR R MR AR L SR AR R L TE R Sk — I R HAI R R
#H#  backgouging

PR G T R BARAR , A H RS R R R BR AR

383



GB/T 3375—94

- 164

- 165

- 166

167

- 168

H
o

-9

-10

-1

12

13

33

K#  spatter
iR B e B RO &R .
KBEA  spatter loss rate
KERARNEBESBEMBLERRXERFRENTOL,
HiEHEL  weld fumes
TR RN AR R R R R P B R,
REFESHA  weld harmful gases
Ry BRI BRI & RUY A B # S ik, i CO.NOLHF #10, %,
BER LT  (otal amount of weld fumes
SRR R B IR MR IR R RSO BT R I AR AR me/g X g /kg.
S4B
FE8  pressure welding
R R 0 SORHR R R R 7 IR R ), ASE s B e, SHEASE NEE. B
BT RR AERREERS.
B A48  solid-state welding (SSW)
BERER T SRMELSBOBLEE. MEUSTEFHErROBET Y HiE,
HIEE  hot pressure welding(HPW)
MAIFMER R LME TH R R A —fhE S8,
B2 {orge welding (FOW)
# LAEMREDERE B T A EUBRAA T A BSREFE.
IR diffusion welding (DFW)
¥ LAERRTME, GRS E ] REEMENS MBI SEEN . SRR sEmE
MEERERE.
S E4R  pressure gas welding(DGW)
HERIMAEGKIFMEFEREMREWERN .
PWHER  cold welding (CW)
EEZR TR EMEE LB EERMARNE SRR .
KEHIR  friction welding
MR AR LRI A R R R R RS RS R TSR, 52 BUB S — Rl E 12
k.
BIER  explosion welding
R RS R AP E whl H RUR G R RS, EMA B — R E R .
B IR ultrasonic welding
PRI 7= i B B IR 3 BB IR RSk AT R A X E L, RIS I TE S0 BB 2y — b
ERFH .
HE®R resistance welding
T PR 6 o Al e W O M 00 S 3 ) D oL 08 e 3 8 A T % 50T X I 7= A iy e L s 47 0
Mk,
AT upset welding
HE L SR W0 RO 3L Ao o T 5 0 e, ) 1 e LA 3 B B MR A 4R S AR P TR 48
SRR .
WNH:AHE  flash welding

4



GB/T 3375—94

4.14

4.15

4.16

4.17

4.18

4-19

4.20

4.21

4.22

4.23

TF R AC B e 2k B 18 B TR, 06 L 0 T 8 o 50035 B IRy R e ke, ) Y o L s B ik L 4
A GEAERN) , F i 0 & B4 1k B0 AAE — 5 I B 31 B0 o ok 00 0 T B b 0 G T 4R 1
FERURRRM Ak, NYEXTRSUR] 4 0 SR 4R A 618 F B3 8 FUE

E S  high frequency upset welding

FIF 10~500 kHz gy & 38 B8 381 AT R B - B FEAR O 32

B EMHE resistance spot welding

B RR R FEREW B B, A eSS SR RS R s,
Z 5B  multple spot welding

BT SFEx L E st B ik H B FRER RN LR e R

B8 9840 L0 A T b0 T 56 A A% BT SU0R .

[B1#% 548  indirect welding

2 48 v, O O AR Ak T AR A o B A A R R BT B T O o AR O R LA AR AR A
SR, WA 30,

BB AR series welding

F B B R R NME A AR SRR NE BT,

HEEHH L4  parailel welding

LA T 6 o i TB] PR T A B A DA B AR A e AR T ik

Wrp S48  multiple-impulse welding

FE—TRERF P B8 H U EF R R R

#4548 weld bonding

AR HE I 95 W B s AR SR Ay e R A v

444 seam welding

TAEREEESEEL e THREBERZ b B MEL A EERFEX R,
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4.24

4.25

4.26

4. 39

4.40

386

W— R SR Ry R IR

#E4E  roll spot welding

HIEEFETHRRORZ B R RERRNFNE WEES . AL H — B HER Y
W RB T,

F# i step-by-step spot welding

THEFEREEHER, REEENE 8RR LIRS, W B K, R EEITE R R A8 e
Hore.

EiH4EHE  step-by-step seam welding

BIE THERS AR E, FREREENE, RS, YRR LR 5 g, & B
B R HETT R SER L,

" projection welding

HE—THMISGH EFENTE PR EMRELFES S — T FERBEHEEMHEE ), R
Jor He b, {5 B ik 2 IR S B AL PR ik

BAENEES4E condenser discharge spot welding

A B 2P I R L 2R BB Bl 9T B0t 52 AE SR B Jr ik

ik HE7}  electrode force

HEER GBS EREMEIf EMES.

TRER 1 upset force

(R 47 7 el BEL R B, TRURR B B2 ME I8 0 (R 3 T B9 A

FERTE] squeeze time

H BH SRR IS, BN R I S5 0 PR 2 T o LY A 1)

i #EtE]  preheat time

T famad M8 A i M Re e AT 1] .

[¥6Ed1E]  flash time

[RIEARE BT | (R DT B B A S Ay B (]

T EHE  upset time

FEL BHL T D) YE R R Bt FE TR By B TOUBR ) AR 48 OB ] . B9 4 o3 TRUHR 5 1 01 TG ol T 4R e (]
L REE forge time

SRR AR R R 45 HOP I B W I 2 AT - BERIE]

BB (BEBE)  resistance welding weld time

HEANE S —MREES T, A RE SRR EE RS 1R,

B BRET[E]) quench time

B AR 0w Bt BT S IS 0 o R T B 2 TR Y B I

Bl KB (BER)  temper time

Ia] ok e O For 2 A B [

R IEIHE]  off time

R AR B R B A SRR B R ER 2 T i [ R e )

Fidh e i preheat current

AT LR e, TP B B o o AR A L3

[‘i]‘}(lﬁ‘fﬁi temper current

B AR R JAF (R AT Bk ) Bl & LT .

[NYE i flash current

PG RS 8T, R X By Bl o 4% 4 A 96



GB/T 3375—94

4.43 THERE upset current
RS 45 e B S AR i, A i TR Br BB A AR R B IR
4.44 W shunting
MR 3 LB DLANR AT B BB
4.45 [NX flash
ROEXT e, EMEE KBREC RS RN BR.
4.6 N¥WEE flash allowance
e R F R THERER AR T RENKE.
4.47 T upset
PRI X 45 00 v BEL X AR 3 e B DT R Oy A6 B SL B S T S A I i AR R S AL
HIERE.
4.48 TRBI B upset allowance
ZBRIHAEMBEETHENKE.
4.49 TREIHEE upset speed
R B R A R, R B e AR B .
4.50 T4{E$T# operational stroke
BHEAES RS, ERBRENE A N ERINER.
4.51 HBITTE  electrode travel
LR B S AR E LAY B S, WL B S BE S,
4.52 HHKE extension
INYE R R AR I B IR Y, T R e LM A K.
4.53 HHE total allowance
PNXERS R X R AN, X B T HEEEAR TR AN EREEMAENKE.
4.54 ¥ nugget
HEAJE RSN ETHEAE LEAERER SRR NS R, WE 31,

HH HREEE

B
A 31

4.55 YA nugget size
AR BEHETFEAPOORBE LEEORE., 880, B ESNET N B0EBTE.
4.56 JR#EZE penetration rate
RAR BB RGN ERE UERSRENE SR ESR.
4.57 @BEHIE S resistance spot weld
RIBE R ERE G SIREBLE,
4.58 BAEE spot weld spacing
RARE, AR SRR P BE.
4.59 iFE  edge distance
BEERET LR DOERS.
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4. 80
4. 61
4.62

4.63

4. 64
4. 65
4.66
4. 67
4.68

4.69

EJ  indentation

SEHSHES, B TERINE, ERAXRE LA SRR AL MR, A 31,
RETRE depth of indentation

BAEREHEERKHBWER. LE 31.

Bk electrode tip

AR S AR 5 R CF R T AR R A Y SRR S S WA

Ak circular electrode

BEARSEDHEERER, BB, TSEGREMEMN. UESENERE . SRHE
MR T 3R RHEMFAER.

EiEEE electrode skid

B, MBI SRR, BRI R A S B &

AR k4R electrode pick-up

SR MEMSER, R TEREEGEEENH SRR R RER.

Y& faying surface

ABMEET, ERRENEM T ERFELESERNRE.

45F, shrinkage cavity

E S BREERABR DW= 4N, REEBETHILI

¥ splash

S48 PR e R, MR A TR ) R AR 5 AR A R K R b R R OB A LR
Ki1 fin

dE SRR B EREEE LR FE NSRRI ER.

5 $FIREXRE

5.1

FR (oA R EITED

REAFE MKET B0y BFF. R LS bR SRR S R AR ST R AE R8T B AR B = T4 R
AT R LR R F S AT R IR B B 3k 1M BR T 5 SEAOAR B B BLRE R )
k.

5-1.1

5.1.2

W4 brazing
fF SR ETRSR .
B &TIE  soldering
ff FISKEP R AT 8P 45 .

5.2 ®W4FE  brazing filler metal
B EET 450 CRIETH,

5.3 R solder
i B ETF 450 CHIFFHL .

54

B4 REEEFE  self-fluxing brazing filler metal

Srmlh A RS R TR REST R

5.2

4% brazing (soldering) flux

FmnHE A AN . CUERRBREM SN REHELY IRPE MRS ERL

B e TEL MERSTET BG-GB, KM,

5.6 #FBEEF brazing (soldering) temperature

FPER, RS R AL R MR R S S R L EMNHEY BT REN AR
5.7 W4F% braze

388



GB/T 3375—94

fly B 6T 4530 AL AR 5K .
5.8 fKHFEE  solder
M ARETRIE U AR 4% .
5.9 W4TH &R braze metal
AT RIS LA AT SRS R
5.10 #4F4E4& 8 solder metal
B AT R L P BB B .
5.11 474843 brazed (soldered) joint
5.19 TEEFET  braze interface
AT A g WA BT AR I .
5.13 #4F18TH solder interface
KT RE A PN SRR R RARE.
5.14 4F&EABE  joint clearance(brazing and soidering)
FTARLRI | 7R T4 (] A 2R BT
5.19 4T iron soldering
¥ R & el T I 3R 4TIE
5.16 JG5F2  torch brazing(soldering)
i ] T 4R M L (R 4R 28 RO IR B R B KOG E AT AR A 4T 4R Ay K I FE 4T AR torch braz-
ing G EET 1T torch soldering.
5.17 ®HMH4%FIR resistance brazing(solderiné)
i 45 B L o O SN U £ IO S G R B L ) D L PR XA AT ST IR I T i
5.18 EILEESTIR  arc brazing
B UK 4k TR BEATIREST B .
5.19 MR 478 induction brazing(soldering)
1 A 930 . FR TN A R L R IR B REAT B TR
5920 B#tESE  dip brazing(DB)
Hihia sk & Rm AT B EHIR O ik £ F AL A IR TR S A 1 L E R S RIS BT &R A SR
AT KL, B L FTHR . & R 75 18 M 41 /% metal-bath dip brazing 1L 76 18 A 47 1] salt-bath dip
brazing .
521 BHE4TE  dip soldering(DS)
4 RIA T HRTERIT R A SRR
5.22 4hhéf48  furnace brazing(soldering)
R 4T B T e b P I SO TSR T
5.23 HZEW4T4E vacuum brazing
A AT B 1 B T B2 IR R MBI HEAT B ST AR
5.24 MWAWHEK4EHE  ultrasonic soldering
0 F A A I8 ) 4% 3 B AT A 2 et R R 1 R Y A BB L AT B34 0 A Y 8
19 18 B T AT R TR
.25 4F84E  brazability (solderability)
ZEE T E M AR B AR T N BE SRR R EENEATH REFZITHEE
H.
5.26 WEYE wettability
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FHRE USRS BRI E e .

5.27 #ERY¥E: spreadability

WS HRE RS R LR BN R FFRYBE 7 5B LA — & R R 4T K48 b /5 B 3 bt 25 16 19 1 L
wE.

5-28 J&#k soldering iron

KR E A MR TA,

5.29 #FME soldering(brazing) blowpipe

KIGEFARE LA =Sk KR —Fins T A.

5.30 % erosion

R R TET ARG b B ST kot B o R T TS AL 1115

6 FEHEARE

6-1

6-2

6-3

6-4

6.5

6. 6

6.7

6.8

6-9

B  welding material

IR BT IR (R B BH L. SEZEEK,

2% covered electrode

RHEARMNE TR, E B R A

B core wire

RETHRALSENSRE.

#if  coating

ERERSRE LHRHE.

¥ coating mixture,coating material

TERFRES RS, i BB RS GR , HE— L BT B9 % PR 0 64 25 R B0
BB AR S  ilmenite electrode

HEREHF UM LB TE L,

SR K titania calcium electrode

71 KR ALK RS (BUBE) W 948 % . BBk YIS AR Y4k 45 A48 & (iron powder titania
calcium electrode),

SRR  high cellulose sodium electrode

HREPETH 5% VLB KB R SR E %,

ST IR %  high cellulose potassium electrode

HEPER 15K EEHSH KB R ARG E L,

B-10 S8R F  high titania sodium electrode

DAL SRS ERA S I L UK BB SR G iR 2, I8 55 AR 47

611 HHEHAASR high titania potassium electrode

RLALAkh EB M5 3 LLA KBRS IR 4

6. 12 HKEHEE% low hydrogen sodium electrode

EARRAE AL % 35 LA K B0 00 25 70 M 18 4 L BEM LA 0B S e I S 4 4%

6-13 MEHEE R low hydrogen potassium electrode

AR A E U KB B S H AR %,

6.14 HAL#EAMR % high iron oxide electrode

HEPEEEBALKNER, B MERSHERTLKTIEL.

6-15 HABRHK gravity electrode

HEHRBOEERRE. XHEEBK GEY 2 500~1 000 mm), %31 M8R A 39, LUE
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b. 16

6- 17

618

6-19

6.20

6. 21

6. 22

6.23

6. 24

6. 25

6- 26

6.27

6. 28

6-29

6- 30

6. 31

ERIE L\

EEHE % backing welding electrode

FHOEEN BES - REENEEBNAREN T HEE.

SLE % electrode for vertical down position welding

S ARE . R TRIENEAE S, XAEREERREFRANEE £ UESHEA.
KL EFIRSE low fume and toxic electrode

REELBRK . MAKGENEER LD EEAVHEGTSELH—RER.

Faghl  arc stabilizer

MAFERRR YR EF BT 5 90 a2 R,

¥E55%  binder

R AR ST R LU B RO A — FRE TR0 B A oK. 3L - B7K BB sodi-
um silicate binder A8 KB potassiom silicate binder,

Bt slag

BIEARP BUHHMESE ERENER. 20 S UEREETROEDERENIESTED
.

WAL basic slag

b EREMEE.

EEAEE  acid slag

LR E RN IEE.

BE  basicity

RIUEFAREBRFREN —TREGIEAEAEH EETHTHTA.

> MHERAS

W = SRRt (%)

..‘..( 1 )

BB acidity

RiEGERYERFEEY -1 & GEY HENEYRET.
BERSE  {fluidity of the slag
HEBBERDERNEE,

H#i#  solididied slag

BB ERERT LYESHERE,

Hi#E¥E  detachability

EREMNGERTBMENESRE.

HBETYHE  usability of electrode
BABRENAER. TEQREEIITCE 4 JREIUB oL RN KA DE,
HEERZY gravity coefficient of coating

BEAHE SR EREREEFSNERT.

/L FE  concentricity

FAVE IR ECEHR T RO RE AT TR

T, —T
MO (%) = —1—-—3——
—Z-(T. + T3

X 100 vresraasnaesnssnsnsas{ 2 )
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6. 32

6- 33

6. 34

6. 35

6- 36

b 37

6- 38

6- 39

6. 40

8- 41

6. 42

7

{1

7.2

-
Lad

/-4

7-5

7-6

392

A¥. T WHLHERRAEEHELER;
T,——F—WELHEERENEEHRNER.

B4 welding wire

REMEABERSRRAFNEN RN EBL.

22 flux cored electrode

B A B (B W B RS O R L H — L B R B R BT R — P

R PR shielding gas

REAETHATRPCRER BHRAEEEKNSE. CESRLBRSHASELEE,

RERIEE  size of electrode

RREEMEY—TEERY, HREMERRET.

BRI bare terminal (of an electrode)

17 R TR A AR R R 2,

15 %303 striking end{of an electrpde)

BRI 3. AT 5190 H TR 20 B B 5 £ . 8B e AR

BB welding rod extrusion press

HEREHEEEH ERELERAEUEHRE.

BRFEBRE  thermostat contairer for electrode

ER LS, M2 LN THMEVCEREN —RFEREE. U5RBHH VORIEHE . fE ]

REF—EHERE.

B flux

R SR RBBA R S ESRERP G S G A EHY —F R, BT R

&7 AR H welding flux, HTSHER B EE S H brazing flox FFKEFEEF 7 soldering

flux,

BHER  fused flux

HF— 52 b B Y B FREOR B TR N 05 SR 05 25 K9 Al A T | 9 R T TRy — PR )

Bt 18 sintered flux,agglomerated flux

F— 2 BB I EER S 7 RS B B . RS 23R bt 7 A

TIEIARE

#AYIH  thermal cutting

P DB R A B Oy

F# oxygen cutting

U G 10 PB4 T4 B4 REAE] — 2 R Wi ek R 1130 00 » LR B 5
LHYIRE .

HAEFIH)  metal power cutting

R ER B AR I AL M IR R R e A S 8w k.

HX % oxygen lance cutting

A ERE BN RS BT IR 7 5 B TG, B S S50 0 B KA T 48R
REHNRE - WRGEEHAEL I ENETFEARUE ERE R TAERE. SFERER. JERYO,
BIRYI#E  arc cutting

MR IR EEAE L VIR AL B & 08 . B YT Ay %

FHEFMYI#  plasma arc cutting

RAHSEFIA N R e,
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7.7

7.8

7.8

7.10

7.1

7.12

7-14

7.15

7-16

7.7

7.18

7-19

7.20

-2

" 7.22

7.23

7. 24

BB laser beam cutting
A SO AMBE LB MIB T .
KIESM  oxygen gouging
FMESYFEESREE LI THENTE.
k4528 f, flame boring
KBEARAETET TR BN LT, ER—FAFAI R AT MR R AR,
FEMAEHZE TRE.
EF AMES, AFRENFEENEREAHERENT ARRYREN —HRENIEECE
)R HEREEEHL.
EERHE S, ERERAFEARE, FRAERESL TE™E M FEAHEEFLR 8
AR—&YIO.
K iEEik  flame clearing
KB RARS- A ARERRE LNERER BRI k. R 6 LFRRERE
3 55 B 2k, A AL CHLE 2 0 BRI S A TSR % .
IS fi] carbon arc cutting
HHARERRES TR RN EIEERE L, #mﬂigﬁ’:—ém%ﬁﬁiﬁ LHESREE L
M.
KGR EH® scarfing
FIHSH XBRERFERTRBAOFIE.
{HEIE  shape cutting
TRERE LT — SR ROTRRABISI TR,
¥iEYH  NC cutting
RBEHFHESATHBRFHTHRNH.
K THI# under water cutting
K THETRI R TR,
BIE oxyfuel gas cutting torch
REBWEELR, TUXERELHE, AV RAABKEREMER IREER.
M cutting tip
BHE E ALy BB IR AR AE S SR,
Hi#EEIB high speed nozzle
SR A E VIR AR R
Hidh k4 preheat flame
SBF BB BP AT HAY OB 28 {8 ST R AR A .
e preheat oxygen
TR B JOEFT K.
Y#4A cutting oxygen
SEHEE —EEAGESE, BE TR BRE. RS E. FERIIO.
ViBEE cutting speed
I8 B P EE S T4 p9AT M B 33 B , th B ) O 3 B
10 kerf
BB RD ERBVIRTE THZER.
PYIORE kerf width
HUE AR H AR E AN LENER E LB EIELT HRERBALETRIN
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7.25

7.26

7-27

7-28

7.29

7-30

7-3

8 ¥

8.1

8.2

8.3

iiig: o) E

YIBIE face of cut

BB, T GHIR 5 8 B

nEl#  line of cut

JIET . EE A LR T ARE LRETE LR RSN — 4%,
B drag

] — B b, i S0 A ) 8 0 S B IR, L 32,

VI Vi

evenness of surface

280 o D10 T ¥ 7 R ) B TR A8 7 180 A 6 2 AT 428 19 T BE L o 730 i 7
.

BISEE  stria depth

BEH IR 1 20 mm Koy iR b, DU ST 2R 0 B (50 BRI TR A 55 R 8 R R 2 [T
FEE,

rEELE melting degree

EHELE - RS0 EERBRO R,

10/  kerf angle

HHELYRE S TR a2 m KR,

BRI ZREMBRIZARE

Bk A  fixture

ARERER T B KRB E AR B LB TREFR ANk,
BE¥ETHESE welding bench

ARENABATMREM TS,

1R AEYL  manipulator

- REARERALE SRR B 3R R A RO, B 052 A48 B A5 O B IS S AR L 2

8.4

8.5

Ul

BB ML positioner

F AR 0 4 AT, S F R PR R,

BERERHE  turning rolls

AR5 L Bh B0 (8] f BE 3 4 3 BB T (R IR 0 ) B e s A
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8.6

8.7

8-8

8.9

8. 10

8- 1

8.12

8-13

8-14

8.15

8.16

8. 17

8.18

HEL TS electromagnetic platen

SRAAER P ERR I8FE.

BTHEE welder’s lifiing platform

RES G R T AR RR.

SEfFAR  strong-back

R FE A E LR, B T TR R R e R LSRR

5[9h4#] starting weld tab
HESZELEHEBES R THASRE, BEEN LSRR SRR EH TG B5
B,

1% runoff weld tab
RHERLAREBENRTHEERE, RKEN —REER, BREEXIBRR ELER/ 258
.

BRI backing

AR LI BEENEETERE GELTEIEN — i,

BB flux backing

FIH—CREEMEERLTE N TREM R,

Hi#tH chipping hammer

HiRIFE AR RE.

B2 helmet

B R A KR, IO R AR N R TH SR BRI —frEs TH . AFR/RANLE
AP,

B filter plate

ALGERS A FLRM R AN, 7 THEERTIREF.

BifEi 858 plain glass

MRFEREAZ KBAATMRBERL N —HTEEWHE,

B TFE welding glove

RKEBRLFRPEAZREGMNGEMEMERNTHFE.,

P spats

REFBIHAMHRAZRGTERNEHEFHS.

5 FESEENLBARE

9.1

9.2

1BEHK  weld defects
BESRPERERELTFENSBRFELE TR EFREEABRHNUL,

F42i#& incomplete joint penetration

RERHE LR R T 2B R IR, WA 33, % X Bif 4t iR R R B AR B BT ER AR .

g Z kg

ES. 5

A 33

385
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9.3 RIS incomplete fusion,lack of fusion

wERe BIE S B Z R SE SBEZ R, RELBEEA RS Bl AR S 584 2 T
A2 BLE S, NAE 34,

I8 A

_ #1844
e (?L’

B 34

9.4 #@ slag inclusion
REREEREDHEE.
9.5 34449 inclusion
C BATRERERNFAN BEREESESE TSR AR ey R,
9.6 ¥4 tungsten inclusion
BREESERPERN B SRR bR as .
9.7 KH porosity

RN RS RESE N REREMRE TRTERMN SR AT RIS IUR
SAMERKEALE,
9.8 ®i1 undercut

HTRESHOEEARY, TR IER, R B AT B4 300 2= 2 MR ST e . R 35,

& 35

9.9 %W overlap
RSB, SIS RAMBREZ ARELHEHM EFERMERAE, LA 36,

356
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9.10
9.11

9.12

9.13

9. 14

9.15

9.16

9.17

12m R o
\/

&l 36

& fish eye
ERASENNE L, HANMAaERY -HOERER L.

£ 7%F burn-through

Mg dmRb . ELEREE N FERY ERFLORE.

ML pit
BEERERERESEEERAMNBRTEHEENRBPMRERLS, LHE 37,

- BN
~Xro OGN

B 37

FiEH  incompletely filled groove
BT ERERFE, ER R B R .

TR excessive penetration
BERER, B TREIEAY EREL4 SR RETIHR . TESIEERE, FE LR
&, WLHE 38. '

Ti&
[® 38

BEER A weld crack

ERENARKARKEZREERT. AERLFRBHRSERIETEE HHBSINHE
RS REF AN, ©RAREMER DA KR LRRIE.

#hB A hot erack

bt me i X 4 R A B RRKAR N ERE SRR ERL.

WHRLL crater crack

397
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9.18

9.19

8.20

.21

9. 22

9.23

9.24

8.25

§.26

9.27

9.28

9.29

9.30

9. 31

9.32

9.33

9.34

9.35

9.36

288

TR 7= A BRI

Y“Elgr  cold crack

RTINS ABIBMBE T G FRKIRE MS BEL TN a B s,

R B  delayed crack

W B EEL AN ZREHE— W/ OUMT LR EEH LI A4 B g En s,
BB root crack

N B AR AR T R AR AL,

BERS  toe crack

o RS R PR LA B TE LA R B L.

B FRS  under bead crack

EREREBBENREWME QTR ARES N,

BN HZELEE  stress relief cracking

1755 R — s IR T B A K e B T R iR B R A B 1 5 IR A P TG 7 A A ) 2R
ER#2 lamellar tearing

R FEREM PN R RE R 2 MR —Rhaig,

B EEY  crack sensitivity

TR RN ERYMBREE.

A test piece

B AR TE M A T B AR SR IR T 000 AR e S 6 — B4
HE  test specimen

A EERETRAERBRANER.

TR non-destructive testing

AR 224 00 TR 0V B ) S e TR O L B B Y T o

YPIEEEE  visual examination
JﬁUﬂﬂ&ﬁ%ﬂﬂ#ﬁsﬁﬁ?ﬁ%ﬁkﬁmﬁﬁﬁ"Mﬁﬂ%%%%ﬂxﬁﬂ\ﬁﬁu&ﬂﬁﬁﬁﬁﬁ
T 6k f B ik

HAEEHY  ultrasonic inspection

MABEEHERA R B REMNTRORE,

H2FEH radiographic inspection

FH X G Y HTRRHREELO B ARRGH TRE B,

K15 magnetic particle inspection

P ESRBEIA ) BRRE YRR 22 2 BRI 72 A 6 TR 35 R P R M) 1 0 T R TE 3R B0 3

B EHMS  penetrant inspection . _
RAFHRARN NS RO AR EEENSENNBEER, BRBBESY THIS
L 37

BEEER IS leak test

BEAERK . RESTE2H. BHEHLNRE.

SEERR  air tight test

HEFZSEEA AR A TR U EABEAR ARSI SENE I EREE L
ey iR,

WA destructive test

AR B EYIIRRE s LU= 8 R S B R BRI, LR B B F 1 M iR
B,
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9.37 HLikE cracking test
BRSENSEURERN KR,
9.38 FiFE#E pressure test
A . SESTEARBHBRENE, IEERLN . WK BRSNS,
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continuous weldlng e L T L S TR O -3

convexe fillet weld AR AR RS S RS NS S N e et F i FAE PR SRR EEE SR S FE R SRR PR A RE SR P Th b F R AL BEN AR BT NSl b RO 2. 56

COMVEXILY *#%resemmcresssstesenssionaraccn T L L LTI T TR T TR PR RPN 1
COLE WIIE  ##¢#eeommoreossonesssomenteanenet tut st isamamse ansssatsstenes inarrnottsstiivaitmstciaertisansessncanaicaneres . 3
corner jOi;’lt en sma ame sed dbn s ds SRS ANE REEESE TSN WO FAN NS SONBEN GVS HON $0a AARSOT AN TR Ss SA NI AR T STRPar er st ura sanrasene D D4
CO, shielded arc welding TP PPN R PP PPPTPTPRT TRERF RIS s I I |
covered electrode =+rssssserretmamiimiiort i isiitisin s it s s st s tar s bt e e e TR S e AL a L B ssR e bR bhe 6.2
Crack SENSITIVITY rensrresssteses tomaretsrmuetonenns taeamn oo ratotr isnss rorasrsotbosatstanaasmanrondassasans tasonnen 9, 25
cracking [ESE  #++ #0480 eus rasuss sasnenatennsaenertons ban nanmendrn ekt s0BsRN EENaEE N Srd Rt SRl LA St Nen R anse Rt seu AR BE Y 9. 37

crater e e e aEy P A RAE G EEE e s rm e R SRR BAN S PR b SRA S RASEA RS NEE YA PR SNE S A A BN PR A ASA AL SRR R NAE SR A PR SR 3_3

crater crack ==--- L P O S TL T T LY PET P TP TT TP LT« J [
cruciform joint et bem seE eEE EuE S8 AR AR NS PeE EES PRE SRR AES At Ehb ESO AN RIS SRS HEe HRS UL KeA Tan s nennrratetesrnnnsnnas P DT
Cuttlng oxygen ik SR SR SEE e SN EBE SN PES EES AR RNE F A NS NG RAE R A FAA A ES FA NG T AN AT RS AT N R AT SRR L AR e 7. 21

cutting Speed e hr bv e S BN B SR NEE SEu B SAA AN SAD RN ENS AR AR AN RS PEe Eue Tt PR E PR NSNS HAUB AT A T SA RLS AT N e A R ‘;’. 22

cutting tip 84 a9 s BEE TS TE NS Py R MY ek we S P48 AEE KA HeEuEr vEd O A4 EEAAEE N AEr AR Aas nenonnace tbsabaasnennensnnarnr 7T |7

D

deep penetration weldlng ana s E CES SN SN F R P A A A AN A NP NS S R AP BAA RS A ERE R AR R MRS SRR SR SNR R F R AR SR 3' 105

delayed crack ses=estsssorsrersanenionsnssaenannes s sstrnsnsen tor st ane csnsansns snnrnara sersnsonnesenuesne e s G 1§
dgposited [TIEEAL =+t ommeres0s tes somann sasass sbs sas sasonsons bes e0t onsounarsars sxesrt aTsars ano s iveoss nsnatanencune seerenen 34
deposition coefficient ssesseessarsaneroetmconnneaieee Ceeteeeansanannriehbesstnanaane nannas crraressasensanenesnines 2,101
deposition efficiency <= hesbatearsues nenens oen s aanentes et abs ten kbt ned bt oberanrstarrerstnrrnrstrsasnsreonriors 2. 103
deposition rate tesasaneneeaestosenmenen enese senane non ast seasa tanter sehvreehasaans anerersetessararaansnsasanate 2. 100 .
depth Of FUSION  e=reeesrescsssnens sassassuroenn vanonnasnans sussas sussisaas bos ot bensn sas sesaus st susseanansusssesce 2,77
depth Of INACIEALION +r++se e ers svsrmsarsavesss srrses anensbussossrsanonrs suaves srease nasorannsansansanannonssnsees 4, 6]
EETTUCHIVE LEST wee++sossses saront ssssss vee sas o ass s sos sat san sasore sun son nanamb st asssonsssensaneresvsesassseserses G, 36
detachability  sreeseessssssss conenoese sesses samsuscussos cus onn nanmn bas sus sus srmans st ot suc sussis snssnsiasn e snnen 6, 28

diffusible hydrogen BB semART aRe EEE EEF A E AR ARARRa s SA S RS ATL AR NS i d R SN RS AN ne HES BB RS EEE PR SN HEA S BES ‘2. 125

dif{usion Welding ee e hte AR N e e S eE AN BAE BN S S0s 0N URE AR EA BIE NSRRI NIE REN srt U asssarvistersanncaseastnnes 4 F
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dilution e e e T T R T Y LY L4 V4
dip b]_‘azlng BAE R AN P NN AR NS AR RS S AE R NI AU A RSN RN ARA AR SR D Fd AT VAN BAN SRR SRS A SO A G bk G Na AR AAE A AR 5. 20
dip soldering AL AR P AR AT SN AR RN IR R VAN FET RN PR RN AN F RA A AR ARG FE T NS A ---‘-nl SRS ANF D FRP AV U T NS SN AR FRA AN 5‘ 21

distance between Wires SRS LARAEE M EN L bl e e e RN AN R RS SRS RS RN RS IR REE NI SRR IR ee aba trnsansanenasis 2 ] (J6

dOuble ETOOVE *rreserasscnatrstossesostostrrsovonnaras el L T T P T LR TR P T R TPRY T YT TP TS S [ 1
drag e veesecnercrnentanstie sttt bt s s s s se s v sab ae ana e Vaseeressssronssinarenennsasnsnssararscinere 7, 27
dynamic Characterlstlc Of arc SEG ARG AN SRR PEPIIR SRS Abd b A A A L T 3. 20

E

edge distance MR RSN AN PN R SN BEE S A AN S ES RS AP AP P ES NN NS AR PO S BAE AA G AT NS NS NS AN SRS AR A e IR SN NN AN SRR A 4. 59

edge joint FEE ARG NI TSR AR TES AR ERR AN FA PR PP PN RSN SAR AR N VFR R PP EO A ST S AR RS AR NS F R R S A AR SN PR NEP R R B R A R 2_ 28

edge-flange joint =e-essseene T T T
edge Weld  sreess ettt e e e e s s s e sea rer ses s san sae aee see venans renens D, 58
Clectrode  srermemsnirn s it soa sttt tenorn e nne s s sat tetae i nen et cneateaak ba e men nen ata e b A0 20 bue men en aen aan 2.129
electrode force  secscrstrmmitistin i sanercinanss snssstnir sunann nanne T TR LT TTTP ra  1+

electrode for vertical down posiﬂon WE].dlIlg tetvncananns s A R R R R e L IR 6.17
electrode holder L L T T e LINI TR T 3. 153

electrdde plck up B R R R e PR LY PR PP AT Y PR Y. I 65

electrode.sliid seessssesrenaniciemnesiseret tre ris s nem e a b s hs bk vrn o ea D T . V.1
electrode tip BLA NN RPN BB SR aRA S B AR A B e NSNS AN S E SO S HUE EE BN SR A FA S S A A A s FAS AR e ke 4_ 62
electrode travel Sesstsavinen R ennan SRS FIL AR P AR e v B L T T 4_ 51

e]ectrogas welding P NN TN NSNS R E RN R R TN NS AR RS AN RO E P A BN BAR SR AN TS U ANS NN TN S A AR SRS b h v 3_ 112

electromagnetic platen -------- e R e L T PP T PP PO PO I - B -
electron beam welding ...... L R T T T P PP P T P 14
electron UN seesessreennianan L AR T - T P N
electroslag welding ......... #es et bueribnen snaann T LG T IT PRI R TP TP P T IPIT O PP PP OO TR S 11
CEFOSION =t *tesstterneronssnanss ssstssorssssmonsanen PRI TesNeeaNe st ane nanaaas beb st bir snena rensns ernnun san snsansnanses 5, ()}
evenness of sUrface  soressrirrerciiamaneitnesensssstnsenmannrureraes tesaes rrnsnnsnea Peses ssturbenennenenansssssnnes 728
EXCESSIVE DEIELLATIONL 4= == == w=r crecmr sre tee van ere sna sen ass o400 o4u a0s hne nnn bemons #40008 000 nue nes samass sss stuons rusras 9.14
explosion welding D D T N IR I LI I T T T 4.9
EXTETISIOI] * %90 000 tun tancrasus s eaans 56458 btv amnsunsnnnss srnsns tosvnnenn nne e bes sas ek vru ey ana werreseesnarernsnirnanas 4, 52

F
face Of cut WEA SN PR ST AR AN NS A T SR IR AR RO SR S AR R BN SUR TR NP A A A B LT YT R T L T T T T T 7_ 25

{ace Of weld N AR R A T NN ST A BN RN AR IR PO SN SR NN AR BN BRSO SRR A P NS AN BAS Sh d A PR AR BES TN FOE A H R A 2_ 61

faying surface +e=--- BN AR A Hre R e AR SN BPE AU U hr e e Ee e R e BE PAE A NS HES NAL BEA hSE Shh e s Ea A8 686 Het enn oun 4. 66
field welding  «---- e e e e i RN A RS SR St s e te e Es £RT R SaE bt e nn Ama Nt vy SRt eatvan ane nat verser et mnann 2.60
Fillet wWeld  srrenmensasssessttstsotennrnnenennesennsanasstianane nenone sos0se snn sum st ars $55 258 $4bensare men oas ses cos aen cnn 2.51
fillet weld leg ..... S B B S P e E AN B RN IS SRS SN SR R RS UOS H8S SO S SRR SR RN R S SOk rn e e e e 0es ANe rn aan 2. 69

fillet weld Size AN R N R AR SRS RN PR P R R A BT S AR R PSP AN SR SR AT R A D I BEE SNSRI AR S e N Naa A A ?0

2.
filletwelding L L R L L L L L L T L Y 2. 86

3.

2.

ﬁllet weldlng in the flat pritiDI} et avs bRt mneannn Y P SR NS N SAE BT PSS S S ST EREEAS e SR S raE R eRE AR ha g

49

fillet weld in ‘normal shear AL A4R SRt ETs snn wn AN L T T R P e RS SN B EBER RS AR A b 52
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fillet weld in parallel Shear s«ssssressrecsssseastisesiesiossesiaronsrsosesmsassersorons iorsssossssssssncanenes 2. 53

filter plate e eEe e s eeEeEEeES EEeEe s Bem e Rt Nes BTN AT BT PAsSes RSSO iU OOt HIU Ottt ot sinsesirasssssnrsnsnsias B ]
T LT LT LT e O A S T T T T TT T TR TR T TRN By
fish L IR L e R A L LI LI RLLI  I L
FIXEUTE  weeemonsomemte s mon e e s nen et ore rue sos sormns ot mer s0b a0 00 e0s00a todons 40 0ns seaaserir tnsnassssastasannass O ]

flame DOFing =t-sseessrenastsencmeteues o crtans sesen et sre bus tes e bha st s s bes sat sa bas bhbssaass tesens sasns sensenans T, )

flame Clearing swressereesssensessessnsennnsneanennsbas e s ns s canns sne e sed sn st ssesns sreaes st ennene saesneine T, ]()
flame envelope  +ssessessraronsiistorsesaneniniosiossisonsate sensenesnsns sients sensen st sse sas esaus aunsve e sseassnss 3, 8]
flame SpPraying +sesrsssessssssasesissontnranenantonsesonstneriesencarsnssnerisssaorsreorsntetnsresaseseranesnnsrenes 3, 150
. 84
88
.45
. 46
. 96
.58
.13
.42
.33
.39
. 45
. 26
. 40
.12

flux cored arc welding essrsessevrssesnsintnonniriiniaie s et e e s v ess v 3127

flame Stabllty AR R AR AAR AN SR A RS ASE S A A A SR AEE SR FES NS ESE BN SEY BN PR AP U ART AP P TN AN RAO OO AN RO A AN

flange Welding  eeeesssseeeesssesomsrnaneree ses et e et rn et e s s e n e st s e e e os sases suabns sas

Jlashh ereerensettntrarncesonrancanasaraetaiaane e e entsrr e s tem e e aEn T Ees mer Er ne bt AuATadTr aer St AR SR AR bt he
1Sk AllOWARCEE  r+ssvesessosass tossns'ses asssss sassns s s sns aassns msnas assais srsamesus bashersrnsns bus s et annans one
1aSh-back  sexessseemsseenoreeneresuenssensenessonesssue e onsonsnss sorons sesase rhs sannts saraesern unben nen areann bus ane
F125h-back ATTESEOT =++eeseressesesuessraare vassonesssus sosonsonsase sonsns esses srssasnns enarssrensssss onsresannnsnes
flash welding s secuereerersorsoscesssnessnusiusanssuetestescorars conons vns one aes b0s ass tenors sst nenans o ens sas nas e
Flashing CLUFTENE  reesssesrenesrs tos cossru e sns sue bt temes bes tauere sunabs bus sbs Bet b0s 0t sbont sbn ens nt b0s ans aas sasae
{lash time AT ARt AR AR Add AR AEA Eeh A he e Eaa A ar e E b e b e vaemd b 4SS e s L ae e S0a AN SN e A han e baa
flat position T
flat position welding O EE EEE AN S RS RAE A AN SR AES P N SN AES A BN AR SEE PG S USE STE OGNS FNS RAT RS ATT NN £OF RN O
ﬂuidity of the slag esese ootoo‘. T S T T T

_{lux TR R L R R R LT T T Ty O R Y L L N R L YT N

W S h W e e e W W R W B W

flux backing ~ +resessessessreseesesser e sen snn sre sre sen e et e s e s s e s e e bt ea b e e

flux cored electrOde reererrrasreraerasarestsrtestsns st esranneersnssrs sasaseans sansns znane rennensnasyanasannansns G 33

{Orceful AT T e SN A N AR SR TR R I RT RN AR BRSO AR B R IR R AR TS SR AR LA SRS SRS ERS ESE SRS RS RS NSE R SR 3' 23

forehand welding  seseresersessresneisieonnisintertoncostetensnrassansinamesercsaonesee e senanesse sennerssionenns 355
fOrge CIMeE  =resessememmerernrerstoenunatistarsosssrerasstnots tasasssisonssianescorossonssesnessinanesisesaansnesenses 4, 35
forge welding  seseesereeevrescororemmetut ittt se e te e tes sar s tae e s e ne e e e et e s ens e e e 4, 4
form factor(of the Weld) ==res-serasreercriteriiioreisaintoseessirsestoesanauronssmerensessrssnesss comensonesaesse 3, 72
friction Welding  seessssresesansaresremmsotmene et s s st ns seaere et et eat cenes se csa eeu sen sa see senmesseenneenann 4 8
fUrnace brazimg ++eteesssessesssierenaereetons it reseneneore vonssn sieare 1ee ens snt er0 s asant bt ae sescaaonsonaansaes 5 00

{urnace Soldering NS AL SN AR LS NS E AN SN NN N T RSP SN PN PN A VAT R R AR SN ARA AN A RE AN RN AN RS A ARG R ISR AT AE AR R 5_ 22

fused {lux S RS B S U AR ASS FEE AN SN SN NG SR AT SR SRS RS TSR U NI R R O SRR SR AN NI NS SN PRSI AN R RS RN AN FAL FRa R 6' 41

fusion welding eeesseses sseverosorsenans sonan vt sneee see es seb b sseae tes ssons vensnsass sernes sanenssensnnsenannene 3, ]

G

gas metal are welding R SR R S S EE NS FOS ERA BIE P PRSI HSE NS PAT AT A SR NSRS SRR T b kPR A AR AR SRR b Ut T A b kvh va 3‘. 110

gas metal arc welding_pulsed A 4% bws vt b a e B e o e s EE AT B S RS IS N SN AT SR I P TESN ST PR dbs Ane TR sk aa bRt 3‘ 119

gas nozzel AN S N AN FAA AN AN A NN REE N RS PR AR AR R A FR R FRE AR A AR B L SN AN SN RSN NP ARSI URS AN T SRR TR waers ana 3‘ 15?
gas regul_ator B R A E e EAE BN SR NS SN BEE AR S EES UET SeS C N AR S E A O P OT NN SN SN ESN TR SNt TS RN AN AN AR TR AR ey 3_ 93
gas tungsten arc weldmg T L I '

gas tungsten arc welding_pulsed AI( *TetR s amameeiEcan s IEEECa e fes SN0 SEE RSO ATA RN RN INORNA SN AR Rb R 3. 118
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girth Weld AR AR T AR AN R NN T P IR LS e h ek SRS AR NAR AT S SN 44 A e bdE SAE SR A SREV IEB baL b ent shenas nes nas ne 2. 4?
globular trans{er L L Ly T T T T P T e e 3' 29
grav]ty coef{icient Of coating TN R E S AN ESE ALY AT AN AN AR CP P PN R AR ERA SRR AN NS SR PR AT BT TN ST AR RAN R SR 6_ 30
gravity e]ectrode ------ B T L T T T T o 6_ 15

gravity feed welding R L R R I L T T e 3' 101

groove A RS NS AR AR NI N A AT P A NS AR N S --n.n‘sa-.a-- A RSN AN AAE SRS t RS A E TN Sk ARS AEA AT AR AN SR A b da nn e Ea 2. 10
groove angle IR R N YN TR TRy L L L T T T T R T 2. 15
groove face B S e e NEe NN S KOP RN AN AN PN EEE AN SRS SO SRS bhd bk ok e A A AR AR AN TR YA TSR A RAS AR A 2. 14

groove radius L L L L L T R 2. 19

H

heat-affected e o e e e L R T T T e T T |

heat input  sseeseanss A R R R e T T R L R T PIN J Ird
helical weld «+e-- M L L T L T P P ¥
helium shielded arc welding -+ T TTTTTTTTTIRICIONUN ISP errIp R S ¥ 9}
helmet s=sseemsnses e R L R L T P P TR PR PAPTTINE - N |

high cellulose potassium electrode Bt eveanmeehaanens e s erars set ehs cnsRR EaEOY PY0 SN0 Ote HaT mek sun Bhe HeR bEN ABN £24 wE 6.9
high cellulose sodium electrode +ssssterermemniniiiiriii it is s sst st st bet ransan sas sus aos com nne 6. 8
- 14
. 14
. 88
.18
.11
-10
- 44
.53
- 40
- 46
- 43
52
. 16

hot pressure welding AEEEES BT P ST R A AN R GRS BRSO SR A SR DA BAT A S AT AN N A AT PR RIS A R AR ARE NP A 4' 3

high frequency upset welding veessrsason ittt e e e s e s sa b b res nea s
high iron oxide electrode s+sertieamrcaranerratosinssonenssmsnseionost ot sserienenneroneannses curmes cnenns ssanenars
high pressure blowpipe rsseserisimsniansrestesinitisiriiom ittt et s i s stn sttty vrbvenosn snensenen e
high speed nozzle ==« e Ee B e s e e A TE TEE S CNe R SRR AN RN A S04 €PN o ne BN N AL PR 08 PE A0S suE S hE ERE RS
high titania potassium Electrode seremcrrresvstinte seittinitamrane rer rr e erraas e ana nas AN A RS bk nnrnen e ra eae ned

hlgh titan’ia sodium electrode L L A T TR T T T L T T T T Ty oy

W R h =1 W T e

horizontal overhead position T

horizontal overhead position welding S

Cax

horizontal positlon REA VR NS SN SIS R AN AT F D A NS SN ANS RN UEN R B A VN BAN SN RN RN R uE T AN AR RN AR Ry hbd B
horimntal position welding L R R L L L T A
horizonta! vertical position e R L L R R L L T S T R T I T T

horizontal vertical pOSitiOﬂ weldlng BB R B A S e ey s EES N EA N A EE AT E B A P AN ARY PSS S A OB MRS A SR NS NEN A PN EEE A

W L W W W

hot crack L L R L L L U

ilmenite_ electmde ------ AR RN AL BAY Atk s A AR BAE R B AL N ARSI AT BT SO AR AN AR S SN B R A AR PSRN NN S HEe BN RS 6. 6

inc}inatibn of weld axis B NS SN RS LA SRR NS S ED B AN SN RS AN A SRS P ud A E AR A P B SN TS AN UL OIS A RN FAE RS B 3_ 3?

inclined position Weldmg ----- R R T T XX TL I .7 |
inclusion L R e Y R Y N RS L LR L] R LR L L L L L A T, 9_ 5
incomplete fusion L T T TR TR FEE RN E D R G PR A AN I AR N FAN AT S SA A E AR L AN bvd mar sar 9. 3

incomplete joint penetration A B E AR AR SRR R R A BT PR AN AR P S A N AR RS SO R RO PN BEE AR SO S AN RN A 9. 2
incompletely [illed groove (LRI IR ] BEEAR RN RN AN R AR ARR R AR AR R BRI SRR A AP A BB AR IR AT RS R PN AN AP g. 13
indentation ----- AR A NS AN U AR A AR AR D RN AN R APPSOt S ST R AN PN PEP SN N SN EEE FAE BB S e EAE NN AR e 4. 60

indirect weldlng BEE A P T A AN SN S A RN AR AT SO Bk P A AN NS E AR AP SRR R A RN A AR BRSNS R CA TR PP S S SR 4. 18
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induction brazing (Soldering) s-tseserssrssesesssrecsscarersarereeeesesesessvorentnsesansesnsesonsarsasanensanenses 5. 19
inert-gas shield arc welding =ereeserereeremerestcsunertoreareiiees s sseoresernsssetoinsensssosessssenconses 3,113
inert-gas Welding B LT T L LT LA R TTR TR T TR LT T i [ -
intermittent weld srerrrssatmrsrictcssittsotnrin ittt sensnscis st nenn i onsaadne st nen s snnsre sannnrbnnann et voeses D44
intermittent welding sesesseseesesteocererosenisiontnicsrnrnsiaresssrarsorasasarserninonscnnane sensnsssanorsnsienne 2, 84

internal flame R R SIS RS AR ORI R AR A FH RSP SN B O AR SIS FET PR SIT SRS AN PN AN AR RN ANA IS AR SN NN NS RSN BT AN RS 3_ 80

interpass temperature A R AN AL T RN AR AR AR FR S B E R VAT PR SR SR NI PR BN RS AN S NN SN A SR AN PR RSN SN A 2- 112

iron soldering «--=rresssmears s arermnir s e rses sre st bes s ste des bes ses e aresas tas sasser areens beg nen s e nee 5]

J

joint EEE RS A R R AR F T RN AR AR U PR PR A A RN AN AR AR AN IV AN E NG NN R AR AR R AT PR R A SR VP R BRI R AR F R N 2__ 21

joint clearance (brazing and soldering) B AN AN NS BN NS AR EET SARURE A FOS AR A WA SR AR R E AR B FET AR SOV AN 5_ 14

joint design EAE BRSNS AR RS AN B A E SN RS FAN B AN NN BN SN GG IS NSRS NN TNV NS AN BRI FET PR AP S SN NS RN PN INP AR 2. 22

K

KKET  soressonsavnransnsacsansnsesenansasennnncs sanoss st ans ass bontas she ttnsianes tassassassonantorssartianererisnsrnarsnenn 7, 23
kerf angle LI NI REL NI R NI NELI NI RTE RIS N ET RN RTE R I NLIIR LIS NIIRIIRIINILRFERLINIINIL AN NELELINLILEIL AL LLE LR LLELLERLE L] 7. 31
ker{ width [ IINETRIIEITINNIN LN LRI RN IR RILE NI NIIN LR RLILRIER L ALERELRLINILRILENINELNIINLILELLERELELEREERELERLLEELELL} 7_ 24

keyhole welding AN R AN AN AN RS SR RS IR RN AT N AT RN AR AR AR R R R R R PR TR AR AR A AN P AR NS R 3‘ 129

L

l1ack Of FUSIQN ==+ ressrmsreaseastsoastnstoves trsarearosessss sreansroecansiesnsmnasonasnassans runssases bessarssasssanises §, 3
lamellar tearing S NN AN AN ERA NP AR SR P RS NS N PP R IR BB RS RS F RN AR RPN A AT AL AR RSP IS ST ARG NN TS SAR R AP R RS B RS 9. 24
lap joint ASA AR FAS ASE AR SRS NS NSN U SUBARS NS HFN SAE N HF AR SA R FR F PR FNA AT SIS AR AR AR NS NARN SN AR RS BAR AP A FAA PR S R 2. 26

lap welding A VA AR A ARG A AN S SN IR NS PR SRS VR AT R TR RS AN R NI NPV ISR RN SR AR TAT RAR ST IR NE P B IR TR R RN 2_ 87

laser beam CULLIng ~ ssersesssereverasarinantnsetcnntcanansaseasirer asaseatssassarsnssnatsesnesinnesoncmesnonsscansnn 7, 7
laser beam welding e T LT T R T PP PP A V- 1)
.14
- 34
- 26
.32
45

3
9
7
2
2
low fume and toxic electrode svrereemsssmcar i acisacrecis te e ss sersre s e sen ras ser Rrn anr pa s ns e s e s senves 6. 18
: 6
6
3
3.

R L R L L ISR Ee PO TD R ST TP PP
leak test e sER AR N R BARN SRt R E A A A RS RIS B A SR AN SN IR AN AN AR IS RAN AR SR AR FAN A A SRR B AT E L R RSB R R RN
line of cut P AR NS E B AR TN ER S PR SR R AR AP SR AL F AR AR RN AR SRR I NS L NS R SRS A AN RN RN R RS R R Nk R AR AR S R
loCk joznt A SR IS F S A SRS AR AR R AR SN AR HAA A S AR R R AR BN E SR NIRRT BN AT AR IR S BN SR R EEE RN AR R AU YRR AR S A

longitudinal weld B NI NS AN P AR AN BN SRR AN AR R AR WA PR R SRR R AN IS SO TR S NSRS PR NS R NS AT A

.13
-12
.91

87

low hydrogen potassium electrode «-+=-=sssssressessrasasteeteraeetronseras es e non convnmee recm crs s nae i
low hydrogen sodium-eiectrode AU RAR AN ARG BsE AR SR ARE Y CSASE NG SFE S AT RV A AN NS AN SR SN AN RN R AR b
low pressure acetylene generator AN A MRS EEE SR AR SR TR FR s AN BB G FO RN PR SR AN AN S AN B TN FYS SN NS RN PR AN A

low pressure blowpipe BB AN AN R F N RN A TR NN B AN NP AU B AR AT NN AT PR F P T A AR I AN I AN AN AN A TR
M

magnetic particle inspection T T L R R T P Y TR R TE ¢ T 3

manipulator Y L L L L L L N I N O TR TR LY R Y TR T PR T TS 8' 3

manual welding BB TN BN AAR BN AR AN I AN N R R SRR AR A FES ST RSP AT AN AR SN N A AN SAR RIS SRR AR SO TRl P AR 2’ 75

mechanized welding SR IR EAE DR AR PN RN IR NP PR TP AU R AR a AR A MR F AR NS SR SRR TP AR NS N NN ANE S aE BN R E VR A ol 2. 81
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medium pressure acetylene EETIELALOT *+nemssiasstsrtsinensrsenanstsasesssssssmnsorsancasansanstossnssssusessnsnn 3, G2
melting coefficient =«s=sesreersiem o e s carsrtstetrr rrsar insentet saestsone nan teasan canarease th0 ons 1hs b onn 2. 99
melting rate =e=-e<<- R T PP P T TI T 1.
metal inert-gas welding «omere e ettt s e s s e e e cre e e e veevver 3,115
meta! power cutting ...............-.................._........ b b drmame EeE AR AR e b e e remtrrtantnraer 7.3
IEtAl tranafer rrrsetes srmame toncan st sosses i nmmmsane s s vens0s orornons nanans sosans 6ub o8t mue manna enasssss busate nus 3. 28
micro-plasma arc welding =erreveerti i sttt s e i s ss s e v e s e ear wse e re sae e 3, 124

mixed gas Weldlng R NN S RA AR AP NNE NN TS NN SRS AN RN A T P RSN RAN AR R E A S P RSN VAR SN A NS SO S Y SEE RN 3_ 121

DLXITIE FATIO 4% e rrmert sat ettt tutonr cerem s aet sea ssats o ena saeaansrs s srs sre sasane dan seasss st sternencnanrcrsses 3, 5
molten 5o o) BT s 3.2
multi—layer Welding R L L Lk LU LT TR Y C PP PO P OTOPTRU S 3
multing degree R R R T T T T R PO O (4
multi-pass welding =« esssretrertrensrnnneiiiiertie ittt s s s arene reraasve snesasnemer sersnsanesne D, G2
multiple-impulse welding R T R -} |
multiple spot welding TEMer et i ettt ate sae s r i ta re s st e are rre ner an a s sen seu sanasn ssatianbe s vervenenn 4, |6

multiple-wire submerged arc welding ++sess-eessmssssrssussresomcnecnen - T ¢
N

narrow gap Welding L -+ 3.138
NeUtral flame sireerresentoiiite i i e tin e sreiemis et b ar tmene st b aet brn e neane anars sen sam ane Hen ana sen b os 3. 76
non-destructive testing eerceserscesrerciannaeaa, Tre et T ErTeraei et st rte b et b shbabe ner een era naneressnnen G 28
nontransferred are  ssecesamciinissrin it vanas rrrresrarvensanans R T P T 1
NOZZlE seversers et ittt rirrencnnsantntsarsinnnaseasnsssasnsvissanannn R L R IT LT L I T ¥
nozzle for arce SPIAYIILE == oss 00 sns eonors tota0hsasumnars sononsass oo sennon sus 4sestsssttns mamanconnressnsnensnssas 3. 158

nozzle for flame spraying BT T RS NN SR RN A T R NS RN AR S AF FR S T RSS AN SN RO TN ARG NN AN G4 dbdmne e E g 3_ 159

nugget AR AR AN ST TR NSRRGSR PP EST SRS A AR AR R TN R SAE AN R VT NS FRNARES G AT TN SEE AN AR S ST SRS SES RAS A b ma 4’ 54
nugget Size B R A A A TS TN RN R Rk AP T R TN S ES REN AT NP NS FAT NS SRS AN AT PP SR B e DA P T RSN A YR e PN s 4. 55

NC cutting B T 7.14

O

Off tIME  soreremereorrnrenests o mnsasscns taimmenranosonsssnonsonsassressasvenonsanssoesesnonsesarssssssssoncnnennssnere 4. 39
Operational Strole teecersmesnaierastent ittt ittt ieinar enanee siunbE e sar A s he beanra ma nveren pes nun s ste aan cen 4. 50
arifice diameter *ssrerrirmsrcmnensnssvisesnnne i T T T Ty P PP T I 7
orifice e I M baddd LA T ST CELL RIS IR i I 1
orifice throat length S AN EEE S AN NS S e AR R et bk e an Sreadstasisrneasiashs bensancener aee seanen snasensnesne 3, ]33
OTIfICE TRIOATL PATIO  #+e svenetcsnotcsesonsenonesiainstesvenonsaiesesnes sencnnansess bosnennes anrasssteans ranansesesme 3.134
OVErhead POSITION  teeetmenomme o ess sot e nensasnss st renncnnesosesanass ian sese4s stnare runseososs vanons snssns e tmnnnn 3. 42

Overhead position welding MRS RS RIE AR R AN S AR S AT S AN D P RN SR AN B A NN RSN BRN BEE he me mAs 3. 48

Overheated ZONE +rrrassrsevesesiocncnes B N TR ESE AR PR TNT RO E A R O TS RS AR A S SR S R NS ST e SR R e 2_ 35
Overlap e i T T 9.9
Oxidizing flame PR N s BN AN S ES B N AN AEE SN S TR SRR AR A FAT TR SRS A4S A b e B AaE RS AAe e N SRR AN R RS EAN Y A 3_ 77

Oxy_acety}_ene flame AR R e PN RSN AP N NN BEEEGE AA S P NSRRI b A T m e FAS S AE b s e A sse renenaans vewerress ] 74

Oxy_acetylene welding e R L T T T T 3. 72
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Oxyfuel gas cutting IOI'Ch e R Ty R R L L R P ?. 16
Oxyfuel gas welding AP S HY PR AER A EES SN PR S YRS A AS S RS B PR AR Ers bb e A A ASE BN SR BUS S HS AN AN SR BN AEE S AN 3_ 71

Oxyfuel gas welding torch e L T R T TTY PYRPYE YT L I 1] 1}

OXygen cutting se-ses eetehe aseaan aas ame o E s aous 6 €0 I8 TES SUE AR NS KNS AES FA ARA AR SER PO SRR et bud shu ks an onnrnTnanrs T, D
OXYEETI GOUGING  "ovemereststrss0asssmoanenssseusatoss sos s otomns omsnnass 00 astiatiotusrsensotranessineensasnenner 7.8
oxygen laNCE CULTINE  «resersessssoesostammmerotnonctioesotrotarnioonerssusssssusssesntomnssrnesserry sareyteaasone 7.4
oxy-hydrogen flamme rresssersserenserannnnstcanonsrnenrtern rnrrncnsmssre bt tas sRssietne s s nnr avesvnerasenaasens 3 Th

Oxy_hydrogen weiding e b SN A BAE AEE ASE SEEEET teuAPE PEY SAN ST RS PAE FEP AEY s ASA RS dsnnennenanubissn st issanaens J TD

P

parallel welding ssrssesssrsaeeronsmmeneranioroinerrainntors sttt ettaistas sersnsnt sisssssan na s ne e rae ne L e 4, 20
parent metal  seesessrrnss st ineneriaiire et tesaen rreen are sre e U shL s st R SR Sas SRS s s e Rrn e s e et ey 2.33
PENELrating INSPECTION  ++s+rs teetansrenerrentrnonnans s s onans sosvor trsers crs ot mes tasaen sos bos bt ten sns s mue e 9. 33
PENELration bead ersesermrsrsare o crnnetonmrrsuristtotnis et ti s s s s pas ses s arsee sr e vsa ane fas nacasn nen oo 3.10
DENELrATION FATIO *+osesssrsrs toronaoneuns conorertsontseneta e oreateussans bosatasieaasisrosestnstisenstranataesoener 4. 56
penetration welding P L L L R LR R T R Ty PR PR AT P T P YRR TRY TR A B {4
PLE soe oeneoneanonemenmraatine tet et ises s s nrs b s bre des e te Sea ses Sen snn ans reetrr agsae s es aetstrsne nne nentatctaaneaes 12
plain glass esecersrsemeninsituitotsiototsime it oie e i er et 0epar ses e e n e r e re bes S e RRE Se s SR s s sre se e ann e R.16
plasma arc CUTting  sseeseseecamanraroamnmenannresrorestorsonersnineuos tosormarssesassrriots tisnensensrn sy yosateanees 7.8
plasma arc surfacing — essesessensearanmnminaiiiiteiiiiatris e riconon it st sstsstrs tes en sr e snn e s e ten aen 3.126
plasma arc welding -tesssvesssrsntrriemniiiimcn ottt sneaim i cancicane e cesevssetsnantsnaenrrennniraerrinnes 3,123
plaSma SPraying e-seessesseesresstcestronseronons ststsssonansssssansnstesnnesinnory ossassesaensnnunsrssssesans 3152
plug weld sessemsemereimrmenisienttitirorstnsaercreamsensis e ses esssus sen ne denen e rs s srease san e ne betsssnenenn 2, 5
plug welding eseseereessnemcetnioattiietnitane et ineat s teracss ta tsn tra s r sse s s e sae sss sss R nas s su s res e ae 3. 104
POLArILy  eeseessencanoncnnruenarttnsiosanssnsnas s arers rasoas s s rsassanssinmus ris e tes anesns sesensmseses sns cosess 3L 33
DOTOSILY === =ee e res ses str toe ts tos bos bau sum s s sas s v te 200 000 00n gss samamesas hat ssbsas sop sasann ses rennes sebaseseeens 7
DOSILIOIET o= nes ron se=ass 400 000 o4saunarssas st cuntns asnenans 100 00sbaso0sranananearantisssesasnrerensrasnonnonsatonssses §, 4
POSTREAL *or oo ves rrsaraane mennecnstas ittt ottt sansnt raasmscisunenat st ot bes sonaieansraserarnasudneanssasanenennenans 2,100
postheating temperatilre «sssscsessesssssss sonsosssossrosiancniarerseessssnsrsasioniamnmmensisatsseninessrseaneens 2, 11}
postweld heat treatIment *=sssesassssansrtstsrssrarsarssancananensnsensivdsnnssstssnnsssnnsnersonasnsevasssnacnacn 2 11§
o1 T LR R L b 2. 108
PrEREeat CUTTEIE  sossrssenverommrrr o men s v et tosehr toabaeaan somens saesar rs sbs staten tunensanens s st aoossstnncns 4. 40
preheating flame +«secessenresmermenmnmmainiiitiivitsiniiarmennnc st tensissrsion cssis nsn s n ssrary ses ssn senaes 7-19
preheating OXYZEIL =t *e oo os o0t nta ane sue san dor use 0os badEas ors Nt an Baesal AU eS0T ERPETL SRR SR SLR Sun ST T s bR SO Se 7.20
Preheat tEIMPEratiure = ssesveesearsres corserron rnesuevae easooesonsar snnaesaraunt f4mtrtorsssessssassansrnnornssnres 2.110
preheat time  sreeresectenvorsrsannratamncessnenuerioresasesertnsraranncinanrnraressetonnais tstensennennss ses ses sases 4, 32
pressure gas welding s+sssessrorearsrnancnnaraonan D T L Wy
Pressure test =s-eer=se e AES EENeeEaAe Nes RN EEE e AraSeatas SREasENIsane saanen carertersoensnrasnnennernunncssstsearanens G, 3R
pressure welding se+eseesssseessiseasirmmicinniiiiineitistsseneerannaiaas B P PT PR I |
primary combustion «resesse- Nes uad 446 teas0n MaN MRS UER NS SEO ME LINOIP AR SIN RO NS aur Sus $us SesasRis tunerransnenevaresr ] BT
progress of welding ses=serersesersstrericenerramamerininsittttaisiin i senstncisansant e sen amann nrs men e sne vas e 2. 8
projection welding setvsererserereuceorrsatoreareniiiiraitittiotieseninrasnans tevanssts ses sns sarnnn en na s e e ey ue 4. 27

puddle e HEE B RS SN ST P EN S A A TSI S Y N ANE R R B AAA SR SR EETE SN AR RAE RE R RS AR R SR RN BN AT EEE e e e 3. 2
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pulsed arc eFBeRs NAG SBE bUv anamnE FE I bt e R NS PR v A naa L R L T e A 3. 22

pulsed plasma arc weldmg B e L T I L T TT R TYTECRSOPTR J 11 1

pulsed spray transfer.n..uu-u..un-...u-u.......-"...-uu--u-------..uuuu....---.-.....uou.......----. 3. 32

push Welding b L L L L L 4. 17

Q

quench time thb he saB SRS NES Shv man sna S FAESA A SN R R S B AT NS SRR PSR S ES SN SE FRS AR SN R RA O P NN ENS AR A P kA Fan 4_ 37

R

radiographic inspection SEE S A T BT NS NSRS S NS NEE SON BRI R E NN A BES NS S b B NN ASh SRS GNP by d by e e aaE 9.31

recovery (Of arn element) L L L L L L L T L T B Y 2- 102

reducing flame MAE AR LR E S NN NS NN SR RN SN NES AT S S0 N NN SN N SRS NN SUR NS NN SRS A huS G R R SRR AN A A b 3' 78
repair welding B A AR A T F T ACA S A TR NN REE AAS A A A e var aa AR RN AT N NN SRS A EEE Y NS NS NN SR RS A ENT 2~ 91
[esidual siress Bak dbBSGbv Enn smaaae L 2. 120

resistance brazing (soldering) 4 TR eI S L tes bub mae Nemans et e e 2 ess it tnre e ar e e e mrnarenae 5, ] 7
resistance spot weld serericiscn i s s b e e e s e e e e see 4, 7
resistance spot welding e e T e P S T £
resistance welding e e T P P P P P N B |
resistance weld'mg weld titte  seee- dR T ST PP . 1

restraint intens:ty AT NS AT SO MY ACE BT AT NS PSRN AR A BE b T EEe A A A AN T RS RS R AN R NN SRR SAS RES SR S AT 2. 123

reversed polarity L 3. 35

ripple N AN B e RIS NS BN S AN Ee L e SR AL 4P N ERE SRS S0 GeL bie meaaan AR E A P N SaE Sae RAY s m by e 3.13
roll spot welding B e T -7 |
root bead seveeenenaa e i e P T
FOOL CrACK  srtvmemcscmnsetma mincn ittt tir e nas ncn carave sme son samars 4 0s pet senens aes 14e tonsonensass ssesos cnnone ausnne 9. 20
TOOt FA0E #4300t ermeme st ottt st bt tr em e ccavns brneme ssa 40 000 400 ae soaman crrany pan ten sed Abebon tun vun men e pes 2,20

root of JOITLE "% v e o m tan e b nome n s 100 60t 700 P el 404 800 406 raa wmn ane abe ess mun bms Han ARE 1O SET BaS e ne REh A2 £s nar mn nen avnnny 2.17
root opening EE A AR RN TR NN A NN RPN R NS BAS A NTE PN R AN A S 4S m HEa B SR R e P NS AR A e N Py mar A n s sss buemne 2. 18
FOOL TAGIIS = 0o vonate mea 000 000 ausams set 400 ovtrre somans ersoeneraesaii 4emooraanonsstsnessss sanars eanasssesoeearsaanmns 2,18
POOT BUITACE *tvrer e ormnetinton st ottt tae tht rr mesese e s0estemen sas sus bis sassanarn ses son san see sonsas nensreren nos aes 2. 82

run Of{ weld tab i L R D L T 8_ 10

S

scarfing e e R B e TN A IS SRS T RA NN KA RAE R MARASE S48 0N b BN Pht Sh Bad e menn A rrs b bananenee s as v s - 7.12
Scarf Joint BER AP R S AT EEE SRR P TR S SRR D PR FA R RS AT A VA AN NN OSSOl SE BT SRR R B A BN AR tEb dEr s E AR Be e 2_ 31
seal weld ----- A R L L T T T Y 2_ 49

seam welding B R L T Y 4.23

Secondary combustion e R4 A N R A RS R P E RS A A S AT e R Y RTE PN AN R AT H e A Ne RN SRR NS AN NEE R AR AN $O 3_ 83

Sel{_fuxing brazing {iller metal b L L L RN 5‘ 4

Series welding Ll N Y L N L T L Ll Ty A N N R R AR AT N E ETA SN PN AR e 4. 19

Shape Cutting ..ltl.ll..a..tt.uiloll.l.l...ll.l'l..ll.0.0&.-.lII..I...Clt-l.ll.llll..-----n‘.'.o.l.t-c--o--.ooll.--lnuol ?' 13

bhlelded metal arc weldlng A S PN TER AR E P SN BT SRR S AR SR B B A0 F A NN AR NS SSE b e SaE S A B e aa 3. 100

Shleldlng gas SRR AR AR St A rRs AR FN F e WEO NI PR AR A P R SR AN AR SR TP S AT SR S AT RS S R RS R TN BB BAS A 6. 34
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Shielding gas flow b L L L L L L T L L R P P P T 2' 105

shop welding sessessemrerearersnrorcsrireacervsnennas eerereeserstenerrene tee s ner e esnes st tesorseinmisirannanes 2, 80
short circuiting transfer seeecscccsrimamnniininini s s s s e et sse s s e s s e 3, 30)
shrinkage cavity esiceceseeeestncettetnttinnmneirirerstesstttsssttentantinansisittistniecossteonnarcnsonnres 4, 67
SHUNTING  orssts 000 0ostosmnsortirssstestetsasonsuneronaesstsatetistastnstesontoieamnancseeriasesssserererasasnnsansassen 4, 44
SINgle Groove eerster ettt itrii ettt car ot e s ret eee st s e ts e ses Lar aanare e Re Fet e bea sesban sne s ssesassie D, |2
single-pass welding sereemesrcortrcanticntnisnticnssisit it s srssrs s tes ne asa bbases nen ans ses vesaessae 3. 61
sintered flux  seeersesmemcemeremm i e sne s et srrcat e rre nr remen Rrease tr e ses see tratan senmen naY bns obesun bur van (5, 47

Size 0{ electrode AR R e e R L L T P T TP I 35

skip welding sssesseremmisinmninisiniiimi it e e e s PPN ss sttt e e st st ansainsresesssvensons 3 58
s]ag T T T Ty T T T 6.21
] R T Y W T T T I 1
slag inclusion  sererreerrmccnercrmcrinm e e sttt e s e ses sss ses see i s s ner ser esaese §), 4

Sleeve ]011’11: FAR SN AN SR AR RS RN RS AR RN AR AR SRR PR NN AT BT A EE U IS NEE RER FAN ST A AR P A O DAN NS AN NN R R R 2. 30
SlOt weld B R AR R AR AN AR BAS AR D R B R S ik ST T N PP TER NN AR EAR SR AR NS KPR PO FUN AN NSA NEN SNE KNS AN HES e ud 2_ 60
SIOt Welding +oreseveresstsearsronerssosonstrssntsestormen tanens tre san bos son sr sases ssuarenas sensrnesasrsresenoniies 3. 103

SO[t T oL L R T T T Y S 3. 24

SOldEr  sressemenismcir ittt s s s e s Lr e sss s s s ss b s at sec mse er caa esn senaes st amanen sanenenas 5, 3(5, B)
solder interface serriemresinrensmiintinrisiaiiiititintiie s s e rrr s ss tas sheers sra nen san sen st seeansnes 5§ ] 3
solder metal  recrersinnsisnniniiiiiistitir it i s s st s sr st s s e Lss ss es sisane sre ensa san ssasssanneen B ()
solderability  seceeressorcurenmeruiorottimsentine e sar s ns s s rs sen ses sbs ses en s aen s sva nansesbe st seenuanes B, 25

soldered JOIME =eterecttertsrtmtroneiieemiommont s iennerstnsas sroass bes s0s a0 st vonsancesorsrarresasessarervarnes 5 1]
SOLAEEING e vermerens e mm mre e e e re e e b as b ees bre v hbs e s e s sre e S aae s easas see ea an ens 5.1.2
soldering blowpipe srreseerercareronontcniant e trn it cestat ot trt st s s et e e s sas s sts e sassen ere e nes 5, 29
soldering flux — seeesesssamnareinsrenisiomnietieimtioni it e cse s saebea tes sar eresse sbebes ser sem sns sisannsns L
sOldering Jrom sssesssrrseeristnnisetnioniestansone e tsismnencinonn e cisse mesen bos ses tabsee st ee nes sen snssns nesses §, 28

Soldering temperature ------ NN AT RN SRS R NN I IS RS NS RN PR SRS A AR ANA A NS ERN R S AR S NP NG RAN SN AN RER N 5. 6

solidified Slag ++sesrreessersinreruortoscosisrertsteststesinscescamennate sre rs sos sn sns sns saswasern snenensenonenesaneres G, 27

solid-state weldlng L T P T TP TN

Spats L L L L N N N Ty T R R T 8_ 18
Spatter N A AN BN RS BN N RS R AR NN AA R SRS B F AR R RS A AE 04 4 SR et e P u Y AR NN RGN NS FAN SR SNA BSOS LS S ES b nin s s e 3. 164
Spatter lOss rate A R RS AR ISR AR EAE RN R TRE SRR AR P AP RO P PR R S NS U RS NN NSE NN AAR RS A AR AN T RSN BAR SN R AN 3' 165

Spiral weld seressereersansriasesnernasossossaressstestositssitresns st sneane sy onras sanarsaessesassvennrancessen 2, 48
splash sseeremrecieririiesiatcaraneniitisiisiisisiseststnrimisiitrnems et tinmercirr s serasssisrsears sencansennnenes 4, 58
spot weld spacing  s+sesessetss sttt i e et e sresee cressratasee ses ses st s een ma e ca s nen e sos sns sss eenves 4, 58
Tl R Rt 1] T P P PRI A 3 |
spreadability sseessvisnst it s s st s s s e s can e ene see san s san sea e snnes L 27
SGUEBEZE LIIIE  #99+0% 500008 10000000t 00et0t ot asssrtsesast auuntesancarainans snansenesresssssasesssissenssnsunsessnsrvonss 4, 31
staggered intermittent fillet weld ersersersresravisstniensimncnsscanessnssssssssnsssssnssrssesessisssessasssassnes 3. 55
static characteristic Of Arc tswsersetsrssserevresrrurrien st tarsnecsnanssssrrosatesssssssesttinistsensesssneenssnsas 3, 21
starting weld tab «esesser e s e e e e en st s st st s e §, O
step-by-step seam welding «----- T .-

step-by-step spot welding ORI L NS At S UE Svs T hd bud AT d AN RS S EE NS S NSNS FESESS Ass NAS RAS AAd RAS SIS e ek BN SN BAY 0SS 4. 25
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Straight polarity AmE sEA EEE Eeviev bbd SR PR ASN B SN anS HEn CSB AAE S EE PSS S AR AR PR R AR AR E R R Sb SR AN d bt TR T R AR SR 3_ 34

strength A T L T T T T T TR N PR TR TS T . /4
stress relief cracking T R T TI TR T R T PRIV PP PPPP PP« I X
SETia dEPLh  ==eeserereerorere stn oot o retie tea i sresee o cae ont ae e Hee e e st e Sseab te et et sas Shb st st bre o 7.29
striking LT T TR T P T T TR TR TP W [ c)
striking end{(of an electrode)""""'"'""'“'""""'""""““ B T P T T T . . ¥4
striking voltage T T T LT LT T IR R Y PP O I 1 11
Stringer T B LT T R T R TR T R LR CEE LI 12
strip Surfacing 4% atmala e EEsseETessas Seetse Nenaes can raa e S be AR S C AR AN R AL NSl RSN RGN SRR sRasRs sve Rne nan nenasrannass 2 (F
strong—back T P T T R T R R S R LR T R YT Y T VP U VR PP U VPP PTUNTPYPRYTRY TR S 4
stud welding T T L T L LT R R I T X 1]

Submf_:rged arc weidmg A B AS RAE s E B E e EE Euk Ak S B RBE ABE RES ANS A RSN UPETERRE L b d RE Gt IR S v R S At i b e dru b 3_ 108

Surfacing T Y T T T T T T T R T R TR LR R T PR TR R T T S -

Sustained backfire AR RIS AR AR AN SR SN RN PR A EEE PR RIS A A NN TR RN AR RUR PR RS TR AR B AP RS RN AR A A PN P AR 3_ 95

T

tack weld =scerrererretisiitini i et s e s s des st ss bs b R s ssr dsn s n s e a sne s pea ns nen men sannen D[]
tack welding T T L T T T T L T T S P LN - )
temper current T T T T L T T TE ST F TR ST PTTI: W § |
temper TLITLE *=v ovt ot mceens sanonn smonaaananen sekatrd bt son it 0noet Lot o Nt sra ek sEn a Ane A na mra nes nan enn s snssennns 4, 38
test piece sesreerercens e e8 408840 A s Ee e NeE B R AEE NS SPU NN ED ORI EES AN PNI R AN Sae AR Rae Raaaca aensesanacasnisassrirnee O D6
TEST SPECIITIETT  =orereresrsaessrsoresessnnmanoesoan oo tne e iesousbestorestort st ssstee esssnsrs sesosteereosstssresenis q9.27
theoretical throat T T T L R L R L T LR TR TOI A 1ot
thermal CULTATIE #osse snnresotstmsans tamen ot seasaa oot ansars ss oo snstontenmesansteanes cananoinenstneanenisnssnonns 7, ]
thermal spraying =esce-esecrseessrsicennirmeenirismnneroreriotstecisiessorressrrrssarrsovartssntrrosatesssasnrans 3149
thermit FeactiQn  sererserisrsscsonttornsssansasionnencanonnencsnonsesasienvessonertvessivssoovetseovesonnennensonans 3, 747
thermit welding et R EeBes e P eEE e IO RS PR Sea sae AN ae ReaRsERenere SR e Rt s ans ran avs nawnnnnennenerasancas 3, |48
thermostat contalner {Ol’ electrode ...... SEEHEs LES A Fss R st ast st san st sns bR aRs s nen s assansonssnsniinesr [ 3G

titania Calcium electrode HED FAM NS NS RET AT PR H RN B AR RS NS AR S BN SR BN B AN RS AR AR AARARR AR AR R R AR R 6. 7

T -JOLIIT we=nersesvssssssrssns sannen snnencrtonsertonsstssusonstiesessnsoresnssassoscrsrossussnsarvssasssssevivssncsisnees 2, 25
[QB  #++reetsrennansasoucusesnstes consecrcesnare oraon tranna sru R nnsten TrE van eut Srn e s s sra sar nas rae narnaa enananasons D, (]
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