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Welding terminology

% GB 3375—82

1 FTERNTS5ERTEE

ARMERLE TR (AEK EARRRIED LM B RRERE B R E LR I LEHK.
AIRMEE R TRE BRRE TUARE SUREUREAR B B R URE.

2 —BAE

2.1

2.2

2.3

2.4

25

- 2.6

.27

2.8

2.9

B welding

BN INE. KA EHA FERASARETH E LGRS —FE.

BIEHHEE  welding technique

FRIGBBRBEINTREIZAUNES.

B welding process

EERMEE S mBNR SEPRAS KHANEBEZFEYRNGE . . WE AEE A%
FRRERE.

BT F  welding procedure

HEBEFRARMMI A EMTEER, OFEREER LR BETEEE BESTBE
B,

BETZHE () welding procedure specification

il AR BT A A KRB R AN, TRIEH A S TRRE T RENRENHEHR
i
B  welding operation
ERAENMEETIEIZNBREL BN ENSIR.
BHEIF  welding sequence

T E&BEELMBENBERT.

B4EH M progress of welding
BENFNRERENROBI M.

BRI  welding circuit
RERERYNRERRRLT4NSHMEE.

2.10 0O groove

MFQH BT EZHERERAORFIL N TIFREAN — @ LA RIEME AR D BAR
EI 10 .
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&

8 HOER AT BRLX

11 1% Xk p: Pt

12 “f ;ﬁvﬁl’f xSk S

3 ( %e@?\l};};ﬁu - XL XA

14 iﬁ?ﬁ";f MEEk  RHERAZHELES
s T;ﬁvmﬁf B, R AREEL A
16 4V TRk XA

17 |§i7 T Bk PPt

18 K% TRk xR

g5/ 1
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e o ROER AR ATt
19 K# THEL R AROALES
20 (;g;) TRk Xt 4
21 SV T Wiz S84
2 K R SHER g
23 1% +F#EL pipes
2 1% ) s
s - gzig ey
26 — AR &k MiR4E

£ 1
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29 - Rk AR
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31 - WEEL R
32 - EEEL faRaE
N — EANE: 2 20 boge b s
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rE (f=] KOER BLER BT R
34 — Lo FUE: S TR 4%
U ¥ .
35 ) X e 4 3k poF: Fot: g
MU .
36 ) bUE: 2P iR A
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B
39 VE Uk & Xt 45 6%
40 YU
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2-1
2.12
2-13

2-14

2-15
2.16
2.17
2.18

2.19

FH T beveling (of the edge)

YL KGR TR O R,
HEB I single groove

R E R (BB R MO,
XE T double groove

RN BEEMED.

WHMWE groove face
FREEMFOXRE, LE 2.

o

B AE groove angle
PO Z R 9 fy, WA 3.

WOEAE bevel angle,angle of preparation
Frbn T3 O A S TE S O E 2 EK e A, LE 3,
BLMWE  root of joint

HAREL P F BB IR —TAL, WE 4.
WEPEBL root opening
BATER LR M BB =0, LA 3,
W4  root radius,groove radius

CEJRU BB ORI E AR, LA 3.

2.20

22

2.22

i root face

SRFFFSE OB, W AR ARSI AR BB A S T L B4y, A 3.,

#B3L  joint

HIARZAMULRGEABELAARCESE AN, RRELHENZEEE BOKX . M
Row X B0 2 84 45 R R R ALE A EHL B W

Lt  joint design

RIELERGFIRENELER BOBIMR T RBER S,
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2.23

2.24

2.25

2.26

2.27

2.28

 {ap ) 3

i # B

mnTﬁ!
§ | !
; 1 AR gt ;

B~
i

WOk h /<
il " snfE
Oy il Hi O i f
3 B ‘

Tote

i~ !

M 4

Xt#EgEL  butt joint
WHEREHRKFHF T 135°, /M FRE T 180°k AMEL, WE 1.
AR corner joint

PSR AR LT 30°, /NTF 135° 3 A Bk, WA 1.

T L T-joint

—2ZWEE B —HREMREASCEMUEANEL, WA 1.
gL lap joint

HHRIERMBAEL, LA 1.

+F#L  cruciform joint

EAMEERRHFREL, LA L.

WL  edge joint
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2.29

- 2.30

2-31

2.32

2-33

2.34

2.35

2.36

2- 37

2.38

2.39

2.40

2. 41

2-42

2.43

2.44

2.45

2.46

2. 47

2.48

2-49

FEEERERFHHFRTZAEMNKADIKT 30 A wEEL, RE 1
#ihEL  edge-flange joint

RIS BI A0 SRS Bl R LR Bk, W 1,

EEBEL sleeve joint
B—HRERMANETETRERERNPRE THRTH R EL, LA 1.,
FHAtEREL  scarf joint

AR T LM R EEL, LA 1,

iREIEL  lock joint

— MR SHEBE B — B RG L ATE, RIE 1

#4$f&J/& base metal,parent metal

IR SR B SER,

KM X heat-affected zone

BEIVIELIESD, ’FIHW"*?“B‘J%"I’](L*%@DWKEQ#E*E VRILBR A BB AL R 3
F#EKX overheated zone

BEXAPEE S, AFERARSRN R EHAH K.

BEXURLS) (CRXMERILRHERE)

1RAE 5 B A X, BE S KL WM BRi SH LB LK.
%é‘?ﬂ%(ié{tﬁ‘-) weld interface
REELHERBRE L, ENRMFBERNREREL.

JH4E  weld

BGRB8 EREBNESEET.

14X weld zone

R4 B HARE KB B,

HEELRX  weld metal area

EREELHRBRE LAEMNEESROXE. BEN, HRSERTOAE KRN RKSE. %Eﬁ. '
Bt R IEEET .

SCli184  ack weld

AT VR B B S RN L E TR RN R,
A R4 strength weld

HF ERERZHE AR,

FELEHEEE  continuous weld
EEBENFE.

WreE4RigE  intermittent weld
BEBRE—EEREIEEE.

HUmREeE  longitudinal weld
EREKETFAATRISE.,

KiR]/R4E transverse weld
EHFHEGKEST I EE.

4% girth weld,circumferential weld
IR 5 A Sk BAR B M R4
WHET R EE  spiral weld,helical weld
AR ERIIEE X EREE LG REFT B ELE.
FEHEEE  seal weld
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2.50

2.51

2.52

2-53

2-54

2.55

2-56

2.57

FEAT LR RS RI R,
*tiEE4%  butt weld

ERGHFEOEER TR OES 5 —FHRERREAEE, LE 1.

iR %E  fillet weld
BHEXSEEXFHORLIREN RS, LE 1.
FHE AL fillet weld in normal shear
REMRGREZ I MELR AR, WE 5.
T #1848 fillet weld in parallel shear

BREMR G RUGZ NIrmAEPATe AR, WA 6.,

- ==
e B

A5 " 6

H-FIMTSE )2 4% chain intermittent fillet weld
TRELHMEAAXMRAE . K EEARHEHWE MR, LA 7,
TEEWTLE AME4E  staggered intermittent fillet weld
TRELFNEAHZERE  KEEAHEMNEE AL, LK 8.

7 K 8

W 154 convex fillet weld
BRI A AR, LA 9,
M f484% concave fillet weld
JREERTE T8 MiReE, WA 10,

——— P
P
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2.58

2.59

2-60
2-61
2-62

2-63

2.64

2. 65

o - o
P AAE. 3  mem — 7Q
N\ el g _< BMR
//Euﬂﬂ
\ -
(N
S e
9 & 10

WA edge weld

) R s 4 2 L BT R L 1B 48, LI 1,

#1824 plug weld : :

FEGHE, KPP —RFREL ERAPRERERTE SRS, JELNEAREE A HEE,
WHE 1,

FEIESE  slot weld

PItAHE, K — SRR AL, ERFLP BRI 54k, LR AREE SRR,
RS ETH face of weld

BRI, WBA R MR | BT BB 4E R

JHEEEHE root surface

125, IR 8 T A B B MR KT

PR E  weld width

BEERTPRH 2 M, WA 11,

S
maEE RARE

i

I 11

JREEEE  actual throat

ERAEBE D, B FEIBETEMES, LA 9.4 10,

BT HEE theoretical throat

BB E AN BAEE . HERAEEN ESETREANER, AREN TS T &M BRERE

HHEHHBRRKEASE=AR D NEANTRRIARMERKE, B L BHREE, LE 9,
A 10,
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2.66 14 /NE convexity
M AR ARRTE b BRER 5B ARE Z F MR KER, WHE 9.
2.67 JE42VJE concavity
ML AR RTE S BRER S B ERE Z B KES, LE 10,
2.68 JBHL weld toe
BERT SRR L, RE 11,
2-69 B fillet weld leg
ABANERE Y N —-NEAE LMRRE SN - EAERENB/DES, WA 9. 10,
2.70 BBR fillet weld size

EARAEBETELNBRRKEEEA=MABLPIEALNKE, LE 10,
2.71 41 depth of fusion.

TER B L BB E b, B SUATE R AR AL B R B L 12,

m — s
f g? \ L (AN
L
‘* w
|

=
[ =7 LT—

b 23

A 12

2.72 BRI EE form factor (of the weld)
oyt ,Eiﬁﬁ%ﬁﬁﬁhﬁﬁﬁﬁ(B)Li‘ﬁﬁﬂ‘ﬁﬁﬁ(H)Erg WA (p=B/H), LK 13,

2.73 &8 weld reinforcement
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2.74

2.75

2.76

2. 77

2.78

2.79

2-80

2-81

2.82

. 2.83

2.84

2.85

MR REEL LA TEESROR AT, WE 14,

=R
|
I%ﬁ
[ 14
B weld root
BATHSEHHTRL, RE 15,
1B
ot ]
3] 15

JREERIZE  axis of weld
- REERITE JL A PO IR SR E T mAELR.
BEKE weld length
BREMMB T MM KE.
B4 4 8 weld metal
HWRRENER. —BRESLHEBHHERSRERGERGIH>ER.
B4 5  welding symbols
RS LIRERENE RAYAMBARTEFRANENRS.
FTL/H manual welding
FRRE B SUR M HTRIENBENE.
Hzh/E automatic welding
HENREEE TR EREERENERETE,
ML E#8  mechanized welding
FIE R BURE M ALRE R IR EREENE BB B TIRZE R LSRN RE T,
EME  tack welding
B R R R R L R AL B T BEAT B SR
ﬁﬁ'}% continuous welding
5 AR b SRR ST AT IR
WreE/8  intermittent welding
L EKRREH —C EBRETETHER.,
14 butt welding
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R R RL R e L TR AR B
2.86 fsR fillet welding
: o 5E SR AR AR T AT R AR R
2.87 1R lap welding
. 1R S R I B B L AT IR B
©2.88 #ihfE  flange welding
T 1 SR 0 A 1 O IT R AR R .
2.89 ZF[a]R#E  shop welding
. €L EITHI R4 .
2.90 LR  field welding
R RTE T L3R E s TR R 8, th iR L 1R 4.
2-91 *BGEEH)  repair welding
HA% A (5 4 VR A4 LRI I 4 SR B S H 14) Ha SR P T AT R 4R 82
2.92 HESH  welding parameter
RN ARIEEERRMEEN SIS @M, SRR AN E SEEE KBRS Y
2.93 JEEHEFE  welding current
PRI U 20 042 [0 3% A UL
2.94 1BEME welding speed
BRI SR R A BE .
295 SIIMEBE striking voltage
BEE RIS IR BREEE.
2.96 HIKEE arc voltage
E I 0 (P LR Z R L FE
2.97 #Ei AN heat input
AR, AR ERE IR A 5 B K ARS8 DR INEE.
2.98 IE{LAE  melting rate
AR R IE LR E R AR R SR ESRE.
2.99 15LFEE  melting coefficient
ISR R, AL AL A L R (BB L) ML B (g/ (A - b)),
2-100 4EBGEHE  deposition rate
IHES RSP, B E PR BER G LN SR & (kg/h).
2.101 BB E¥  deposition coefficient
AR R RO B E R, BN (RO BRERG LNERE (/A - ),
2.102 &4 AL  transfer efficiency;recovery (of an element)
BEMHIHEETEIRIBASRIMBBESHFHRESBHE L,
2.103 158 E deposition efficiency
BREBRERSBMMERERGEFEES BLOBNESL,
2.104 HLEE wire feed rate
JRBERT , BT B [A] AR L2 (AR A X K K
2.0 RIPSIKHE  shield gas flow rate
SHEREFEN, BEISBREREAZEENRFEWRE. ¥ BRETHETITE.

2.106 d#z{a)fE  distance between wire
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2.107

2.108

2.109

2-110
2.1
2-112
2-113
2.114
2.115
‘2-116

2117

2. 118
2.119
2.120
2-121
2.122

. 2123

- 2.124

{8 PRI AR B P AR DA B0 4 FF e R A e AL e AR e AR AR PR AR L (R Y BE

BE dilution

HREERZ B ERTRERNE AT IR LERS & BB A8 &R SRR RE
HRESRERETHS R LRBE. '

fi#h preheat

JREFFIAHT, XT@f‘FB’Jéﬁ‘(iﬁ%)l&ﬁﬂﬂ%ﬂ’JILfﬁM

JE#  postheat

BIEE LA RN (SR HETRSERE . FHALH T E/GE. EASTRERL
.

FiIBE preheat temperature

EREAZTIZMNE FIXRESINERE.

B E postheat temperature

BERERTIZHANE, GRATRELTIMEBRE.

JEMEE AMIZRIEE) interpass temperature

- ZREZERE, ARG YRE AT, AATIRE N R RE .

185 as welded

BELABERE BHERBEMLEHRE,

JRIZMIEFR  weld thermal cycle
ERERFEAT A4 LR AR B R R,

BIEBEEY welding temperature field
BEIRPME—RASEEL FESNRES RS BEYHSERNSERRER.

BRI AL postweld heat treatment

RGN BERERELNARMERRHEBRRRNY AT HTHRLGHE.

183EH weldability

FHRLERR B M TR TRESEME R BRI, #ﬁﬂﬁﬁﬂﬁ&%‘ké’]ﬁﬁﬁ B
ZMH RETE BWGRUERERAERNAERAE M.

BRI weldability test

WS REENRE. . A8RAAR . ELHEHERE BB HRRS.

RIEN 7 welding stress

BEM G R EETM=ENRR T,

RIEFR AR S residual stress

RIEREERGNNREN T,

RIEZE  welding deformation

BB ETENTE,

BERREE welding residual deformation

RE . BHERENEE,

#RBE restraint intensity

HRSZEBARE KD —AERIEE. MREFRGNSHEL R RERAEELE
%ﬁlﬁllﬁ(?‘iﬁﬁkxyﬁiﬁﬁﬁ ﬁﬁﬁﬁﬁk&.ﬁﬂj}Fﬂkd\;gﬁﬁﬁﬁﬁﬁﬂﬂﬁﬁ*l’”ﬂi
B0 B B 0 AT R RS K B TR A A,

HYU B carbon equivalent
ERTELTEAEB NS BB EEA R ERBAAY S &, TN RN AR i —Fb
BE T,
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2.125
2.126

2.127

¥# 4 diffusible hydrogen

RAEXPREH BT BEEHHR T L.

BRARE residual hydrogen
BgFTBEARMREENRE THREX PN,
4 weldment

PR BEEGAN.

2.128 JBEE[R  welding shop

AT A ER E .

2.129 ®HiR electrode

2.130

2.131

AL AR e R A4S S 0, SR G OB AN BB AL B A B AR S TR T AR (L R £ (R
# BER) ECHBE. B8,

HEAREH U SRR MERENNERK.

54k B4 consumable electrode '

R R E A E TSR Bk,

EEFEIF  welding cycle

TR MEEAL—REBEATCENLWEF.

3 BERE '

3.1

3.2

3.3

3.4

3.5

3.6

3.7

3.8

B UEE)  fusion welding

BB AR B & RIS L LUE RUR SR R TI4 .

%A molten pool;puddle

BERESEREER T84 LITBERM RS — 2 ILERIBSER BT,
P crater

IR BT, g T W IR B OIUR X, 26488 AR TE R AR EE R 4

4B  deposited metal

TEHBEAERIELEFIERNBEER.

IEBEF  build up sequence
BRRZERR, EFESRBRE L& REN KT, LRE 16,

—
F—
—
e
5

g 16
{858 bead
H—RBBHERN —&RBEESE. WK 16,
BIIBHE  root bead
ZRR, EELETBENFE.
#THE/RiH  backing bead
B O xR BB ERGEEREMN RE. WLE 17,
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mval

i 17

3.9 #HEMHE back bead
BEXNEEOERE, NESETEHMERNRREERERTHERTETERS) . LE 18,

TN

LW

——

& 18
3.10 #i&EJEHE penetration bead
HMW—ER L A E A RE , — B S mE U m R 4858, WA 19.

1 Oy

& 19

311 #EZHRE weave bead
REERT, R AERE 4B 3 BT SE LAY IR K .
3.12 ZXKR4HE stringer bead
R, BARRES), BRI A AR .
3.13 ¥ ripple
BERE L AR,
314 BE layer ;
EZRENNE—TIE. SMERTH —RBESILAFHHEEWEEAR, RE 16.
3.15 BEHI welding arc
RAEREESN, A — S EMNFH RN BREGHE, ESEM RS ENBATRA
HBEAE.
3.16 I stiking
AR, FIRIB BRI LR,
317 @I EHE arc stability
HIRFRERECR™ LMK BB RKR S RE.
3.18 BIRERE arc stiffness

BB MBI ESHHERT, B Bk E Y BRE.
3-19 HWILS  arc force
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3-20

321

3.22

323

3-24

3.25

3-26

3.27

3.28

3-29

3-30

3.3

3.32

3-33

334

8 T o A TS T BT AL B el 18] 7, 0 W e SN A R A A R g LB T
BN  dynamic characteristic of arc

StF—E I A R IK, 24 e N R A RS R AR LBt I E S R B RHE 2 IR R R
B IN#EFE  static characteristic of arc

FE AR S R — SR T, IS RpeeT , BN S IR EE LM RE.
— R AR R-R .

Bk I  pulsed arc

PARk w77 A k45 v R A LI

MHEIL forceful arc

LB IR (RO R ARk, 512 e s B B AR L

HHEIL soft arc

o 9 e FE AR fL B, B LA L F AR .

BIH ST arc self-regulation

AR B IR h, 2R A SR B, B B L 9 B ShiR T K R I i A
B PR K (BEMUR)  arc blow

BIlZ A ERT = ERBHAR.

Pl arc length

S8 o I 0 ) 3 AR O SL P A R R T VD B IR SR S

Bt ¥ metal transfer

Yo 5 923 ) 1) 8 b A R B R, AR R O B A S L = R
T ¥ (B0 L ) globular transfer

P S KRR s s B B X, WA 20(a).

™
e

(a) [4)) )

& 20
LI short circuiting transfer
R4 (SR 22 B R0 15 8 5 4 o e P A, bt T SR R IR R MO B 4 4 LR, R R T
HEREX, WA 20,
WGt ¥ spray transfer
¥ 8 52 40 /N OB H DA W 5 oK 25 Bt i 2 W 6 T ) 4 e SR S R 3L LI 2000,
koSt 5t  pulsed spray transfer
0 R Bk e b, O 2 ) A R L O
e polarity
W R R R B I B B L R R AR . A e e IR LR AR PR R A AR B TR O SR AR A
IE#  straight polarity
R B W EAR , AR i TR AR A 2 B
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3.35 K3 reversed polarity
PRIF IR Uik, AR R IER AR,
3.36 BEEME welding position ,
R ARET R BESE BT A S B G E, AT R SR 1 fo AR RS RO . A TR B R R4
hEE,
3.37 B4 inclination of weld axis
REMR S KVEZ EKIE A, LE 21,

EHSRE

-+ X

L Sl

Bl 21 kR 5EM A

3.38 JB4% A weld rotation
REPLROFRMERRZFOEL MK 2RE Y Minkm. WK 22,
3.-39 FENLLE flat position
TREEI A 0°, REERE A 00 BBALE, W 23.
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b L

() §=0°(360) RR =0 ML () §=30°RR=00MI (G

B2 BREA
340 BEBAE horizontal position

R 0,180 BHEER 0, 10 B AL, L 23,
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34

3-42

3-43

3-44

3.45

3. 46

3 47

3.48

3.49

M 23 BEAE
PA—T4R(I B ;PB - R 8, PC— BB R , PD— M AR E;
PE {0V PR LB B PG— LR B
MARPLE vertical position
R A 90° (L1 B, 270° iy )WL B LI 23,
MJRHIE overhead position
STEAREEM A 0°,180°: #5 M 270°M IR (0 B, LR 23,
RN E  horizontal vertical position
IR AR A 0°,180°: 5% 5 45°, 135 M AR AL & LI 23,
MABAE  horizontal overhead position
e 0°,180°; ¥ £ 250°, 315°09 AR AL E WIE 23,
48 flat position welding
EELBEHRTHRRE,
Bif® horizontal position welding
TR B HTHRREE.
L8 vertical position welding
LR R BITRRE,
i8] overhead position welding
R EHITHIEE,
M 4R fillet welding in the flat position
TR . +FEMAEELL T A MR RfTHER.
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3.50 mL3IrB  vertical up position welding
SRR, R B T BT R,
3.51 M TR vertical down position welding
SCARED, R H B T TR R
3.52 ‘FAJR horizontal vertical position welding
EFABRALENRE.
3.53 /8 horizontal overhead position welding
EMARAENERE.
3.54 f#12 inclined position welding
BB E T HAMLE BT 8L R E SN R TR 8.
3.55 AP forehand welding
R B LA S I ZE BB B L 34 1 BB 4 B IR AR I,
3.56 AP backhand welding
REXMFNELER A RED, HER CRRS R EE.
3.57 4rBtiBJ/E  backstep sequence

PR B A B T B BRE, BRIR T 5 ABMMK T MR KGR, LE
24,

1R TT

Akl dd i didd 2 2 2 2 202 27 J)J 2/
) My | S— ] ) I—
Lt r— — ™ Lt

1 2 3 4 5 6

K 24 BHBEBENR
3.58 Bk/E skip sequence

FHIR PE B8R o L T B S BUE UCF A 7 1 43 B TR R A 50 0 AR g A8 ek . IR 25,

(o BRI Sy 1]
1113r5|21614

15 25 %orBoRE s
3.59 HMM@EE welding by one side
HERLM—E WD fEAEE.
3.60 MEHE welding by both sides
LM PHE D R R,
3.61 HEIE single-pass welding
HIEHM—RBETRBASEI TR,
3.62 %M multi-pass welding
P2 DA B AR 58 U R AR SR T EAT RO AR 8, AT 16,
3.63 ZEH/ multi-layer welding
PRI~ DA AR 2 58 U AR B AR T AT R R4, LA 16
3.64 SBLEE  block sequence welding



GB/T 3375—94

3.65

3.66
3.67
3.68
3-69
3.70

3N

3.72
3.73
3.74
3.75
- 3.76
3-77
3.78

3.79

BRGNS TR ETENENIRFGREITEEE, 85 7 B RE R HETHRE
#, LE 26,

ol e y— 1

B 3

8 3W W

B kR
4, AN 16 ér [N % 1:
_2"‘:35114 ‘/ 7:5 —r “(;B—ﬁjog

HJE  surfacing

1% 26

KR KSR R R, SRR T IR R R AR R R B R T AT R B
FE AWS H 3 0 18 K B K B R < A 4R R buildup, o 35 2 Tt B T il 49 S 4R FK cladding, B2
ik B SR Y HE SR HR hardfacing, Jy AR T L4 B 4E H 9K buttering.,

ts
RSB (R EME) B AL Y R MR T B E 4, W 27¢a) ().

W HEE  strip surfacing

i A RAE AL B R AT SR B T
TR backing welding
TTRBERREE, WATRARE”.
#EHE back welding
HIRRE R, W HRRIE”,
#8848  welding with backing

TEE 1 ¥ H BCE AR BA BT IR A T
BREIE  welding with flux backing
IR M R BT R .

K48 oxyfuel gas welding

R SR OB R R IR %#ﬁ%@%ﬁlﬁé}@ (B SV AL S B P e 4R Ay 48 b, B Rk

KIE.

HZ BB  oxy-acetylene welding
ARG HT RN T B
%8 oxy-hydrogen welding
A A FBBATRENITE.
HBPHE oxy-acetylene flame
ZIRE SR TR AL K I o
A ¥ oxy-hydrogen flame
A5 RBMRBFTIE B KNG .
SRREF <
KRR BT B R L TT R R R .

H AL oxidizing flame

KEFPELBWE, EREBESHEER - EREENEREX.
WAL GEJFEM)  carburizing flame (reducing flame)
KGPEFWER RASRAEFEER, WA —EWBmIERK KA.

neutral flame

cone
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3-80
3.81
3.82

3.83
3.84
3.85

3.86
3.87
" 88
3-89
3-90
3N
3.92
3.-93
3-94

3-95

T PI% MG itk ]

(a) MLy (b) Hik#

¥ internal flame

KAEPEHIES R, RS RBE L AT < REREPERS, LWE 27@).
4ME  flame envelope

KNG B GG S B RR PR X B, RIE 27 () (b)),

—K#RJ% primary combustion

RUESEETERES N ZINHETHRE. —KBRIEBLA KE WY —K KA.
ZREE  secondary combustion

— R P E Y S EEREBRENTERRBREHRE=WHRE. KRR k&
LIt @, & <

KIGFEEN  flame stability

KERBENRERE. URTESHRER K5B A CRIGTERFFEME-— & I B AR B R
.

iB&H mixing ratio

KB, HFAKEHZVESTRESKNHEAS A, B T AEREMLER. BESK&
RAPBRES SR EFF ED)RI SRR S .

K4 oxyfuel gas welding torch

SRR @R, A TR OEHETREN TR,

SR A (B  low pressure blowpipe
TRSAERSEARUNREASEKBRESHEGEDIE. Wl #MKERGEDE.
H#EARBGEDIE  high pressure blowpipe

FRETRSEENHSE BEZHODENBTESRRIENNBRGDIE.

BB WAHE combined blowpipe for cutting and welding

FEF—JEMH L, ¥ ER M AT T SR R ESEBUHR G TSSO M AN,
BB acetylene generator

BEKESHAHTHERN = —EENIREENESE.

HEZHRAZES low pressure acetylene generator

FEERESET 0.006 9 MPa ZHS KM Z R4S,

FEZEELES medium pressure acetylene generator

FEHEF R F1H 0. 006 9~0. 012 7 MPa Z RS KB 24 R A 58,

M E#S gas regulator

FaESARARESKENRTER,

|l k  backfire

KAGHEH RS FE N IR FDE, B K R AEm o B 5 SR

F¥4EE k. sustained backfire
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3-96

3.97
3.98
3.99
3.100

3101

3-102
3-103
3-104
3.105

3.106

3.107

3-108
3-109

3110

M 3R CGRDAE S e E BURRE & B RB[REH JORBENR CROJE , AT LA 1380 75 5% s g
Al
[ 45 {flashback
KGR RGEDEBFAKE L ZR AR LT EED Z RS, TSR S E oy
.
E#H  backflow
A v X o B R A R X, X P R T ol W o R T A
| kAR 2S  flashback arrester
BEBRBSEREL LM LORSERRSEREHREER, —RAEKHEKX5TAMMN.
Bl  arc welding
F A e IV R IR R 45 8 7 B, I PR AR .
H%&BEIIE shielded metal arc welding
AF THRARFZFTEENBIETE.
H ] gravity feed welding .
Y E R AR S IR R A, B — R TR S A L, SIRABIE, BEE R IR
e B AEE N TRATEBEN —HEBRREE.
iIE48 carbon arc welding
A o 1 s ARG AT R B L IR T I .
R slot welding
HRBEBRT TR EIUE.
#FEJE  plug welding
AR AR AT P IR
E¥548  deep penetration welding
FR—EHBETZR L ARKZURBRIBERBERRERE.
B4  stud welding
S URRE — 38 5 AR (IR ) R T A, E B, AR E AR AL 8 A — S R SRR
Tk
HiIls48 arc spot welding
LA I R B B B TR BLRURB A R B BRI R SRR I R 5. WA

ﬁﬂﬁozfo:

& 28

:@Wﬁ submerged arc welding

IR AR T ReEFITREN T E.

Z#BI4E  multiple-wire submerged arc welding

AR R SERF — KRNI,

SHEARPEIE  gas metal arc welding (GMAW)

F AN AR K s 304 BOF AR B e IUAB B X i 'SR, R BR SRR PR .
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313

3-132

3-133

3134

3-135

3-136

3.137

3.138

3139

3.140

31

3.142

3.143

FE45MME  constricting nozzle

SERTRAP=ESFETFRNXRENHZ -, EXENEREENRERMIER, ER—1H
SRR mE. WA 29.

d

Bl 29
d—ERMELR—LERE/d—FLEH

E4mE 42 orifice diameter

EHBEgROANER. CEEEZHSETFINENER, WA 29,

fLIEKE orifice throat length

RO ILEMKE.

5 LR — e i, AL A , 4R HE AR U 29,

fLiE .  orifice throat ratio

EHWEAERESAEERZE, WE 29, ERRIZBEN ERFIE.

ZEBE TS orifice gas

HETEE. IR MBI E R SR T IR .
BEMBREEANFEEZUENENRS TN EAESZESEERRSIEERA
s '

ZE[A]BJ] narrow gap welding

AR B EMA TR O /MBSO, AR RK E R, %A SE R R SRR
BUMERRTREREENSUREEE.

FEF4 /8 atomic hydrogen welding

SFEENFH MR ZRAEIARSBEETE Y HEERFRTEFRSE S o FEMNBIL R
B Uy FEREHTREN .

B electroslag welding

) e, R Ao R A T 7 AR Y e B SR AT IR R A O IR . ARIE R RARTEAR, W A e
BAR ARAR R RS,

#iih  slag bath

BRI EP, ARG EEAESREY FHNE —ERENRSER.

BHFHRIE electron beam welding

FMAMEAMRENETREGTE FASSIEAZ BRI E N RaEEITREEN I,
7 electron gun

BTRENFEHEF FERMBEMREARE, FEHHAR. ER MR REEESHN.
I #, K accelerating potential

LA o, B LD o132 Bl A B AR AT PR AR Z B B9 B EE

W beam current

B BT AR B AR A S I ) B AR A T TR L L
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3.144
3.145
3.146
3147

3-148

3.149

3. 150
3.151
3.182
3.153
3.154
3.1585
3.-156
3157
3.158
3-189
3.160
3.161
3.162

3.163

B FHINE beam power

W - 3R 7E B AL 6 U] P i o A RE B, PR DN oB B 5 R L SRR

1] laser beam welding

UMM REVEERGREF LN R BRETRENITE.

K F48 under water welding

FERFHTHEET S, BEKFRATLA TR BAMRBHTA=F.

$F K thermit reaction

WH CER SRS Z MR EL-TRERRY., EMTIEFYAIRERRSERIEE.
#7448  thermit welding

1B 2 PR R A L R R R AR, UELBIND - BEE R ALSRF RN
i SRS S RE AN EEA M ERLSRIG LT IREN T E BERBBREIRN . B E
HWHRENE, FEHTHRIUNEE,

M thermal spraying

BEMRSHERMH, EIHESREREFARFAETARA L ERREREN —HERR
EIMITIE.,

KIGW W flame spraying

PAS (K8 R R R iR

LM arc spraying

R I $ TR R PR IR

LBE-FHMR  plasma spraying

USSR F UL SR g R B

184t electrode holder

FLL R R (BB EFRRUHBTRENLR.

{48 arc welding gun '

BHS%EE L BUXER AERPIEHEXRBHEHENRE @GR .

EENLL  welding head

HEYSH U HEREBEEN G, —RTFFRLRENS, AR HESIE.

BEME  nozzle

1746 BUS IR SLER 4 BRIP SR S TR R R .

U MEME  gas nozzle

BERRPEHRESRENL N ER.

B LM M8  nozzle for arc spraying

BHIRASESANBEHORE.

KIGHEIE WM nozzle for flame spraying

KGR H F SRR FERFLBRAEBHORE.

S @M  contact tube

RN, BB EY L EALBEL S FE IR LFE B RN T

R M  wire feeder’

RERED, BUSRBLHETRHEER.

418k backing shoe

AR SR LR, DR FRE R R SR RS RIE ek — NSRBI R B RIE AR R
#HMR  backgouging

IREET AR, A E R RIEESRHIRIE,
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3.164

3.165

3.166

3.167

Kk spatter

5 48 B2 o ] R B RO B R R .

KiEE spatter loss rate
KBRANWERBEEBAUNBLEERERABNENEL.

BEELE  weld fumes

B BB B M SRR L EEAN AT RN

BEFESHE  weld harmful gases
REROBEMH . G EXRERN=ENEESHE, M CO,NO,HF 0, %.

3.168 BER4LR| total amount of weld fumes
BiEnt, B R RABREMS OB E RELS =LA R/, 1000 mg/g B g/kg.
4 ERRE
EME  pressure welding

41

4.2

4.3

4.4

4.5

4.6

4.7

4.8

4.9

4.10

41

4.12

4.13

RSB, RF ARG EME S NS, U E R RN T . ARESR RAERB
BUEHE AERRGERSE,

FE S4B solid-state welding (SSW)

REAEKTSMERMEARERABLRE  MEHTRTFHET BOREIZNE.
MEMR  hot pressure welding (HPW)

B SF I E R R LA T = BT ATE M —Fh E SR .

fR48 forge welding(FOW)

TR KRR FiTH,ERAE R UERKARENESRETE.

P#4g  diffusion welding(DFW)

BIGERBRTME ER=ETREEMHEMN BN ESRETE. SR ENESEE
HEHEREER. ‘

S ER  pressure gas welding(DGW)

AR ZEERFNEEENESEBENTIE.

B ER  cold welding(CW)

EZRTHESLANMES>4BETEMBRNESEETE.

PEPEIR  friction welding

FAREREHAT R =AM HERESFIRBERS R NETR, TR EEN—FEE

T

B1E4R  explosion welding

il I H 20 4 e 7= A ) Wb A7 R ) SR R T SRR R — R AR AT

HMAKE ultrasonic welding
FAREEYRMREEIRAELETREMAMREFEE, ARRINE S LREEN—F
ERTE. :
HE resistance welding
TR GG BT AR M0 o R el R 4 3K A 3 Al 1 2% 40050 X388 7= A Y b PEL ol 47 48 48
Bk, '
B8  upset welding
BT AR EEL R REEM A A EEXNAETEERE, REREENTR AN
SERAREN I ¥ .
[NYeH48  {lash welding
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4.14

4.15

4.16

4.17

4.18

4.19

4.20

4.1

4.22

4.23

TR Bk, BB i I, 3 (8 FLUR T 2 ¥ B A 35 B 5 S0 i, R ol BEL 0, o btk S ik
RGEHEN G » {68 350 T & 8 48 AL » B 2 3 0 e — 8 % BE 1 B P9 3 30 9 1B st , o o i 51 48 1)
STERURBEM TR . PIYEXHIR SURT 43 3 S N Y AR A B3R 8 .

EAEPHE  high frequency upset welding

A 10~500 kHz B =R B L » AT AR 880 — P e PELIR 2%

HPFHRJE resistance spot welding

R R R Bk, 3 R FE P AR 2 8], ) B s B AR AL B b & R T IR AL i R T 9
£ 4HJF multiple spot welding

FAPIX RPN DA b ot , ] B Bl B SRR R R AN SR A A AR A AU

FHEAMHE push welding

B AR, DU b0 T 52 A Y B T AR

8 S48  indirect welding

AR 12 v 8 oA A O T AR A A B B A R 3R L D R A0 1 FE DA T AR Y e P
MR, WA 30.

[¥] 30

BECHP SR series welding

A K v, B ] AR P AR U R SR SR B BB T
FHEEHH A parallel welding

RAFF I e 3 1R Bt R e A A S - A R A e LR e

Bk 48  multiple-impulse welding
E—MREEF BT AL LB E Rk 8.

B &R  weld bonding

LA BB hn 3 o PHL AU SR BE Y FE B T 8

4J8 seam welding

TARREHE RS BB TR AR 6, R IE A5 3, S st g% i, T
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4.24
4.25
4.26
4.27

4.28
4.29
4.30
4.3
4.32
433
4. 34
4.35
4.36
4.37
.38
4.39
4. 40
.4

4.42

B — BB SR BB T .

M E1E  roll spot welding

B THEEHETHRREBRZE . WM BGOEERINF I E, W88 6, B A — EHERK
I RAR T,

i EME  step-by-step spot welding ]
THEFREBEBRE, REEEME SR RE# L RS, Wi & 3, BT BUE S8R
BT,

4R step-by-step seam welding
BIHETHREERZE.REBEBREZNE, QKES, YRELH LR IEHEA , R ETE
L RRHHITHSERE.

448 projection welding

E—LHNMNEELBENMTIS —AHBANAREAFHHEE S — THREHEMIFE S, R
JE B, X e e SO R R B FEAR T 8k .

HARBEAIE condenser discharge spot welding
MAEATFHEE, A REBBGHTINRTURER T .

HIRES electrode force

B PR B RE I E TS EMES.

T4k S upset force

PR 6 % 48 50 el BEL RS AR B, TRER B BURE D043 48 1 o L #Y 7 .

W HERTE]  squeeze time

B L AR BT o DA AR T 35 B0 s 22 FF 465 W A B IR

Wbt [E]  preheat time

T A4 38 5 350 e B TR A R R R 1]

INYERTE]  flash time

PRICAR BT, (N R B BT F SR B[] .

T4k iflE  upset time |

oL P B I Y6 X AR, 7E TSR B B, THUGR D B P SR A9 B (] . 6 35 9 W T 48R B (0 PG el T 6L 1D
BRERE  forge time

AURET, AR R IS RPN AR A Z a ) — B ] .

BB gt A (BHMR)  resistance welding weld time

RN G —MREFERP, B REARRET R R A LA FrER A,

[B] 8K} {E quench time

A AR 4523 E B [R] 45 R B 5 AL O SR Rl 2 (] A9 B (] .

[ &k EFE] (B REAR)  temper time

] :k B L SRR B (]

{K1EBYE]  off time

BB SR BB B P, BN AE SR AR 4508 B 2 (8] B 8] R e ]

WP preheat current

e BELAR B L TR B BB AL R AR A LI

Bk H# temper current

RLREAR A R A, R AR A AT [0 A s BB L A B O

Q¥ flash current

N RSB, IR G BY BUE S SR 4R 8 B
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4.43

4.44

4.45

4.46

4.47

4.48

4.49

4.50

4.51

4.52

4.53

4.54

4.55

4.56

4.57

4.58

4.59

T4 H upset current

PR 48 A0 e BEL A 4R 0, A s TR SR B BB S R L.

4% shunting

MR BB AFSR B,

NYg  flash

N o p:h daﬁﬂﬁl‘]*ﬁﬁﬂﬁﬁ%ﬁﬁﬁﬁ&‘]ﬂ%

NYsE B flash allowance

PRERS AR o, % 08 T B N e Bt 48 v B A K B .

Tiék upset

PR Xt 42 i e, BEL Yo 4R B, X T4 i N TR 4 A ff%;&ﬂi“ﬁgﬁﬁﬂﬂ’#ﬁﬁiﬂﬁtﬁ—n Gl
HIR1E .

TR  upset allowance .

ERTHETBRAATMAENKE.

TRHEF upset speed

X ERM B BB, TR RS RN B hEE.

THYefT#  operational stroke

B AR B, Eﬂ%ﬁt&bﬂfﬁﬁﬁiﬂ%ﬁzﬂ%ﬂﬁﬁ

BT  electrode travel

AR R, BB AR TAEfT RSN, WA SRR

R BEE  extension

PRIYERTR B X R A BE SRR i, T M Shde B e b oM i g K B

B ®E total allowance

RFEXTAR B X R A SRR, R TR SRR AN SRR TR EN R E.
B nugget '
B AR ENERN  ETHWAE LELEBEREE RGOS BE, WE 31,

K TSR B BE

_i ’ |
Nan

1% 51

B EA nugget size

SRR, EETRAPCHEEE DORYRE, SR EEEAREBE EMRYBEERE.
HiEHE  penetration rate

FEROMEMEHRNBGNESEE . TR ERIEN T E R,

HFHE A resistance spot weld

KRS TE BLAY R 1Y sUR AR SR .

BEBE  spot weld spacing

SR, T FE AR AR A ] A4 Lo

#1BF  edge distance

B (ERE) PO BB AR,
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4.60 [EIR indentation
ARMRE AT EBNE, /84 RE L™ ER S BRI RS MR, WE 31,
4.61 HERFEHE depth of indentation
| BAREEERRMWES,LE 31,
4.62 #HML electrode tip
‘ AR B AR AR A 5 A R T A A A R AR Sk BB A
4.63 B¥HEH circular electrode
SEEMARAERNEKRER., B, ESRGREMHEM UESHEMEREN. 5EBIE
HLAIARIE R FR E SRR, AAHEM A SIER.
4.64 R electrode skid
AR RSB, BRR M REESIMBAR.
4.65 HIikLIRl  electrode pick-up
- SRR B TAEmMERGREN RN EEBEROAR.
4.66 W& faying surface
AR MES, ERREAERT, PR BELEEEMMNERT.
4.67 #48FL shrinkage cavity
1854k & JR 7E 5 B 2 BB AP WO T 7 A 1Y, R R ey FLOX
4.68 mWE# splash
AR OB BB, N RS E A SR SR G R E ) IS E RPN R .
4.69 ki fin
e RE X R R, TR R R LA AMEEN RN 2R .

5 $FRAiE

51 FH CEAEHICD
WA BMKT BN SR, A LEME SR ERAOEESE S SR I3 B T 68
ROR T S LRE, B A BSR4 R L AR S B E Y B R ERR SN
i,

5.1.1 W4F4E brazing

£ BT BLETTRIST IR
5.1.2 #%4F1E soldering
i HERET BHETT 6T 4R

5.2 TE4F#  brazing filler metal

 BEBT S0CHEH.
5.3 #4F¥  solder
15 MAETF 450 CRIST N,

5.4 HEFMmEETE  self-Tfluxing brazing filler metal
F16t PR R ST AE R LT B BE ST

5.5 &F4R#5 Dbrazing (soldering) flux

RN ERMENR . EXNERRBERGNNGEHMRENELY, FRPEHFMBESHNESFET
BRaTEA, ABRSHNEEAERE., BREH.

5.6 4F/R{EBE brazing (soldering) temperature
R, HEA B ULEBARARE S A ELENHEYT REAFNEENMIRE.

5.7 TE4#F4E braze
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B B AT 4R T LA KR 58
5.8 #K4F4E  solder
 ARERRRNSAE,
5.9 WEHSEL/R braze metal
BB ILNEARER.
_ 5 10 #k4f42 428 solder metal
BRI R R L PRSI &R .
5.11 4F484%Ek brazed (soldered) joint
REFRITEEENES,
5.12 14T H braze interface
PR L q’*ﬂ?ﬁﬁﬁ*ﬂﬁﬁ*ﬁﬁﬁﬂﬁﬁﬁi
5.13 %4480 solder interface
RABBLTEMERNRFREBOHRTE.
5.14 4F4EE)PBR  joint clearance(brazing and soldering)
STIRAT , 7658 (0 ST 45 T 18] A 3R EC IR BR
5.15 J&4%4F48 iron soldering
1 & 1T MBI ET 4R
5.16 k4&%F4& torch brazing(soldering)
HERATRESESEEFEZEORSBENXBEFT IR FE . 2 KIQEH ] torch braz-
ing 1 kK HE K 4FJ] torch soldering,
5.17 HfH%F4® resistance brazing(soldering)
W IR 4 B4 1 B I ORI 4R IO S8 Y il ) B e P T T AT IR I T 3R
© 5.18 B INEE4FAR  arc brazing
C ORI AR TR TR
5.19 MR #F48 induction brazing(soldering)
) PR R AL o 3 AR 3T O R R Ytk BT EAT M 4T AR .
5.20 BRPEE/R  dip brazing(DB)
FIbA RSB HITHEAR T ERLENLTTEARNER ERERBNERA FRH
RE 4 4 B0 ] BR : & JR 1A IR BB 4T 4] metal-bath dip brazing FI#h 74 12 15 58 4F 48 salt-bath dip
brazing,
5.21 BB HE dip soldering (DS)
R&REHETOKERITE FFROKEH .
5.22 148 furnace brazing(soldering)
W B LR P # TR0 k.
523 EZTWEHE vacuum brazing
HREFANBEE TRERE T IMRFEITHESTE .
5.24 AP 4FIE  ultrasonic soldering
*‘Uﬁﬁfﬂ(B'iB'Jﬁﬂﬁﬁﬁﬁﬂ?i?ﬁﬂﬁﬁﬁﬁ#%ﬁé’]ﬁ%ﬁ AT ik e 4 6 % BB A E
N 1E ATV AR .
5.25 #f484E brazability (solderability)
LT GER T ENRERFT N EEFBIREEHEENER T RIFETHRE
7,
5.26 MBHE wettability
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5.27

- 5.28
5.29

5.30

R, WS ST A R A H B B

B spreadability

WS ESHRE LRAIRIFAEN AR —E R B EHELE T 5 80 R E§ IR
wE.

848k soldering iron

REEFEAN—FHIMHTAE.

$F1E  soldering(brazing) blowpipe

KIGH R A= E SR B — Mt IR,

Ad  erosion

B RS (LA SR BE S R T E R M1 FE .

6 FEMEAE

6.1
6.2
6.3
6-4
6.5
6.6

6.7

6.8
6-9
6. 10
6. 11
6-12
6-13
6-14

6-15

BIEHMP  welding material
1R BRI R A R (IR R R VR B SEFOANEKR.
8% covered electrode ‘
BEHEAHHFIREHNEAER. EHHEMRERRTHARL.
R core wire ’
BEAPHAEOEYEED.
?5F  coating
EREREXRE LHRBHE.
8 coating mixture,coating material
EREHELIBRP  BEHPRH BEH R AR ERO R,
BT BB AR  ilmenite electrode
BEPEHE 0% EEET MR &,
EREERIME &  titania calcium electrode
2 7 R A AL BRI BR R A (BUEE) 0 ERVAR & . B Ing¥n 5 PRk i K #5848 5% (iron powder titania
calcium electrode),
AT RIR &  high cellulose sodium electrode
HETEE 5% U LAY UM KB AR ER R E.
BRI & high cellulose potassium electrode
HEPEE ISUU LAY F U KERAORERNRE.
BHEHRIE R  high titania sodium electrode
USSR EEA S H UK B R SR AR &, Mg B ek g0 .
HEKSRIBE & high titania potassium electrode
LSy EEA S FH USIKB B AR AR R,
HEMNTB %X low hydrogen sodium electrode
RABEAE SALY 4 3 A GUK B R AR A998 5%, P DN LASR I B IRk IR B BUR & .
REHRE R low hydrogen potassium electrode
PABAE S b EF U EOK B MRS R R R
S LeRIE R  high iron oxide electrode
ZiEP A ZREAGHRE Mingh e AR R,
HABEK gravity electrode
BENEANBERERA. XMHRRBEKGEY N 500~1 000 mm), 8% 5| IMHEH 510K, AE
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616

6.17
6.18
6.19

6. 20

- 6.21

6. 22

6. 23

EREILI

KB/ %K backing welding electrode

FHOEEN, (R -FFENAEBANERENETHEE.

L[EFHRE %  electrode for vertical down position welding

aRet, b LR TRENSHRE. XHRFBERABRAREIET AEAEBENER.
BEAEFER K low fume and toxic electrode

BRELLRE AR EENTBEERLYRENLEYSRIOHB —FER.

Bk arc stabilizer

M2 AR K Y R, BB BT 5 JH 3 s LR E MR be .

fh4E%|  binder

HERERXMEANIBRD, AURERBN—FMA IR, S AN KER. X5 K sodi-
um silicate binder F14¥ 7K 3% 3 potassium silicate binder,

IHHE slag

BEIET REDOFMESREREAHER, 2UFTAELARTREDERENEERY
BPEE  basic slag
WEEREHWERBE.
ESVE  acid slag

- EHRERENBE.

6. 24

- 6.25
6. 26

6. 27
| 6. 28
6- 29
6- 30

6. 31

B Dbasicity
ﬁﬁ%&ﬁﬁ&&ﬁﬁﬁ}i%-/b! AT ER M CHETETH TR

D BHERLI OO

BE = S (%

B acidity

RIEBERERFBREN—MEGEXE BREMNBEBRR..
i ahE  fluidity of the slag

W RSB,

R solidified slag

BEREEERERE EWESBE.

e detachability

BREMNEEREREAERBRE,

BEATEH  usability of electrode

BABRENNES, TEQFEMBEE. SERNEHRO RBEEM KK /NE,
HEERRY gravity coefficient of coating
BEGEEREREEXFROMNERL.

RO E  concentricity

BEHERB/EEBHTERONERE, TR TRITE:

TI—TZ

%(Tl + Ty

ROFE(K) = X 100 cerserccrsercsassrsen( 2 )
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6. 32
6.33
6.34
6. 35
6. 36
6.37
6. 38

6. 39

6- 40

6. 41

6. 42

AF. T\—E—WHLLEREXREE+ELER;
T.— RA—WHELHEERNEE+HBEHR.
#8422 welding wire
RBENE TSR FAMENSTHNEREL.
54822  flux cored electrode
HERFEREEHE XRENE RN, it —E M0 ke, 20 s — iR,
RS K shielding gas
RESBTFATRIFEREAHN BREASLEEN B . EFRBEREZIRAUEHRE.
&K size of electrode
ERBEEMBH—ANEERY. ABEHERERR.
B & Fh  bare terminal(of an electrode) ‘
1R R AR ZY KRS R R Z A
B ET|IEH  striking end(of an electrode)
R&ASIME—3. AEFSII B R KB RE A, B RS,
B & EBEHL  welding rod extrusion press
AR s Ee&N RS LERGENEHEE.
BEIFBM thermostat container for electrode
ERING, R THFNITEFIEEAN—MRESS. E5QFNMN RBEME,FX
REF—ERRE. '
| flux
R, IR L RS A SR HE L SR RBP4 TR — My K. AT ENE
i R IR | welding flux, f FEFEETH B 4F B EF 50 brazing flux FIEK £ 182 47 5 soldering
flux, ;
K HIRF  fused flux
¥ — 7€ Lu B 60 2% FREC KL BT 47 R 48 4 R S B0 K ¥ Ak  J84 T | O 8 T 1 L 9 — T IR 30
ReEEF sintered flux,agglomerated flux
W—E AR IMAGE B AN RSB REN  RE2HBRRET .

L7 HARENEIARE

7.1

7.2

7.3

7.4

7.5

7.6

Mt thermal cutting

FARBEEM B EHI T .

S # oxygen cutting

FAREKGHRERS THENRLFTRE —ERER, MEBENH R, EHR R B RE
LHUEIM T .

A7 YE  metal power cutting

FEDI IR F A Sigm s b L R B E AR FE B E B LB EI M I 8.

EF V)%l oxygen lance cutting

FAERE BN ESRX SBAT U 7% R G, B R DRI A G BB A ‘
RIEHNE B ZBOL HENTFEARR ERE LT85, HHREE, B0,
BILYIE| arc cutting

FARIIMARBELTIEAHER, THRUEIHHE.

ZHTFIYIE  plasma arc cutting

M ASEFIRA AL A MBINIITE.
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7.7
7.8

7.9

7.10

7-11

7-12
7-13
7.14
7-15
7-16
717
7-18
7-19
7.20
7.21
7.22
7.23

7.24

BWEHIE!  laser beam cutting

FAMERARBERA BB T E.

XS @l oxygen gouging

MASEFREESRRA LM TANATE.

KI4FEFL, flame boring
k*ﬁ?ﬂ%ﬁﬁ%?’fﬂ“ﬁ'ﬁﬁﬂﬁﬂt?ﬂ»'E’E-*W?ZE??L?F%gﬁf'ﬂ‘lf*’l‘ﬁ%ﬁﬁﬂﬂﬁ‘élﬁg.ﬁ,
HEMANEH T TREE.

ET AME G SRR AN SRR ERENT ORI N — ﬁ‘ﬁ?ﬁﬁﬂ%?ﬁ(ﬁ '
). RERERE B,
EERMEP, ERERRPRAREE FREAREL, FESE L. G BAHEEERR —H
L —%YUA,

kit  flame clearing

KB LR RS- B AEZRRALHERIREN RIS T 5. ﬁ:ﬁiﬁ“ﬁlf*%%ﬁk.ﬁ
AR R ERNB TN ER S RBERE RN MERE.

BIMSl carbon arc cutting

ERGRERBES LHM~ENaIlEEREL FHERES KR, LHAEERRE L
T e .

KIAREEH  scarfing

FR B KA 5 BR B R TE BRIG Y 7 85 .

{5V 8] shape cutting

KEMERER LT — SR ROM R BB IHTHIBAIE.

WEYE NC cutting

ERBFRLSAESNEFHTRORE.

KT8  under water cutting

EKTHTHRE.

El4E  oxyfuel gas cutting torch

REHNEETR, TURENEREE, AVBIMRBSERBNER D SME.

EJHE  cutting tip

116 EAIHEL IS . M IB R RIBE S,

R B high speed nozzle

RE o W 5 i S DI B a9 W .

Witk preheat flame
SEFHEM|ELBRPATHEH{TOME SR ER SR A0 KA,

W# 4 preheat oxygen

T2 LT 0 KA B e L

P1EI%, cutting oxygen
SENBEA—SEAMEHN, EE SRR, HREE, B0,

VIFEE cutting speed

PIBLERPEIES TH RN B o s B B U O KR .

Y  kerf

HOBE R, ERBVIBRFFE TSR,

PORE kerf width

B VIR BE R A IR E A O LR, & EREmER T . R ERBLETHNE
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7-25
7-26

1.27

7-28

7-29

7-30

7-31

HHER.

YI8HE face of cut

#UIE S, TG UI8 T m e WE .

PIBI2k  line of cut

DI, AR K ER TARE EHEE SR EDEBEN — K&,
JEHE drag

TR —%&B g b, {87 m e wE s RO BER, W 32,

11 ) T T R

evenness of surface

2ot B 3 2 U0 90 TR B 8 R IR MR, 8 A UG 1) BT AR R AR EAT R Y TRV B, SR VIR P
[i:1)::

HBISRE  stria depth

EHETRTH 20 mm KM TIHE L, UER YRR N EREGRBERLSREL KL HH
B,

F%BILE  melting degree

LREE - RBEYI O EZBREGR .

YO/ kerf angle

BERUPHSERUIBEZRMAE.

8 BEIZE&MMEIZEARE

8-1

8.2

- 8.3

8-4

8.5

B R fixture

ARIER R, R R RO RIS, B BB R A XA,

BETIEES welding bench

HERENIBRATRBEYTHES.

EEE®REN. manipulator

FAREVLL SUR R A PRI EFRME UGS HERERER N ENEE BB EE.
BEEANAHL  positioner

K8 F S s R, B L b F R P MB LB ERE.

HERESE  turning rolls

18 B AR 5 3 B A0 1 o BE 3 1 S 3 B R (R B 4B ) BB R A U R 1B
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8.6
8.7
8-8

8-9

8-10

8. 11
8. 12
8.13

8.14

8-15
8-16
8.17

8-18

HE#FE electromagnetic platen
REMEZANFEERANHES.
BTHEE welder’s lifting platform
BRER BN, WER TAREE.
SENMR  strong-back
RRFFBRERHEOLE, B LR ANE T RERGERR LSRR .
5|4k starting weld tab
HEREELHREBEN R THEERE, BIERN —REMR EBEX IR LT 15,85
P
Bl # runoff weld tab
HEELRREBER R T RSRRE, BIERY —RERR BEEX SR LK, B/5H
B,
BEATH  backing .
ARIEELRBREMNEETERE WELETEMEN —MITEEE.
JEH #  flux backing
AR —ERENBRABRERLTENICEENRETE,
M4 chipping hammer
BRABANRE.
HE helmet :
B IR E IR IO R BN A TE R R IR G RS TR, AR ALE
AF#.
IEYEBE R filter plate -
AUGERRER RN RN, THTEERIRB.
Bt BB  plain glass
AR BB T CRBIRT EAEH I —Fh T B A .
BITFE welding glove
RPBLTFMFRAZRGAB LMBETEANEHFE,
13 spats
KRB THAMRAZRGTERANFTHIRPAR.

9 RERERBARE

9.1

9.2

BIEGRE  weld defects
BELSBPERBRLPFENERAELE ABEFRERARNALR.

*48#% incomplete joint penetration

RERELRBRTLBBOAR, WE 33, M BREBILBEEFREIDNLTERGAR.

g Z *Mig

FMi%

A 33
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9.3 K4 incomplete fusion,lack of fusion

IR R 5 R0 2 R SRR SR A, RSB SIS & A, B R B 5B 2
K eMLL SRR, WA 34,

&G
b 2

S 2] {

B 34

9.4 ## slag inclusion
BEREEREPHER.
9.5 ¥Z¥ inclusion

HTRBAERN™EN, REREERESR POMNIES R AR NEALY . HLYS),
9.6 #4 tungsten inclusion

BREESERTEN G SEEADRETHER.

9.7 K7 porosity
RN BRI EEEN KRR TTRE TRFERY SR SATHVERSI . LH0R
SARMEREA%.

9.8 Wil undercut

HTFRESPOERER Y, MR ERER, B R B0 O 0 W MG . I 35.

o2

S

A 35

9.9 B8 overlap
@%ﬂﬁ‘f SEL SRR M BRELS SRBILS B RN SRE. LE 36.
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9.10

9.11

9.12

9.13

9.14

9.15

9.16

9.17

— "
\4 1

A 36

H&A fish eye

ERBgCRNNE L, BAMMEAERG—FAGEER A,

% burn-through

REABEF BUEREFOTERYE ERELORK.

My pit
REERAKRARBATHELNKTEMEZEYRBEERS, LE 37,

\/ —/

e

& 37

FKI8W incompletely filled groove
HTFHAERAR, . ARARTTE A ELES MR L.

THR excessive penetration

BEACERN, B TRELEAY, ERAKSRY BFE S EE, R4 EEBE, TE BN
ﬂ%yﬂ@ 38o ’

~

4 55

F i

B weld crack
ERENHERMBRERXEAEAT . BBELPRFHEYERIETE S H I BT
BEFAEHR = ENER. BERAREME DMK T L RFRE.

WAL hot crack '

RELRS, REeMMEHXSRA DD EMER N SEX = ReERg.,

YL BLL  crater crack
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9.18
919
19.20
9. 21
9. 22
9. 23
9.2
9. 25
9. 26
9.27
9. 28

9.29

- 9.30

9. 31

9.32

9.33

934

9.35

9. 36

FEIRGPEERRBL.

BRI cold crack

BEELAHABMEBET GHFHR¥RERTE MS BE M TON=EMBREHNL.

SER ML delayed crack

MHBRERE LS HAZREFE—EHEULAR JLR EEHILFOF H AN REL L.
BB root crack

BRI R R AR TR TTE A R e L.

BHEE  toe crack

R ) B R AR BEAL B R U IR B L.

1818 T4  under bead crack

e SET R AR E R R X R BT I LR IR B B GL.

EBRR /18488 stress relief cracking A

R R E — F IR B R BRI BT B R SRR 8 3% 1 T 7 A A R R
BR#% lamellar tearing

BEe, ERENGPRRELEERNER R —RRL.

B S BYE  crack sensitivity

ERMMIERER = ENINUBRE.

R test piece

HRBEAFELZH AR T RRAR MG, SNG4 LIRS B TR0 R EEL e —#4r .
A # test specimen

MR b3 40 DIRUR LA B8 A A e A

TR EE non-destructive testing

TR R SRR 2 o AL e B S T A O B B B e

SPMAE A visual examination

PR MRS B R, S AR K EMBEG  URIAKRBESIL . R BREURBERASR
T SRFE R T 5 .

AP  ultrasonic inspection

FLA A B IR WA A ERGR G IR K B .

LG radiographic inspection

RAX HLRM Y HA R BRERLAENBREHTRAEE.

FEWYE{E  magnetic particle inspection

MREREG S, KHE N RBREFENREGREEROARTEITATREE S,
B EFYS penetrant inspection
FRAWHEREREN AR BLARNFARENEERNNSEER, B R EREHN TR
Wk,

?ﬁ‘ﬁ'ﬁﬁgﬁ leak test

REFLRK RIS W. RMSARNHAE.,

SHEHERI  air tight test

HERZS(EE MR B OXSES) EARRER FAHAABRNIMEHNENZRERST
it A AL . .

BIRRIE  destructive test

MR BHR A EVIBGREE, L = & (BB ) A AR B RIS , IR B H & Fh 2 REAY IR,
K. ’
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