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Mpeaucnosune

Lienn n npuHumnel cTaHgapTm3auum B Poccuiickoin @efepauym ycTaHoBneHbl ®efepanbHbiM 3aKOHOM OT
27 pekabps 2002 r. N« 184-d3 «O TeXHUYECKOM perynvpoBaHum», a npasuia NpUMEHEHNs HaunoHabHbIX
cTtaHgapToB Poccuiickoii ®epgepaunm — FOCT P 1.0—2004 «CTtaHgapTusauus B Poccuiickoii chegepauuu.
OCHOBHbIE MOSTOXEHNA»

CBejeHusi o cTaHgapTe

1 NOArOTOB/IEH ®eaepasibHbIM rocyapCTBEHHbIM yUpexaeHneM «HayuHo-y4ye6HbIi LeHTp «CBap-
Ka 1 KOHTponb» npu MI'TY um. H.3. BaymaHa (®r'Y HYUCK npu MI'TY um. H.2. BaymaHa), HauuoHanbHbIM
areHTCcTBOM KOHTponsa u ceapku (HAKC) n CaHkT-lMeTepbyprckum rocygapcTBEHHbIM NOIMTEXHUYECKUM YHN-
BepcuteToMm (CIM6IMY) Ha oOCHOBE COGCTBEHHOrO ayTEHTUYHOTO NEpPeBOAa CTaHAapTa, yka3aHHOro B MyHKTe 4

2 BHECEH TexHunyeckum KOMUTETOM Mo cTaHgapTusauumn TK364 «Csapka 1 poACcTBEeHHbIe NPoLecchbi»

3 YTBEPX/EH /I BBEZIEH BEVICTBWE Mpukasom ®efepansHOro areHTCTBa N0 TEXHUUECKOMY pery-
nupoBaHuio n meTposiorun ot 4 asrycta 2009 r. No279-ct

4 HacToawmii cTaHaapT MAEHTUYEH MexayHapoaHoMy cTaHfapTy MCO 17659:2002 «CBapka. MHorosi-
3blYHble TEPMUHbI /151 CBAPHbIX COeAMHEHWUIE ¢ pucyHkamu» (ISO 17659:2002 «Welding — Multilingual terms
forwelded joints with illustrations»).

HanmeHoBaHve HacToALero ctaHgapTa U3MEHEHO OTHOCUTE/IbHO HaUMEHOBaHWUS yKa3aHHOro Mexay-
HapogHoro ctaHfapTa Ans npusefeHns B cootsetctene ¢ FOCT P 1.5—2004 (nyHkT 3.5).

Mpy NpYMEeHeHNN HaCcTOSILLLEro CTaHAapTa PEKOMEHAyeTCA UCMO/Ib30BaTh BMECTO CChITOYHbIX MeXAyHa-
POAHbIX CTaHAapPTOB COOTBETCTBYIOLME UM HALMOHa/bHblE CTaHAAPTbI, CBEAEHUSA O KOTOPbIX NPYBEAEHbI B
[0NOMHNTENIbHOM NpUNoXeHun B

5 BBEJEH BIEPBbIE

MHdopmauns 06 n3aMeHeHnAX K HacTosILLeMY cTaHaapTy nybnvkyeTcsa B eXerofHo usfasaemom
MHdopMaLunoHHOMYKa3aTene «HauvoHanbHble CTaHAapThbi». @ TEKCT U3MEHEHU MMONPaBOK — BeXeme-
CAYHO M3aBaeMblX MHDOPMAaLMOHHbIX yKa3aTensax «HaunoHanbHble cTaHaapThi». B cnyyae nepecmoTpa
(3aMeHbl) UM 0T MeHbI HACT oAl ero cTaHjapTa cooTBeTCTBYLee yBefoMeHne 6yeT onyb/MKoBaHo
B €XeMeCAYHO n3gaBaemMoM MHHOpMaLMOHHOM yKasaTene «HaunoHanbHble cTaHgapThi». COOTBETCTBY-
owas nHopmMauums, yseoMieHne u TeKCTbl pa3MeLlain T ca Takke B MH(opMaLMOHHOK cucTeme obLero
nonb30BaHMA — Ha ohmumanbHOM caliTe ®efepanbHOro areH TCcTBa N0 TeXHNYECKOMY Pery/impoBaHunio 1
mMeTponoruv B ceTu NHTepHeT

©CTtaHpgapTuHdopm, 2010

HacToswuii cTaHAapT HE MOXET 6bITb NOJTHOCTLIO U/IM YAaCTUYHO BOCMPOM3BEAEH, TUPAXMPOBAH U pac-
npocTpaHeH 6e3 paspelleHus PegepasibHOro areHTCTBa No TEXHUYECKOMY PEryIMpoBaHuMio 1 MeTposiorum
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rOCT P UCO 17659—2009
BeBegeHve

MexgayHapogHsbiii cTaHgapt NCO 17659 paspaboTaH TexHnyeckum komutetom NCO/TK44 «CBapka un
POACTBEHHbIE NpoLecchl», nogkoMutTetToM MK 7 «TepMuHbl 1 onpeaeneHns».

Tun coeguHEHNA 1 NOATOTOBKA COEANHEHUNS NOJ, CBAPKY SABNAOTCA BaXKHbIMU COCTaB/IAOLLNMU CBAPHbIX
KOHCTPYKLMI 1 3aBUCAT OT TO/LMHbI AeTaneli, MaTep1anos, NpoLecca CBapku 1 NosI0XeHNs CBApHOro LUBa B
npocTpaHcTee. [M03TOMY NP YTEHUMN Ha Pa3HbIX A3blKax HE06X0ANMO, YTOObI AKBUBANIEHTHbIE TEPMUHBI TOJTKO-
Ba/IMCb OHO3HAYHO: He0pa3yMeHNA MOTYT UMETb CepPbe3Hble U Jaxe onacHble NocnefcTeus.

Llenb paHHoro ctaHgapTa — faTb OAHO3Ha4YHOE NpejcTaB/ieHne CBapOUHbIX TEPMUHOB 06LLEro ynoT-
pebneHus. CxemaTnyecxme n3obpaKeHns nNpusa3aHbl K PYCCKAM, aHIMACKUM U dipaHLy3CKM TepMuHaMm,
0fHakKo, NPy Heo06XoAUMOCTH, X MOXHO afanTupoBaTb, A06aBASAA COOTBETCTBYOLWME TEPMUHBI HA APYTUX
A3bIKax.
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HALULMWOHANbHBLIN CTAHAOAPT POCCUNCKOMWN PELEPALUNMN

CBapka

TEPMWHbI MHOIOA3bIYHbIE A4/19 CBAPHbIX COEAVHEHMWIA

Welding. Multilingualterms for welded joints

fNaTta BBegeHnsa — 2010—07—01

1 O6nacTb NpUMEHeHUs

HacToswuii ctaHgapT onucbiBaeT ¢ NOMOLLbIO rpacuyeckoro n306paxeHnst 60/bLMHCTBO Hanbonee
ynoTpe6uTenbHbIX TEPMUHOB HA PYCCKOM, aHT/IMACKOM U (DPaHLy3CKOM si3blKaxX, OTHOCSILLUXCS K TUNam coeam-
HEHWIA. nx noAroToBke 1 CBapHbIM LLBaM.

HacTosawuii cTaHAapT MOXEeT NCNO/b30BaTbCA CAMOCTOSATENIbHO UM COBMECTHO C APYrMMU Nog06HbIMU
cTaHgapTamu.

MpumeyaHusa

1 MpuBeaeHHbIe B HACTOALWEM CTaHAapTe PUCYHKN ABAAKOTCA NN b 3CKN3aMU, CAYXaLWUMU AN NOACHEHNA Xapak-
TepHbIX 0COGEHHOCTEN Pa3IMYHbIX TUNOB COeANHEHNA. Heo6A3aTeNbHO N306paxaTb 3TU PUCYHKM B TAKOM Xe BMUe Ha Npo-
eKTHbIX UM TEXHMYECKNX YepTexax (Hanpumep, cornacHo NCO 2553).

2 B HacToAlWeM cTaHaapTe NpuBeAeHbl 3KBUBANIEHTHbIE TEPMUHbI Ha Tpex ouuymnanbHbix A3bikax MCO (pycckom,
AHTNACKOM U hpaHLy3CcKoMm).

2 HopmaTunBHbIe CCbINKU

Hwxecnegyouie HopMaTUBHbIE CCbIJIKN COAEePXaT NMOJIOXEHUS, KOTOPble NMOCPEACTBOM CCbISIOK B AaH-
HOM TEKCTe COCTaBNAT NOJIOXEHUSA MEXAYHAPOAHOro cTaHgapTa. Ecnu cebinku gatuposBaHsbl, TO nocneayto-
LMe Nonpaekn K HUM WA UX NePecMOoTPbl HE NCNONb3YT. OAHAKOo YYacTBYIOWMUM CTOPOHAM COrnalleHunin Ha
OCHOBE HaCTOALero craHjapTa peKoMeHAyeTCs BbISICHUTb BO3MOXHOCTb MPUMEHEHUSA caMblX NOCNefHUX
n3gaHvii HOpMaTUBHBIX JOKYMEHTOB, yKa3aHHbIX HUXe. MOCKOMbKY CCbINIKM HE AaTUPOBaHbl, TO UCMOMb3YIOT
nocnegHee nsfaHve JOKyMeHTa, Ha KOTOPbIA faeTcs ceblka.

MCO 857-1 Csapka v poacTBeHHble npouecchl. CroBapb. YacTb 1. [pouecchl cBapku MeTansios

NCO 2553 CoepuHeHus cBapHble 1 NasiHble. Y CNoBHble 0603HAYEHUS Ha YepTexax

3 TepmMuHbI oNpeaeneHns

B HacTosAleM CTaHaapTe NpuMeHeHbl crieayrluine TepMrUHbI C COOTBETCTBYHOLWLMMIN onpeaenieHnAaMNn.

31 31 31

coeanHeHue: CouneHeHue pgeta- joint assemblage

nei. KoTopble yxe coeAuHeHbl UK  the junction of workpieces or the disposition relative des pi6ces ou
[OMKHbI 6bITb COEAUHEHBI. edges of workpieces that are to be

des bords des pieces a souder ou

joined or have been joined )
qui ont 6te soude(e)s

N3paHne opuymnansHoe
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3.2

cBapka nnaBneHvem: CBapka,
ocyliecTB/SsieMas OnsaB/ieHneM
conpsiraeMbix NoBepxHocTeli 6e3
MPWIOXEHNS BHELLUHEA Ccuibl,
06bI4HO, HO HEOGA3ATENBHO, A0-
6aBnseTcs pacnnas/eHHbI npu-
caf0uHbI meTann.

3.3
cBapka pgaBneHuem: Csapka,
ocyliecTBnsiemast NpUIOXeHNEM
BHELLHEW CUNbl U conpoBoxaae-
Masi nnacTuyeckum AedgopmMunpo-
BaHWeM conpsiraembiXx MNOBepX-

HoCTeil. 06bI4HO 6e3 Npucagou-

HOoro meTanna.

MpumeyaHune — Conpsrae-

3.2

fusion welding

welding involving localized melting
without the application of external
force in which the fusion
surface(s) has (have) to be melted

NOTE Filler metal may or may not
be added

33

welding using pressure

welding in which sufficient external
force is applied to cause more or
less plastic deformation of both the
contact surfaces, generally
without the addition of filler metal

NOTE The faying surfaces may be
heated to permit or facilitate

Mble MOBEPXHOCTM AONyCckaeTcs Harpe-joining,

BaTb, YTOObI 06NErYNTL NOsTyYeHVe
coefyHeHuns (MCO 857-1).

34

conpsiraemasi NOBEPXHOCTb:
MoBepxHOCTbL OfHOM AeTanu, Ko-
Topasi npefHasHaueHa A5t coe-
[OVHEHUS C NOBEPXHOCTLIO ApYroit
aetanu ans popmMupoBaHus coe-
[OUHeHUs.

35

YyacTU4HOe MponJiaBJieHnE:
MponnaBneHue, KoTopoe npea-
HaMEepeHHO He SBAsieTCs Nos-
HbIM.

3.6

HernosiHoe nponsiaBfeHune:
Mponnaenexue, rny6ruHa KOTopo-
ro MeHee yCTaHOB/IEHHOI.

3.7

CTbIKOBOE COeAUHEeHME:

Tun coeAvHEHWsl, NpyY KOTOPOM
[eTanu nexar B 04HOI nnockoc-
TU 1 NPUMbIKAIOT APYT K APYT TOp-
LIOBbIMW MOBEPXHOCTAMMU.

3.8

napasnsenbHoe coefiHEHME:
Tun coeAVHEHWs, MPU KOTOPOM
AeTann napasnnesibHel Apyr Apy-
ry. HanpuMep Mpu NakupoBaHUK
B3PbIBOM.

[ISO 857-1]

34

faying surface

surface of one component that is
intended to be in contact with a
surface of another component to
form ajoint

35

partial penetration

penetration that is intentionally not
full penetration

3.6

incomplete penetration
penetration that is less than that
required or specified

3.7

butt joint

type of joint where the parts lie
approximately in the same plane
and abut against one another

3.8

parallel joint

type of joint v/here the parts lie
parallel to each other, e.g. in
explosive cladding

3.2
soudage par fusion
soudage avec fusion locale sans

application d’effort exterieur, dans
lequel les faces & souder sont fondues

NOTE Un metal d'apport peut ou non
6tre utilis6.

3.3

soudage avec pression

procdde de soudage dans lequel un
effort extdrieur suffisant est appliqué

pour provoquer une deformation
plastique plus ou moins forte des

faces a souder. en gen6ral sans mé6tal
d'apport

NOTE Les faces & souder peuvent

6tre chauffées afin de permettre ou de
faciliter la liaison.

3.4
face & souder

surface de l'une des pieces destinee a
etre mise en contact avec une surface

d'une autre piece pour constituer un
assemblage

35

penetration partielle

penetration volontairement moindre
qu'une pleine penetration

3.6

manque de penetration

penetration moindre que celle exigée
ou speciftee

3.7

assemblage bout a bout
type d'assemblage dans lequel les

pieces sont situ6es approximative-

ment dans un meme plan et sont en
contact entre elles

3.8

assemblage a recouvrement total
type d'assemblage dans lequel les
pibces sont situees dans des plans

parallies en se recouvrant totale-
ment par example en placage par
explosion



3.9

HaXN1ecTOYHOO COefMHEHNE:
Tun coefuHEHWUs, MpU KOTOPOM
feTanu napannesnbHbl Apyr Apyry
M Y4acTMUHO nNepekpbiBalOT Apyr

Apyra.

3.10

TaBpoOBOO coeAnHeHue
NpPAMbIM YI/IOM:

Tun cOeAVHEHUS, NPU KOTOPOM
AeTanu conpsralTcs nog nps-
MbIM yriom (o6pasys T-o6pas-
Hyto chopmy).

311

KpecToo6pasHoe coeUHEHME:
Tun coeAvHEHUA, NpPU KOTOPOM
[Be neTanu, nexalime B OLHOMN
NA0CKOCTW, NPUMbIKAIOT Nog, Npsi-
MbIM YIIOM K TpeTbeli getanu,
nexauie Mmexgy HAMu (o6pasys
[BOIHYt0 T-06pasHyo hopmy).

noa

3.12

TaBpOBOE COEAUHEHUE
OCTpPbIM YI0M:

Tun coefuHeHus, Mpu KOTOPOM
oflHa feTanb NPUMbIKAET K ApY-
roii Mog, ocTpbIM Yr/IoM.

nog

3.13

yrnoBoe coefuHeHune:

Tun coefuHeHWs, Npu KOTOpPOM
yron Mexay NoBepxHOCTAMYU ABYX
feTaneit B MecTe NpUMbIKaHWSA
KPOMOK CBblILle 30°.

3.14

TOpL,OBOE COEAUHEHUE:

Tvn coeguHeHWsi, Mpu KOTOPOM
yron mexgy noBepxHocTAMM ABYX
petaneii B MecTe NpuMbIKaHWUS
KpoMok cocTasnseT oT 0° go 30°.

3.15

coefiUHeHNe HeCcKo/bKMX AeTa-
nei:

Tun coefuHeHWs, Npu KOTOpPOM
He MeHee Tpex geTaneil npuMmbl-
KalT Apyr K Apyry nog mo6biM
YCTaHOB/IEHHbIM YI/1OM.

3.16

nepekpecTHOe CoeAnHEHNE!
Tun coefuHeHus, Npu KOTOPOM
[Be JeTanu (Hanpumep, NpoBo-
NIOKW) NexaT Apyr Ha gpyre nepe-
cekasichb.

3.9

lap joint

type of joint wtiere the parts lie
parallel to each other and overlap
each other

3.10

T-joint

type of joint where the parts meet
each other at approximately right
angles (forming a T-shape)

311

cruciform joint

type of joint where two parts lying
in the same plane each meet, at
right angles, a third part lying
between them (forming a double
T-shape)

3.12

angle joint

type of joint where one part meets
the other at an acute angle

3.13

corner joint

type of joint where two parts meet
at their edges at an angle greater
than 30° to each other

3.14

edge joint

type of joint where two parts meet
at their edges at an angle of 0° to
30s

3.15

multiple joint

type of joint where three or more
parts meet at any required angle to
each other

3.16

cross joint

type of joint where two parts (e.g.
wires) lie crossing over each other

FOCT PUCO 17659—2009

3.9
assemblage a recouvrement
type d'assemblage dans lequel les

pieces sont situ6es dans des plans

paralldles en se recouvrant
partiellement
3.10

assemblage on T
type d'assemblago dans lequel les

pieces sont  approximativement

perpondiculaires entre elles, formant
un T

311
assemblage en croix
type d'assemblage dans lequel deux

pieces situbes dans un meme plan

sont perpendiculaires a une troisidme,
formant un double T

3.12
assemblage en
inclinaison

type d'assemblage dans lequel les
pieces forment entre elles un angle
ouvert et un angle fermd

anglo a forte

3.13

assemblage en angle exteriour
type d'assemblage dans lequel deux

pieces en contact par un chant ou par
leurs aretes forment entre elles un
angle supbrieur a 30°

3.14

assemblage sur chant

type d'assemblage dans lequel deux
pieces en contact par leurs arfites
forment entre elles un angle compris
entre 0° et 30°

3.15

assemblage ajoints multiples

type d'assemblage dans lequel trios
pieces ou plus forment entre elles des
angles de valeur quelconque

3.16

assemblage de fils en
assemblage de ronds en croix
type d’assemblage dans lequel deux
pieces, par exemple des fils ou des
ronds. forment une croix

Croix
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3.17

MakcumanbHas To/WKNHA LWBa:
3HaueHune, u3Mepsiemoe OT ca-
MOV ry6OKOW TOYKM nponsasne-
HUS YIN0BOro LWBa WAW KpaiHel
TOYKM KOPHA CTbIKOBOTO LUBA A0
HaumBbICLIEl TOYKM BbINYKIOCTH
wBa.

MpumeuvaHune — 3mepeHne
06bIYHO MPOBOAAT NO MOMNEPEeYHOMY
CeuyeHuno Waa.

3.18

NpoeKTHas TOJLMHA LWBA:
ToNwMHa WBa. yCTaHOBNEHHast
NPOEKTUPOBLLVKOM.

3.19

TeopeTuyeckas TO/LWMHA Yrio-
BOro wea: Bbicota Hanbonblue-
ro paBHO6epeHHOro Tpeyrosb-
HUKa. KOTOPbI/i MOXHO BNUCaTh B
ceyeHune BbINOTHEHHOTO LUBA,;
TeopeTnyeckas TONUWMHA CThl-
KOBOTrO WBa: MrHumansHoe pac-
CTOSIHME OT MOBEPXHOCTU AeTanm
00 kopHA wBea (MCO 2553).

3.20

ahpekTMBHAA TOMWMHA WBA:
Pa3vep, koTopblii onpegenset
nepegavy Harpysku u 3aBucuT oT
hopMbl 1 r1y6uHbI nponnasne-
HUS LLIBA.

321

KateT yrnosoro wsa: CropoHa
HanbonbLlero paBHo6eapeHHOro
TPeyrosibHMKa, KOTOPbIA MOXHO
BNucaTb B CeYeHue LWBa.

3.17

maximum throat thickness
dimension measured from the
deepest point of the penetration in
fillet welds or the extremity of the
root run in buttwelds to the highest
point of the excess weld metal

NOTE This ts usually measured
from a cross-section.

3.18

design throat thickness

throat thickness specified by the
designer

3.19
actual throat thickness
(fillet welds), the value of the

height of the largest isosceles
triangle that can be inscribed in the
section of the finalized weld (butt
welds), the minimum distance
from the surface of the part to the
bottom of the penetration
[ISO 2553]

3.20

effective throat thickness
dimension that is responsible for
carrying the load, dependent on
the shape and penetration of the
weld

321

leg length

side of the Ilargest isosceles
triangle that can be inscribed in the
section

4 Vicnonb3oBaHue 3KBUBAJ1EHTHLIX TEPMUHOB

3.17
gorge totale (soudures d'angle)

opaissour totale (soudures bout a
bout)

soudures d'angle distance mesurde
entre le point le plus bas de la
pdndtration et le point le plus haut de
la surepaisseur soudures bout a bout
distance mesurde entre le pointle plus
bas de la passe de fond et le point le
plus haut de la surepaisseur

NOTE Cette distance est
habituellement mesurde sur une
coupe transversale.

3.18

gorge thdorique(soudures d'angle)
dpaisseur thcoriguo (soudures

bout a bout)
gorge spdcifide par le concepteur

3.19
gorge rdelle (soudures d'angle)
dpaisseur rdelle (soudures bout a
bout)
(soudures d'angle) hauteur duplus

grand triangle isocdle pouvant 6tre
inscrit dans la soudure terminee
(soudures bout £ bout) distance
minimale de la surface de la piece £ la
partie infdrieure de la penetration
envers [ISO 2553]

3.20

gorge efficace(soudures d’angle)
dpaisseur efficace (soudures bout

a bout)
dimension qui transmet I'effort et qui
depend de la forme géomdtrique et de

la penetration de la soudure

321

cdtd

soudures d'angle cdtd du plus grand
triangle isocele inscrit dans la section

Mocnepytouwve TabnuLbl 0TO6paxaroT 06LLEeNPUHATOE YyNoTpebieHe TEPMUHOB Ha pasHbiX f3blKax, HO
TEPMUHBI, MOKa3aHHbIEe Kak 3KBMBA/IEHTHbIE, HE06513aTe/IbHO B TOYHOCTM COOTBETCTBYHOT APYT APYTY MO 3Have-
HUIO M ONpeaeneHnio. B YyacTHOCTW, aHTInIAcKMii TepMuH «fusion face» («pacnnaBnsemMas NnoBepPXHOCTb»)0THO-
CUTCS KJTH060Ii YACTW MOBEPXHOCTM 3aroTOBKY, PAcn/iaB/isieMoii Bo BpeMsi CBapKy; B 3aBUCHMOCTU OT KOHTEKCTa

3TOT TEPMWH MOXET COOTBETCTBOBAaTb hpaHLy3ckum TepmuHam «face £ souder» unu «face du chanfrei».
CpaBHuMble TepMUHbI, NpuMeHsieMble B CLUA. nprBefeHbl B MpUIoXeHnn A.
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5 Twunbl coeanHeHWi

TuncoeauHeHus onpeaensatoT KOSIMYeCcTBOM, pasMmepamun NOTHOCUTENILHOW opmeHTaumeVl coeanHAeMbIX
,u,eTanel7|. Ha pucyHke 1cxeMaTnyHo nokasaHbl NPpUMepbl C COOTBETCTBYHOLWMMU TEPMUHAMW N MOACHEHUAMU.

a) CTbIKOBOE COefiuHeHune b) napannensHoe coegunexne C) HaxNecToYHoe coenHeHne
Buttjoint Parallel joint Lapjoint
Assemblage arecouvrementtotal Assemblage arecouvrement

Assemblage bout about

e) KkpecToo6pasHoe coefjHeHne
Cruciform joint
Assemblage en croix

d) TaBpoBOE COeAAMHEHNE NOA NPAMbIM YI10M
T-Joint
Assemblage enT

h) TopuyoBoe coegnHeHne

f) TaBpoBOE coeanHeHne
g) yrnosoe coefunHeHne
nog ogTPblm yrnom Cornerjoint I'IO,CI,O(‘:TlpI:IM yrnom
Angle joint - Edgejoint
Assemblage en angle extfirieur
Assemblage sur chant

Assemblage en angle
a forte Inclinalson

J)nepekpecTHOe coeuHeHne
Crossjoint
Assemblage de Ms (ou de ronds) en croix

i) coegMHeHNEe HeCKONbKNX fgeTanei
Multiple joint
Assemblage ajoints multiples

PucyHok 1 — Twnbl coegnHeHuni
Figure 1 — Typesofjomts
Figure 1 — Types d'assemblages
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6 Tunbl NOArOTOBKM COeAMHEHNI Mo CBapPKY 1 reoMeTpust coeguHeHn

PucyHkn 2—11 n Tabnuusl 1—5 UAACTPUPYIOT TEPMUHBI, OTHOCALLMECS K NOATOTOBKE COEAUHEHUI 1
reomMeTpun coefuHeHnii. O603HaYeHNs, NokasaHHble Ha pUCyHKax, NpUBEAEHbI Nepes COOTBETCTBYOLMMU
TepMUHamu. JInHeliHble pasMepbl 1 YIbl NOKa3aHbl Yucaamu, a NOBEPXHOCTU — GykBaMu. PUCYHKU npuBee-
Hbl B OMMCAaTE/bHbIX LIeNISX U HE MOTYT 6bITb OCHOBOW /191 TEXHUYECKUX YePTEeXeil.

PUCYHKM 2—8 OTHOCATCA K TMNam NoATrOTOBKW COEANHEHWIA U TeoOMeTpun COeJUHEHNIA MY CBapKe NiaB-

NeHneM. pucyHkn 9—11 — npu cBapke faB/eHUEM.

B HekoTopbIX cny4vasx COOTBETCTBYlOLWUE LI,VIqC)pOBbIe 0603HavYeHns Ha Pa3HbIX PUCYHKaxX OTHOCATCA K
OAHUM N TEM Xe TepMnHaM, 0AHaKO 3TO He BCcerga cnpaBensimBo Ana BCceX PUCYHKOB, NpuBeAeHHbIX B HACToA-

LweM cTaHgapTe.

PucyHok 2 — Moarotoska noj cBapky CTbIKOBOTO coe-
AVHeHUA 6e3 ckoca KpOMOK
Figure 2 — Preparation for square butt weld
Figure 2 — Preparation poursoudure bout3 bout sur
bords droits

2

PucyHok 4 — loarotoBka noj cBapkKy CTbIKOBOFO coe-
AVHEHNUA € V-06pa3HbiM CKOCOM KPOMOK U
C npuTynneHnem

Figure4 — Preparation forsingle V-buttweld

Figure 4 — PreparationenY

PucyHok 3 — lMoAroToska nNoj CBapky CTbIKOBOTO coefunHe-
HWUA CO CKOCOM OZAHOW KPOMKM C MPUTYyNneHnem
ncnogknagkom

Figure 3—Preparation for single bevel butt weld with backing

Figure 3 — Preparation poursoudureendeml-Y avec support

PucyHok 5 — lMoarotoBka noj cBapky CTbIKOBOTO coefuHe-
HUA ¢ U-06pa3HbiM CKOCOM KPOMOK
Figure S — Preparation for single U-buttwetd

Figure 5 — Preparation en U



Tabnuuya

Monvupna

A

10
12
14

15

16
17
18
19

20

21
44

1 — TepMuHbl, OTHOCALWMECH K NOATOTOBKE CTbIKOBbIX COe,CI,VIHeHl/IVI

Pycckuii

NlnuesBas NOBEPXHOCTb feTanu
O6paTHas cTopoHa getanu
BokoBasi KpoMKa NAacTUHBI

PacnnaBnseman noBepxHocTb
(6e3 ckoca KpoMKHM)

Pacnnasnseman noBepxHocTb
(co ckOCOM KpOMKM)

MoBepXHOCTb NPUTYNIEHNUSA
KPOMKM

Mopgknapka
TonwmHa nnacTuHsbl
BokoBoe pe6po getanu

3a3op Mex/jy cBapuBaembiMu
NOBEPXHOCTAMM

Pe6po CTbiIKyemMOoli NoOBEPXHOCTH

BokoBoe pe6po pacnnasnsemoi
NOBEPXHOCTMN

OnuHa coeanHeHns

MpoaonbHOe pe6po CKOWEHHOI
KPOMKM

TonuwuHa coeguHeHnsn
Pagunyc npu BepwnHe pasgenku
MpuTynneHne KpOMKM

BokoBoe pe6po NpuUTynaeHus
KPOMKM

BokoBoe pebpo CKOLWEHHO
KPOMKM

LWnpnHa 06paboTKn KPOMKMN
Yron ckoca Kpomku
Fny6uvHa 06paboTkn KPOMKM

LnpuHa cKoWweHHOn NoBepPXHOC-
A KPOMKM

WwnpuHa paspenkn
Yron pasgenkm Kpomok
BbiCTyn KpOMKuM

* CM. pa3gen 4 o6 ncnonb3oBa-
HWW 3KBUBANEHTHbIX TEPMUHOB.

English

upper workpiece surface
reverse side
plate edge

fusmn face (unprepared)

fus»on face (prepared)

root face

weld pool backing
plate thickness
side edge of workpiece

Root gap

Side of gap face

Side of fusion face

Joint length

longitudinal edge of preparation

Joint thtckness
root radius
depth of root face

side edge of root face

side edge of preparation

width of preparation
angle of bevel
depth of preparation

width of prepared face

joint width
Included angle
land

aSee Clause 4. use of
equivalent terms.

FOCT PUCO 17659—2009

Franfais

face supeneure de la piece
face Infdrieure de la piece
chantde la piece

face esouder

face du chanfrem

meplat. talon

latte-support
epaisseur de la piece
arete laterale de la piece

ecartement des bords

arete longitudmale du Joint

arete laterale du jomt

longueur du joint

arete longitudmale du chanfrem

profondeur du joint
rayon a fond de chanfreln
hauteur du talon

arete faciale du talon

arete faciale du chanfreln

largeurdu chanfreln
angle du chanfrem
profondeur du chanfreln

largeur de la face du chanfreln

largeur de Touverture
angle d'ouverture
16vre

0Voir article 4. utilisation de
termes equivalents.
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PucyHok 6 — lMoarotoBka noj cBapky TaBpOBOrO

coefnHEHNs

Figure 6 — Preparation for fillet weld (T-jolnt)

Ftgure 6 — Preparation pour soudures d angle sur
assemblageen T

PucyHok 7 — lMoaroTtoeka noj cBapky TaBPOBOIO COeAUHEHUS C
[BYCTOPOHHUM CKOCOM KPOMKMN
Figure 7 — Preparation tordouble-bevel T-butt welds

Figure 7 — Preparation pour soudures d angle sur assemblage

en T avec double chanfrein

Ta6numuya 2— TepMUHbI, OTHOCSLWMECS KMOATOTOBKE TABPOBbIX COEANHEHN

Mosunumna

E

le

4. 11a

7a

12

13

14

15

16
17
18
20

21

Pycckuii

PacnnaBnsemas NnoBepxHOCTb
PacnnaeBnsemas NoBepXHOCTb

TonwmnHa naacTuHbI

3a30p Mexay cBapuBaemMbiMu
Aetansmu

AnvHa coepuHeHns

MpoaonbHOe pe6po CKOLWEHHOM
KPOMKM

MpuTynneHne KPOMKuM

MpogonbHoe pe6po nputynie-
HUS KPOMKM

BokoBoe pe6po NpUTynaeHus
KPOMKM

BokoBoe pe6po CKOWeEHHOM
KPOMKM

LWnpnHa 06paboTKn KPOMKM
Yron ckoca KpomKu
Fny6uHa 06paboTKn KPOMKHM
WupuHa pasgenkn

Yron pasgenkv KpoMok

aCwm. pasgen 4 06 ncnonb3osa-
HUWN 3KBUBANEHTHbIX TEPMUHOB.

English
fusion (ace (prepared)
fusion (ace (filletweld)
plate thickness

root gap

joint length

longitudinal edge of preparation

depth of root face

longitudinal edge of root face

side edge of root face

side edge of preparation

width of preparation
angle of bevel
depth of preparation
joint width

included angle

° See Clause 4. use of
equivalent terms.

Frangais

face du chanfrein
face a souder
fipaisseur de la piece

ecartement des bords

longueur du joint

arete longitudmale du chanfrein

hauteur du talon

arete longitudmale du talon

arete faciale du talon

arete faciale du chanfrein

largeur du chanfrein
angle du chanfrein
profondeur du chanfrein
largeur de l'ouverture

angle d'ouverture

aVoir article 4. utilisation de
termes equivalents.
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PnucyHok 8 — MopAroToBka noj cBapKy CTbIKOBOrO COeAMHEHUS C OTOGOPTOBKOI KPOMOK
Figure 8 — Preparation (or butt weld between plates with raised edges
Figure 8 — Assemblage a bords relevbs

Fa6nunuya3 — TepMuUHbI, OTHOCALWMECS K NOATOTOBKE CTbIKOBOTO COEAUHEHUSA C OTGOPTOBKOW KPOMOK
Mo3nums Pycckuii English Fran”ais
Da PacnnaBnsiemasi NOBEPXHOCTb fusion face (unprepared) face fi souder

22

23

24

25

26

(6e3 ckoca KpoMKK)
TonwuHa NNacTuHbI
[nuHa oT60pTOBKN KPOMOK

MpoponbHoe pe6po oT6opTO-
BaHHOW KPOMKM

CTblK OT60PTOBAHHbLIX KPOMOK
BbicoTa 0T60PTOBKU KPOMKM

Pagnyc oTGOPTOBKM KPOMKM

a Cwm. pasgen 4 06 ncnonb3osa-
HUUN 3KBUBANEHTHbIX TEPMUHOB

plate thickness
length of raised edge

longitudinal side of raised edge

abutment of raised edge

depth of raised edge
radius of raised edge

“ See Clause 4. use of
equivalent terms.

Epalsseur de la piece
longueur du bord relevé

ar6te longitudinale du bord
relevé

ar6te longitudinale du joint
hauteur du bord relevb
rayon de phage du bord

a Voir article 4. utilisation de
termes 6qulvalents.
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l I—MHYqun\\\\;v q 2B

21 _4j-
_IJ

Tabnwmuy

Mosuuma

27
28
29
30
31
32

33

10

31

.f*ﬁ%
M

a)Kpyrnble BbICTYMbI
Round projections
Bossages ronds

KO/bL,eBbl€ BbICTYMbI
Annular projections
Bossages annulaires

b) yanuHeHHble BbICTYNbI
Elongated projecbons
Bossages allonges

PucyHok 9 — ®opmbl coeanHeHN Npu penbedHO cBapke

Figure 9 — Forms of projection welds

Figure 9 — Formes de bossages

a 4 — TepMuHbl, OTHOCALNECA KNOATOTOBKE COeJMHEHUS MO penbedHyo cBapKy

Pycckuii

TonwwnHa nnacTuHbl

War BbicTyna

BbicoTa BbicTyna

[dnuvHa BbICTYyNa

LnpuHa BbiCcTyNa

OvameTp BbICTYNA

OvameTp KONbLEBOro BbiCTyna

PaccTtosHvne fo kpas getanun

English

plate thickness

pitch (of projections)
projection height

projection length

projection width

projection diameter
annular projection diameter

edge distance

Frampais

epaisseur de la piPce

entraxe (des bossages)
hauteur du bossage

longueur du bossage
largeur du bossage

diamfetre du bossage

diametre du bossage annulalre

distance au bord (de ta plPce)



PucyHok 10 — C6opka nof KOHTaKTHY TOYEUYHY0
1 WOBHYIO CBApKW C pasfjaB/inBaHu-
emM KpoMoK
Figure 10 — Configuration for spot, seam or mash
welds
Figure 10— Configuration pour soudurepar points.

6 ta molette ou par6crasement

FOCT PUCO 17659—2009

PucyHok 11 — C6o0opka noj LOBHYI KOHTAKTHYI CTbIKOBYIO
cBapky no conbre
Figure 11 — Configuration for foll-seam-welds
Figure 11 — Configuration pour soudure a la molette avec
feuillard d apport

Ta6numya 5— TepMUHbI, OTHOCALWMECS K C6OPKE NOJA CBAPKY AaBNEHWEM HaX/1€CTOUHbIX COeANHEH U

Mo3unumsa Pycckuii English Frangae
G O6nacTb HaxnecTku lapped area surface de recouvrement
H MoBepxHOCTb KOHTakKTa ¢ onbroit  foil contact surface surface de contact du feuillard
1 TonuwmnHa NNacTuHbl plate thickness epatsseur de la pifece
2 WunpuHa getanu workpiece largeur de la piPce
5 Pebpo cTbikyeMoil NoBEPXHOCTN side of gap face ar6te longitudmale du |oint
34 [AnuHa HaxnecTku lap lenqgth longueur de recouvrement
35 LWnprHa HaxnecTku lap width largeur de recouvrement
36 [nvHa donbru foil length longueur du feuillard
37 WwnpnHa donbrn foil width largeur du feuillard
38 TonuwunHa onbru foil thickness eparsseur du feuillard

7 LWBbI Npu cBapke niaBsieHNEM

TepMUHbI, OTHOCALLMECS KTUMOBbIM LUBaM, BbINO/THEHHbIM CBAPKO NiaBneHneM, NpuBeAeHbl Ha PUCYH-
Ke 12. Ha pucyHke 13 cxeMaTU4HO noka3aHbl 3/1eMeHTbl CTbIKOBbIX LLUBOB, Ha PUCYHKax 14 1 15 — 3/1eMeHThI
YF0BbIX LWBOB Pa3/IM4HOli hOpMbl, HA PUCYHKE 16 — 3/1eMEHTbI MHOTONPOXOAHbIX LUBOB.

a)CTbIKOBOW WOB ¢ V-06pasHoil pasfenkoit KpOMokK
Single V-Outt weld

Soudure boutabouten V

b)yrnosoii wos
Fillet weld
Soudure d angle

PucyHok 12 — TMpumepsbl! WBOB Npu cBapke niaasneHnem
Figure 12 — Typical examples of fusion welds
Figure 12 — Exemples types de soudures par fusion

11
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Tab6bnuuyab— TepMUHbI, OTHOCALWNECSA K CBAPHBIM COEAWHEHUAM NpU CBapke nnaBneHnem

Mo3nupsa Pycckuii English Fram;ais
1 OCHOBHOW MeTann parent metal metal de base
2 MeTtann wea weld metal metal fondu
3 30Ha TEPMUYECKOro BANAHNA heat-affected zone zone thermlquement affectee
4 30Ha CBapHOro coefnHeHuUs weld zone zone soud6e
5 Fny6una nponnasnexuns fusion penetration penetration
6 MpaHuua wea fusion line zone de liaison
7 KopeHb wBa root of weld racme (de la soudure)
8 WnpuHa wea weld width largeur de la soudure
9 BbicoTa BbINYKNOCTKN WBa excess weld metal surepaisseur
10 KaTteT yrnosoro wsa leg length C6t6
11 BbicoTa BbINYKNOCTU KOPHSA LWIBA penetration bead thickness surepaisseur a la racme
25 Fny6uHa nponnasneHna KOpHS Wwsa root penetration penetration a la racme
26 30Ha nponnasfieHnsa fusion zone zone de dilution

a)

06LLU/II7I B CTbIKOBOTO WBa

18

General view of buttweld
Vue d'ensemble d une soudure bout a bout

b) CTbIKOBOI WOB C NOMHbLIM MNpO-
nnasneHuem
Full penetration butt weld
Soudure e pleine penetration

C) CTbIKOBOW LWOB C HEMOJTHLIM MPO-
nnaeneHuem
Incomplete penetration butt weld

d)cTbiKOBOIi WOB TAaBPOBOro coeamn
HeHus
Buttweld T-jolnt
Soudure en demi-V sur
assemblage enT

Soudure avec manque de penetration

PucyHok 13 — MpuMepbl CTbIKOBbIX LWBOB
Figure 13 — Typical examples of butt welds
Figure 13 — Exemples types de soudures bouta bout

12
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Tabnuuya 7— TepMuHbl, OTHOCALMECS K CTbIKOBbIM LIBAM MPW CBapke naaBneHnem

Mo3unuus

12a
13a
1l4a
15a
16
17
18

27

8 TosnuwuHa yrnosbIX WBOB

Pycckuit

MakcumanbHas ToMWnHa WBea
MpoekTHas ToMWMHA WBa
TeopeTnueckas TO/UMHA WBA

OdrhbekTMBHAA ToNLWMHA Waa

English
maximum throat thickness
design throat thickness
actual throat thickness

effective throat thickness

Yron nepexofa wWBa K 0OCHOBHOMY mMeTanny weld toe angle

[NnuHa wBea

YewyiiyaTtas NOBEPXHOCTb WBA

LnprHa BbINYKNOCTN KOPHS LIBA

weld length

weld surface with bead
ripples

root width

aCwMm. pasgen 4 06 ucnonb3oBaHun akBuea- a See Clause 4 use of

NNeHTHbIX TEPMUHOB

equivalent terms.

Francais

6paisseur totale
dpaisseur th™orique
6paisseur rdetle
6paisseur efficace
angle de raccordement
longueur de la soudure

surface de la soudure avec
vagues de solidification

largeur du cordon a la
racine

aVoir article 4. utilization de
termes Pquivalents.

B CBA3U C TEM. UTO CYLLLECTBYIOT pas/inyHble DOPMbl YI/I0BbIX LBOB, HEO6X0AMMO YUUTLIBATH PA3/IUUHbIE
3HaYeHUsi pa3MePOB VX TOJILLUH (CM. TAKKE PUCYHOK 12 b).

a)(14)6onbwe. yem (13)
(14) greater than (13)
(14) plus grand que (13)

b) (14) meHble, Yyem (13)
<l4)smallerthan (13)

(14) plus petit que (13)

PucyHok 14 — TONWWHBI YINOBbIX WBOB
Figure 14 — Throatthicknesses for fillet welds
Figure 14 — Gorges des soudures dangle

Ta6nuya 8— TepMuHbl, OTHOCAWMECS K TOMILMHE YIOBbIX WBOB

Mosunuma
12
13
14

15

Pycckuii
MakcumanbHaa To/luHa Wea
MpoekTHaa To/lMHa WBa
TeopeTnyeckas To/NLWMUHA WBaA

O hekTUBHaA ToNWMHA WBA

English
maximum throat thickness

design throat thickness

actual throat thickness

effective throat thickness

Francais

gorge totale
gorge thdorique
gorge rPelle

gorge efficace

13
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b) yrnoBoii BOrHyThlIii WwoB

Convexfillet weld Concave fillet weld
Soudure dangle convexe Soudure d'angle concave
C) YrnoBOii WOB C 3a30pOM d) yrnoBoii WOB C pa3HbIMU KateTammn
Fillet weld with gap Fillet weld with unequal legs
Soudure d angle avecjeu Soudure d'angle asymdtrique
€) Yyr/10BO WOB C HEMOJIHLIM NPOMN/iaBiieHnemM f) yrnosoii wos ¢ rny60knm nponnasneHnem
Fillet weld with incomplete penetration Filletweld with deep penetration
Soudure d'angle avec manque de p6n6trahonpartielle Soudure d angle a p6netration partielle realisfte par

unprocede aforte p6n6tration

PucyHok 15 — Mpumepbl Yr/10BbIX WWBOB PA3/IMYHON (hOPMbI
Figure 15 — Typical examples of fillet welds with different shapes

Figure 15 — Exemples types de soudures d'angle avec differentes configurations

14
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a)CTbIKOBOIA WOB ¢ V-06pa3Hoii pasaenkoii KpOMOK 1 b) cTbIKOBOJI WOB TAaBPOBOro COEAMHEHMUS C OAHOCTOPOHHER
c npuTynneHuem pasAesnkoii KpOMKN
Single V-buttweld with root face Single bevel T-butt weld

Soudure en demi-V aur assemblage en T

19

Soudure en V exéclllée dun seul

C)CTbIKOBO WOB ¢ V-06pa3Hoii pa3fenkoil KpOMOK 1 d) cTbikOBOI WOB ¢ X-06pa3Hoil pa3aenkoin KpOMokK
C NOABAapPOYHbIM BaIMKOM Double V-butt weld
Single V-butt weld with sealing run Soudure en X

Soudure en V avec reprise £ I'envers

e) MHOronpoXoAHbIA yrnoBoii WoB
Multi-run fillet weld
Soudure d angle muttipasse

PucyHok 16 — lMNpumMepbl MHOTONPOXOAHbIX LWWBOB NPW CBapKe njaas/ieHnemM
Figure 16 — Typical examples of multl-run fusion welds
Figure 16 — Exemples types de soudures par fusion multipasses

15
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Tabnunuya 9— TepMuHbI, OTHOCALWNECH KCOEANHEHNAM C MHOTONPOXOAHbIMU WBaMU NPU CBapke nnaBneHnem

Moannusa Pycckum
5 rny6uHa nponnaBneHnsa
10 KateT yrnosoro wsa
1 BblcOTa BbINYK/OCTU KOPHS LWBA
19 paHnLbl NPOXOA0B HE HAPYXHOW Mo-

16

BEPXHOCTU wWBa

20 KopHeBoit npoxog,

21 Cnoit 3anoNHALW WX NPOXOA0B

22 Cnoii 0611ML0BOYHBIX MPOXOA0B

23 MopaBapoYHblii Banunk

24 MepBblii Npoxos ¢ 06paTHOW CTOPOHbI
25 Fny6uHa nponnaBneHns KOPHSA wWBa

9 LLBbI NpV CBapKe AaBfIEHNEM

English

fusion penetration
leg length
penetration bead thickness

toe

root run

layers of filling runs
layer of capping runs
sealing run

first run on the second side

root penetration

Francis

penetration
C6t6

surepaisseur a la ractoe

raccordement

passe de fond

passes de rempllssage
passe(s) terminale(s)
reprise a fenvers
premiere passe fenvers

penetration a la racine

TepMUHbI, OTHOCALLMECS K TUMOBbLIM LUBaM, KOTOPbIE BbINOJIHEHbLI CBAPKOW AaBfieHneM, NpuBeeHbl Ha
pucyHke 17.
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a) WoB C rpaTtom npu CTbIKOBOW cBapke b) WOB CrpaTtom Npu CTLIKOBOW CBapke C)LWOB NpW NpUBapKe WNUAbKN

CONpoTMBAEHNEM onsiaBneHnemM Nnn TpeHnem Arc stud weld
Buttweld with upset Buttweld with flash (flash or friction) Soudure degoujon
Soudureavechbourreletde refoulement Soudure avec bavure detmcelage

ou de friction

d) WoB Npu TOYEYHO! KOHTAKTHOW cBapke €) WOoB NPM WOBHOW KOHTAKTHO cBapke
Spotwelds Seam weld

Soudure par points Soudure en ligne continue par points

f) pBOWHONM psg CBapHbIX TOuek g) WOB MpN TOYEYHON KOHTAKTHOM h) wos npu penbedHoOit cBapke
PACMONOXEHHbIX B WAXMATHOM csapke Projection weld
nopsigke Resistance spot weld Soudure par bossage
Double row of staggered, Soudure par rbsistance points

spaced spotwelds

Double rangee de soudures par
points enquinconce

PucyHok 17 — lpumepsbl WBOB NPy CBapke AaB/ieHneM
Figure 17 — Typical examples of welds made using pressure

Figure 17 — Exemples types de soudures avec pression

17
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Ta6numuya 10— TepMuHbl, OTHOCALLMECS K LUBAM NPU CBApPKe faBfieHUEM

Mo3nupsa Pycckui English Fran;ais
4 30Ha CBapHOro coeAnmHeHns weld zone zone soud6e
30 BbigaBneHHblt meTtann upset metal bourrelet de refoulement
31 Ipar (lash bavure
32 AApO CBApHON TOUKK weld nugget noyau de la soudure
33 LvameTp sigpa CBapHON Touku nugget diameter diameter du noyau
34 TonuwnHa agpa cBapHOW TOYKKN nugget thickness epaisseur du noyau
35 BmATuHa indentation ardentation
36 Fny6buHa BMATUHbI indentation depth profondeur d'indentation
37 30Ha KOHTaKTa Mexay cBapvuBaemMbiMu weld interface interface
petanamu
38 OnvHa wea weld length longueur de la soudure
39 LLlar cBapHbIX TO4YekK weld pitch entraxe (des points de soudure)
40 MepekpbiTUE CBAPHbLIX TOoUYek nugget overlap recouvrement des noyaux
41 MpoaonbHoe cMelleHne ToYek e co- stagger decalage des noyaux
cefiHUX pagax
42 PaccTtosaHne mexay psgamMmu cBapHbIX row pitch 6cartement des rang6es
Touek
43 PaccTosiHue fo kpas getanu edge distance distance au bord (de la piece)
45 Wnunbka stud goujon

10 MpuMepsbI WBOB Mpu CBapke naBfeHNEM COeANHEHN Pa3INYHbIX TUMOB
1 C pasfIMYHON NOAroTOBKOM AeTasnei noa cBapKy

Mpumepbl TUNOB COEAUHEHMIA 1 LUBOB Y NOATOTOBKM AeTasieil Npy cBapke njaB/ieHUEM NPUBEAEHbI HA
pucyHkax 18.01—18.39 B Tabnmue 11.

Ta6nuuya 11

MoaroToBka getaneit

PucyHok Tun coeuHeHus XapakTepucTuka Wsa 1oz, cBapky
18.01 P: CTblKOBOE MponnaBneHune nonHoe Be3 ckoca KpoMOK 1 3a3opa
I 10 I E: Butl Full penetration Close square
F: Bout £ bout A plelne penetration Bords droits
18.02 P: CTbiKOBOE MponnasneHne nosiHoe Be3 ckoca Kpomok
E: Butt Full penetration Close square (single-V.
unprepared)
F. Bout £ bout A plelne penetration Bords droits
135*! ci £ 180"
P: CTblKOBOE MponnasBneHne nosHoe OT60pTOBKA KPOMOK
18.03 E: Butt Full penetration Raised edges
Bout £ bout A plelne penetration Bords releves

— W — "

18



MpoponxeHne Tabnuuybl

18.04

18.05

18.06

1807

1808

18 09

18.10

18 11

PucyHok

X

Tun coegvHeHns

CTblkOBOE
Butt

Bout a bout

CTbikOBOE

Butt

Bout a bout

CTbikOBOE

Butt

Bout a bout
CTblkOBOE

Butt

Bout a bout

CTblkOBOE

Butt

Bout a bout

CTblkOBOE

Butt

Bout a bout

CTblkOBOE

Butt

Bout a bout

CTblkOBOE

Butt

Bout a bout

XapakTepuctuka Lwsa

MponnaBneHne YacTuyHoe

Partial penetration

A penetration partielle

JIBYCTOPOHHWI C NONHbLIM
nponnaBfeHnem

Full penetration butt welded
from both sides

A pleine penetration.
ex6cutee des deux cbtes

MponnaBneHne nonHoe

Full penetration

A pleine penetration

MponnaBneHne nonHoe

Full penetration

A pleine penatration

MponnaBneHne nonHoe

Full penetration

A pleine penetration

MonHoe nponnaBneHue ¢
noABapoOYHbIM LWBOM

Full penetration with sealing
run

A pleine penetration avec
reprise a lenvers

[IBYCTOPOHHWI C NONHbLIM
nponnaBneHnem

Full penetration welded from
both sides

A pleine penetration
ex6cutee des deux cfites

[BYCTOPOHHWM C 4aCTUUHbIM
nponnasneHnem

Partial penetration welded
from both sides

A penetration partielle
ex6cutbe des deux cfttes

FOCT PUCO 17659—2009

MogroToBka geTtanei
nog, cBapky
Bes ckoca KpOMOK 1 3a3opa
Close square

Bords droits

Bes ckoca KpoMOK 1 3a3opa

Close square

Bords droits

V-06pasHblil CKOC KPOMOK C
NPUTYN/IEHUEM U C 3a30pOM

Singie-V with root faces and
root gap

EnV

bBe3 ckoca KpOMOK C 3a30pOM
M c nogknaakon3d

Open square with backing
bar'/stnp3

Bords droits avec
latte-support3

V-06pa3sHblil CKOC KPOMOK U C
noaknaakoii3

Single-V wrth backing
bar3/stnp3

en V avec latie-support3

V-06pasHblii CKOC KPOMOK C
npuTynneHnem

Single-V with root faces

enyY

X-06pasHblii CKOC KPOMOK C
npuTynsieHnemM 1 c 3a30pom

Double-V with root faces and
root gap

en X ou en double V

[ABYCTOpPOHHAS ¢ V-06pasHbl-
MW cKOcamu KpOMOK U C npu-
TynneHnem

Double-V

en double Y

19
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MpogonkeHne Tabnuubl

PucyHok

18 12 P:

18.13 P:

18.16

8.17

18 18

20

Tvn coepuHerns

CTblKOBOE

Butt

Bout A bout

CTblKOBOE

Butl

Bout 1 bout

CTblKOBOE
Butt

Bout i1 bout

CTblKOBOE

Butt

Bout 1 bout

CTblKOBOE

Butt

Bout 1 bout

CTblKOBOE

Butt

Bout i bout

CTblKOBOE

Butt

Bout i1 bout

XapakTrepucTika LwBsa

CTbIKOBOW M YIN0OBOI WOB C
YaCTUYHBIM NPONIaB/ieHUueM

Butt and fillet partial
penetration

A pAnetration partlelle
exAcutAe des deux CAtAs

[IBYCTOPOHHUIA C MOMHBLIM
nponnasfieHnem

Full penetration welded from
both sides

A pleine pAnAtration
ex6cutbe des deux CAtAs

YrnoBoi gBYyCTOPOHHWIA

Fillet welded from both sides

A pAnAtration plerne
exAcutAe des deux CAtAs

MponnasneHne nosHoe

Full penetration

A pleine pAnAtration

MponnaBnexHne nonHoe ¢
nofaapoyHbiM LIBOM

Full penetration with sealing
run

A pleine pAnAtratron avec
reprise W I'envers
KOMGWHMPOBAHHBIN:CTbIKO-
BOIl W YrNoBoOi ¢ noABapouy-
HbIM LUBOM

Compound of butt and fillet
with sealing run

N1 pleine pAnAtration avec
reprise A l'envers. plus
soudure d angle

[BYCTOPOHHWIA C NOMHLIM
nponsasneHnem

Full penetration welded from
both sides

A pleine pAnAtration plus
deux soudures d angle

MopgrotoBka aetaneii
noj ceapky

V-06pasHblii CKOC KPOMOK C
npuTynneHnem

Smgle-Vs

Avec chanfrem en Y d un
seul cAt6

X-06pasHblii CKOC KPOMOK C
npuTynaeHnem 1 c 3a3opom

Double-V with root faces and
root gap

En X ou en double V

Be3 ckoca Kpomok 1 3a3opa

Close square

Bords droits

O[fHOCTOPOHHMIA CKOC KPOM-
KW C NPUTYNAEHUEM U C 3a30-
pom

Single-bevel with root face
and root gap

En demi-V

OJAHOCTOPOHHMWIA CKOC KPOM-
KU C NPUTYNIEHMEM U C 3a30-
pom. 6onee Toncras
nnacTuHa yToHeHa

Single-bevel with root face
and root gap. thicker plate
tapered

En demr-V avec dAtardage
de la tAle la plus Apaisse

OAHOCTOPOHHWUI CKOC KPOM-
KW C NPUTYNEHNEM W1 C 3a30-
pom

Single-bevel with root face
and root gap

En demi-V

O[fHOCTOPOHHMIA CKOC KPOM-
KU C NPUTYNIEHUEM U C 3a30-
pom

Single-bevel with root face
and root gap

En demr-V



MpopomxeHne Tabnuubl
PucyHok

18 19

18 20

1821

18.22

1823

18 24

1825

O X

Tun coeanHeHnA

TaBpoBoOe Moy,
npsAMbIM yrnom

EnT

TaBpoBOe nopg
NpPsIMbIM YI10M

TaBpoBOe nop
npAMbIM YrnoM

EnT

TaBpoBoe nog,
npsAMbIM yrnom

EnT

TaBpoBOe nopj
NPSAMbIM Yr/10M

EnT

TaBpoBoOe Noj,
npsAMbIM YrioM

TaBpoBoe nopg
NPsAAMbIM YI10M

XapakTepucTyka LwBa

MponnaBneHne nonHoe

Full penetration

A pieme pdndtration

YrnoBoi 0f4HOCTOPOHHWIA

Fillet welded from one side

Soudure d angle exdcutde
d un seuic6td a pdndtration
partlelle

YrnoBoit ABYCTOPOHHWIA C no-
NHbIM NponnaBneHnem

Full penetration fillet welded
from both sides

Double soudure d angle 6
pleine pdndtration

YrnoBoi ABYCTOPOHHWIA

Filletwelded from both sides

Double soudure d angle 1
pdndtration partieile

[lBYCTOPOHHUIA C MOMHBIM
nponnaBneHnem

Full penetration welded from
both sides

A pieme pdndtration
executde des deux c6tds

[BYCTOPOHHUIA C MONHBLIM
nponnasneHnem. Kom6uHa-
LMs CTIKOBOTO W YIN10BOTO
LWBOB

Full penetration welded from
both sides Combined butt
and fillets

Double soudure d angle d
pieme pdndtration plus
soudures dangle

[IBYCTOPOHHUIA C YaCTUUYHBIM
nponnaBneHnem

Partial penetration welded
from both sides

Double soudure d angle d
pdndtration partlelle

FOCT PUCO 17659—2009

MogroToBka getanei
nog, ceapky

OAHOCTOPOHHMIA CKOC KPOM-
KU C MPUTYN/IEHNEM U C 3a30-
pom

Single-bevel with root face
and root gap

En deml-V

Be3 ckoca KpoMKK 1 3a3opa

Close square

Bords droits

Be3 ckoca KpoMKM 1 3a3opa

Close square

Bords droits

Bes ckoca KpoMKW U 3a3opa

Close square

Bords droits

[lBYCTOPOHHUI CKOC KPOMKM
C 3a30pom

Double bevel with root gap

En K

[BYCTOPOHHMUI CKOC KPOMKM
C 3a30poM

Double bevel with root gap

[lBYCTOPOHHUI CKOC KPOMKM
C nputynaeHnem

Double bevel

En deml-Y double
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MpogonkeHne Tabnuubl

PucyHok
18.26
45’ £a ~ 90'
18 27
5 *ia i 45"
18 28
| *=]
1829
1830
miQ
0°sa s 5*
18.31
1832
18.33

22

Tvn coegnHeHns

TaBpoBoe noj
OCTPbIM Yr10M

Angle

En angle a
faibte
inclinaison

TaBpoBoe nog
OCTPbIM Yr0M

Angle

En angle £ forte

inclinaison

Kpectoobpas-
Hoe

Cruciform

En croix

KpecTtoobpas-
Hoe

Cruciform

En croix

HaxnectouyHoe

Lap

A recouvrement

partiel

HaxnecTtouHoe
unu napan-
nenbHoe

Lap or parallel

A recouvrement

total ou partiel

HaxnecTtouHoe
unu napan-
nenbHoe

Lap or parallel

A recouvrement

total ou partiel

HaxnecTtouyHoe
unu napan-
nenbHoe

Lap or parallel

A recouvrement

total ou partiel

XapakTrepucTika LwBsa

MponnasneHne nosHoe

Full penetration

A plelne penetration dans
tangle ouvert

Yrnosoii

F.llet

A plelne penetration dans
langle ouvert

CTbIKOBOW ABYCTOPOHHUIA C
NO/HbIM NponnaBneHnem

Full penetration butt welded
from both sides

Doubles soudures d angle a
pleme penetration executees
des deux c6t6s

YrnoBoii 4BYCTOPOHHWMIA

Fillet welded from both sides

Doubles soudures d angle a
penetration partielle
executees des deux cdtds

Yrnosoi
Fillet

Soudure d angle a clin

Mpo6oyHbIii

Plug

En bouchon

Yrn0BOW N0 3aMKHYTOMY KOM-
TYPY

Fillet welded all round

En entaille

ToYeYHbIii, NONYYEHHbI
npu cBapke naasaeHnemM

Fusion spot

Par points par fusion

MopgrotoBka getaneii
noj ceapky

OAHOCTOPOHHUIA CKOC KPOM-
KW C 3a30poM

Single-bevel with root gap

En demi-V

Be3 ckoca KpomKku 1 3a3opa

Close square

A bord droit

[BYCTOPOHHWIA CKOC KPOMOK

Double bevel

En double K

Be3 ckoca KpoMOK 1 3a3opa

Close square

Bords droits

Be3 ckoca KpomKu
Square edge

Bords droits

OTBepcTue(s) B o4HON nnac-
THe

Hole(s) in one plate

Trou(s) dans 'nne des tales

OTBepcTue{a) B ogHoli nnac-
THE

Hole{s) in one plate

Trou{s) dans l'une des tales

OTcyTcTBYeET

None

Aucune



OKOHYaHue Tabnuuybl

PucyHok
18.34
( ___________ -~
1835
30'i as 135
1836
1837
*_ c
1838
L Jf
w7
0*&a*30"
18.39

Tun coeanHeHnA

Yrnosoe

Corner

En angle
ext6érleur

Yrnosoe

Comer

En angle
extérleur

Yrnosoe
Corner

En angle
extbrleur
Yrnosoe

Corner

En angle
extérleur

Topuosoe

Edge

Sur chant

HaxnecTtouyHoe

Lap

A recouvrement
partiel

XapakTtepucTtuk! wea

CTbIKOBOW ¢ MOAHBIM
nponnasneHuem

Full penetration butt welded

A pleme penetration

Yrnosoii

Fillet

Soudure d angle a pleme
penetration

YrnoBoi ABYCTOPOHHWIA
C NOJIHBIM MponnasBfieHnem

Full penetration fillet welded
from both sides

Double soudure d'angle
a pleme penetration

Yrnosoii 4BYCTOPOHHMIA C
YaCTMUHBLIM MPONIABAEHNEM

Partial fillet welded from both
sides

Double soudure d'angle
& penetration partlelle

MponnasneHvne TopLoB
nonHoe

Edges fully covered

Avec fusion totale des deux
chants

CoepfuHeHNe ¢ yCTynom
Ha nucte

Joggle joint

Soudure a bord soy6

“ MoxeT 6bITb OCTalLasca UAnM HeocTarwwWwancsa nogknagka.
"May be temporary or permanent.

“La latte-support peut 6tre permanent ou non.

FOCT PUCO 17659—2009

MogroToBka geTtanei
oz cBapky

OJHOCTOPOHHMIA CKOC KPOM-
KM C NPUTYMNJIEHNEM W C 3a30-
pom

Single bevel with root face
and root gap

En demi-V
Kpomku o6pabatbiBatoTca

(npn Heob6x04MMOCTH)

Edges prepared as
necessary

Bords droits

Bes ckoca KpomMok

Square edge

Bords droits

Be3 ckoca KpoMoK

Square edges

Bords droits avec
chevauchement partiel
des pieces

Be3 ckoca KpomMok

Square edges

Bords droits

Be3 ckoca Kpomok

Square edges

Bords droits

P. E. F— 0603Ha4yeHne pycckoro, aHrnmMiickoro v chpaHLy3CcKoro si3blkoB COOTBETCTBEHHO.
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MyHkT/
PUCYHOK

3.8
3.11
3.12

3.15
2

24

MpunoxeHune A
(cnpaBo4HOe)

CpaBHeHVe C TEPMUHAMU, NpUMeHsieMbiMK B CLUA

TepMyH Ha pyCcCKOM A3blke, I'IpI/IMeHﬂeMbIVI a

HacTosLWeM cTaHgapTe

MapannensHoe coeagnHeHune
KpecToo6pa3sHoe coeaunHeHmne

TaBpoBOE coefuHeHUe Nog OCTPbIM
yrnom

CoefuHeHUE HECKObKUX feTaneil

CTbIKOBOE coefnHeHune 6e3 ckoca Kpo-
MOK

CTblKkOBOE COE/INHEHNE CO CKOCOM O/ -
HOW KPOMKM

CTblkOBOE coefinHeHue ¢ V-o6pasHbim
CKOCOM KPOMOK
CTblkOBOE COE/INHEHWNe C U-06pasHbIM
CKOCOM KPOMOK

CTblkOBOE COEAiHEHNE C 0TGOPTOBKOi
KpPOMOK

TepMUH Ha aHIIMIACKOM i3bIKe,
npumeHsiemblii B UICO 17659

pareEel joint
cruciform joint

Angle joint

Multiple joint
Square buttweld

single bevel butt weld

Single V-butt weld

sngle U-butt weld

butt weld between plates with
raised edges

TepMuH, npumeHsiemblii B CLUA

edge joint
double T-jomt

skewed T-jomt

multiple memberjoint

single square groove weld

single bevel groove weld

single V-groove weld

single U-groove weld

edge flanged weld



ANaBUTHbI ykasaTe/lb Ha PyCCKOM si3blke

B

Banuk noaBapoYHblii

Bupg cTbIKOBOTO WBa 06w uit
BmaTtuHa

BbicoTa BbINYKNOCTN KOPHA WBaA
BbicoTa BbINYKNOCTN WBa
BbicoTa BbiCTyna

BbicoTa 0T60PTOBKM KPOMOK
BbiCcTyn KoNbLeBOM

BbicTyn KpOoMmMKu

BbiCTyn Kpyrnblii

BbiCTYNn yANUHEHHbI

r

Fny6vHa BMATUHDI

FnyénHa o6paboOTKM KPOMKM

Fny6éuHa nponnasneHunn

Fny6uHa nponnaBfeHUs KOpPHS LWBa

FpaHuua Npoxoaa HapyXHOW NOBEPXHOCTW WBa
paHunua wBea

Ipat

Jil

OvnameTp BbICTYNA

AvnameTp KONbLEBOTO BbICTyNna
OvameTp agpa cBapHO TOYKMK
AnvHa BbiCcTyna

OnvHa HaxnecTku

OnvHa oT60PTOBKM KPOMOK
OnvHa coeanHeHuns

OnvHa ponbru

AnuHa wea

3

3a30p MexAay cBapnBaeMbiMU MOBEPXHOCTAMMU
30Ha KOHTaKTa MeXAy CBapuMBaeMblMu geTansamu
30Ha nponnasBneHns

30Ha CBApPHOIo coefijMHeHuns

30Ha TEPMUYECKOTO BAUSHUSA

K

KaTeT yrnoBoro wsa
KopeHb wBa
Kpomka nnacTuHbl 60koBas

M

MeTann BblfaBfeHHbI
MeTann oCHOBHOWA
MeTann wsa

(¢]

O6nacTb HaxN1ecTku

n

MepekpbiTUe CBapPHbIX TOYEK
MoBepxXHOCTb AeTanu nuuesas
MoBepXHOCTb KOHTaKTa C hONbroWi

PurcyHOK/NYHKT

PucyHok 16 c)
PucyHok 13 a)
PucyHok 17 p)
PucyHok 12 a) n 16 a). b)
PucyHok 12 a). b)
PucyHok 9 a), b). c)
PucyHok 8
PucyHok 9c
PucyHok 5
PucyHok 9 a)
PucyHok 9 b)

PucyHok 17 n)

PucyHkn 4 n 7

PucyHok 12 a). b) n 16 a)
PucyHok 12 0) n 16 e)
PucyHok 16 a)—e)
PucyHok 12 a). b)
PucyHok 17 0). c)

PucyHok 9 a)

PucyHok 9 c)

PucyHok 17 0). e). a). h)
PucyHok 9 b)

PucyHok 10

PucyHok 8

PucyHkn 2. 51 6
PucyHok 11

PucyHkn 13 a) n 17 e). f)

PucyHkun 2—7

PucyHok 17 a). b)

PucyHok 12 a). b)

PucyHkun 12 a). b)un 17 a). b). c)
PucyHok 12 a). b)

3.21; PucyHkn 12 b)u 16 e)
PucyHok 12 a). b)
PucyHok 2

PucyHok 17 a)
PucyHok 12 a). b)
PucyHok 12 a). b)

PucyHok 10

PucyHok 17 e)
PucyHkn 2 n 3
PucyHok 11

FOCT PUCO 17659—2009

Mo3unymnsa

23

35
11

28
25

44

36
18

25
19

31

31
33
29
34
22
36
17.38

4n 1l
37
26

10

30

40
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MOBEPXHOCTb NPUTYNNEHNA KPOMKU

[MoBepxHOCTbL pacnniasnaemas

MoBepxHoCTb pacnnaenseman(b6e3 ckoca KpOMKWN)
MoBepxHOCTb pacnnasnsiemas (CO CKOCOM KPOMKM)
MoBepxHOCTb conpsraemas

MoBepxHOCTb WBa YelwyinyaTas

MoparoToBka Noj cBapky CTbIKOBOTO coefuHeHns 6e3 ckoca
KPOMOK

MoparoToBka Noj cBapky CTbIKOBOTO COEAUHEHUS CO CKOCOM
O[LHOW KPOMKMW C NPUTYNJEeHNeM u ¢ NnoAKNafKow
MopAroToBka Noj cBapky CTbIKOBOTO COeAMHEHUS C OT6OP-
TOBKOW KPOMOK

MoparoToBka Noj CBapky CTbIKOBOTO coeAnHeHnsa ¢ U-o6pas-
HbIM CKOCOM KPOMOK

MoaroToBka Noj CBapKy CTbIKOBOTO COEAUHEHUSA C
V-06pa3HblM CKOCOM KPOMOK W MPUTYyNaeHnem

MoparoToBKa Noj CBapky TaBpOBOro COeANHEHNSA
MoparoToBka Noj cBapky TaBpOBOro COEAMHEHUSA C ABYXCTO-
POHHUM CKOCOM KPOMOK

Mopknagka

Mpumepbl CTbIKOBbIX LIBOB

Mpumepsbl WBOB NPU CBapke naasJeHneMm

MputynneHne kpomku

MponnasBneHne HenosHoe

Mpoxopa KOpHeBO

Mpoxop c 06paTHO CTOPOHbLI NepBbli

=]

Paanyc oT60pTOBKU KPOMKM
Paauyc npu BeplwuHe pasgenku
PaccTosiHue fo kpas getanu

PaccTosiHue MexAay psajamMu cBapHbIX Touek
Pe6bpo getanu 60okoBoOe

Pe6po oT60pTOBaHHOI KPOMKM NPOAONbHOE
Pe6po npuTynneHus Kpomku 60kosoe

Pe6po npuTynaeHns KPOMKU NPOAObHOE
Pe6po pacnnasnsemMoil noBepxHocTn 6okoBoe
Pebpo ckOWeHHON KpoMKn 60KoBOE

Pe6po ckoWeHHO KpOMKM NpofONbHOe
Pe6po cTbiKyeMoit NOBEPXHOCTHU

Psp ABOWHOW CBapHbIX TOYEK, PACMONIOXEHHbIX B WaxmarT-
HOM nopafke

c

C6opKa Noj KOHTAKTHYH TOYEUYHYI W WOBHYK CBapku
C pasfiaBnnBaHUEM KPOMOK

C6opKa Noj WOBHYI KOHTAKTHYI CTblKOBYI CBapkKy
no onbre

CBapka fiaBneHnem

CBapka nnaBneHnem

Cnoit 3anoNHAWKNX NPOXOJ0B

Cnoit 06N1UL0BOYHBIX NPOXO0B

CMmelleHne ToUYek B COCeHUX pajax NpojosbHoe
CoepaunHeHne

CoepAunHeHne kpecToo6pasHoe

CoefvHeHne HaxnecTouHOe

CoeAiMHeHNe HecKONbkUx getanei

CoepAunHeHne napannenbHoe

26

PUCYHOK/NYHKT
PucyHkn 3—5
PucyHkn 6 n 7
PucyHkn 2.3 1 8
PucyHkn 3. 4.5un 7
3.4

PucyHok 13 a)
PucyHok 2

PucyHok 3

PucyHok 8

PucyHok 5

IN

PucyHok
PucyHok

[e2]

PucyHok 7
PucyHok 3
PucyHok 13
PucyHok 12
PucyHkn 3.4.5un 7
3.6

PucyHok 16 a)—d)
PucyHok 16 d)

PucyHok 8
PucyHok 5
PucyHok 9 a), b). c)
PucyHok 17 f)
PucyHok 17 f)
PucyHok 2
PucyHok 8
PucyHkn 4.5 n 7
PucyHkn 6 n 7
PucyHok 2
PucyHkn 4 n 7
PucyHkn 5un 7
PucyHkn 2 n 10

PucyHok 17 f)

PucyHok 10
PucyHok 11

3.3

3.2

PucyHok 16 a)—d)
PucyHok 16 a)—d)
PucyHok 17 f)

3.1

3.11. PucyHok 1le)
3.9; PucyHok 1c)

3.15; PucyHok 1i)
3.8; PucyHok 1 b)

Mo3nuyua

m o =

12

20
24

26
10
33
43
42

23
14
13

15

21
22
41
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PUCYHOKMNYHKT Mosnuyunsa
CoeuHeHne nNepeKkpecTHoe 3.16; PucyHok 1J)
CoefuHeHne CTbikOBOE 3.7; PucyHok 1la)
CoefuHeHne c ycTynom PucyHok 18.39
CoepuHeHne TaBpoOBOe MO OCTPbIM YI/10OM 3.12; PucyHok 1)
CoefnMHeHne TaBpoBOe NoA NPAMbIM YyrnoMm 3.10; PucyHok 1d)
CoepuHeHne TopuoBoe 3.14; PucyHok 1 h)
CoefunHeHune yrnoseoe 3.13: PucyHok 1 a)
CTopoHa geTtanun obpaTtHas PucyHkn 2 n 3 B
CTblk OT6OPTOBAHHbBIX KPOMOK PucyHok 8 24
T
TonwunHa NnnacTuHbl PucyHkn 2—6. 8. 9 a). 10. 11 1
TonwunHa coeguHeHuns PucyHkn 2—5 9
TonwwnHa onbru PucyHku 11 38
ToNuWKHa WBa MakcuManbHas 3.17; PucyHku 13 a>—d). 14 a). 12
b) n 15 a) f)
TonwmnHa Wwea npoekTHas 3.18; PucyHkn 13 a)-d). 14 a). 13
b)n 15 a)—T)
TonwunHa WBa TeopeTnyeckas 3.19
PucyHkn 14 a). b) u 15 a>—f) 14
TonwmnHa agpa cBapHoO TOYKK PucyHok 17 g). h) 34
TONWMWUHbI YrIOBbIX WBOB PucyHok 14
Yy
Yron nepexopja WBa K OCHOBHOMY meTanny PucyHok 13 a) 16
Yron pasfenku Kpomok PucyHku 4.5 21
Yron ckoca KpoMKu PuUcyHkn 4.5 1 7 17
[0}
dopmMa coeMHEHUI Npn penbedHON cBapke PucyHok 9
L
War BeicTyna PucyHok 9 a), 6), c) 27
LWar cBapHbIX To4Yek PucyHoK 174>. 0 39
WnpuHa BbIMYKNIOCTN KOPHA WBa PucyHok 13 a) 27
WnpuHa BbicTyna PUCYHOK 9 b). c) 30
WunpnHa getanun PucyHok 11 2
lWnpnHa HaxnecTkn PucyHok 10 35
WnprvHa 06paboTKM KPpOMKM PucyHkn 4. 5n 7 16
WupuHa pasgenku coejuHeHus PUCyHKM 3—5. 7 20
LWnpuHa CKOWEHHOW NOBEPXHOCTM PucyHok 4 19
WupuHa honbru PUCYHOK 11 37
WwnpnHa wea PucyHok 12 a) 8
WoB npu npuBapke WNUAbKN PucyHoK 17c¢)
LWoB npu penbedHON cBapke PucyHok 17 6)
LW oB Npu CTbIKOBOV CBapke C rpaTtom PucyHok 17 6)
LLloB Npu CTbIKOBOI CBapke CONPOTUB/IEHNEM PucyHok 17 a)
LWoB npn TOYe4HOW KOHTAKTHOW cBapke PucyHok 17 <J).9)
LWoB Npu WOBHOW KOHTAKTHOW cBapke PucyHok 17 e)
LW oB CTbIKOBOW C HEMONHLIM NpONAaBNeHNEM PucyHok 13 c)
LW oB cTbIkOBO € V-06pa3Hoii pa3fenkoiikpomok PucyHok 12 a)

LWoB cTbikOBOMW €¢ V-06pa3Hoil pa3genkol Kpomok u ¢ nogsa- PucyHok 16 c)
POYHBIM BanNKoMm
LWoB cTbikOBOW € V-06pa3Hoil pa3genkoil Kpomok u ¢ nputyn-PucyHok 16a)

neHnem

LWoB cTbikOBOW ¢ X-06pa3Hoil pasaenkoir KpOMOK PucyHok 16 d)
LLIoB CTHIKOBOW C NOMIHbLIM MponaaBAeHnem PucyHok 13 6)
LloB CTbIKOBO TaBpOBOrO COEAUHEHURA PucyHok 13 d)

LLloB cTbIKOBOI TABPOBOTO COEAUHEHNA C OQHOCTOPOHHEN PucyHok 16 6)
pa3fenkoi Kpomku

27
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Woe yrnosoi

LW oB yrnoBoii BOrHYThI

LW oB yrnoBoii BbiMyKNblii

LLloB yrnoBoli MHOTONPOXOAHbIN

lWoB yrnosoii ¢ rny6okum nponnasieHuem
lWoB yrnosoii ¢ 3a3o0pom

Wos yrr|030|7| C HEeNOJZIHbIM NponnaBneHuem

lWoB yrnoBoii ¢ pasHbIMK KaTeTamu
Wnunbka

E

AApPO TOUYKM CBAPHOII

PurcyHOK/NYyHKT

PucyHok 12 b)
PucyHok 15 b)
PucyHok 15 a)
PucyHok 16 e)
PucyHnok 15 f)
PucyHok 15 c)
PucyHok 15 e)
PucyHok 15 d)
PucyHok 17 c)

PucyHok 17 g). h)

AndaBuTHbI yKa3aTtesnb Ha aHIIMACKOM S3blke

a

abutment of raised edge
actual throat thickness

angle joint

angle of bevel

annular projection diameter
annular projections

arc stud weld

B

butt join

butt weld T-joint

butt weld with flash (flash or fnction)
butt weld with upset

C

concave fillet weld

configuration for foil-seam-welds
configuration for spot, seam or mash welds
convex fillet weld

corner joint

cross joint

cruciform joint

D

depth of preparation
depth of raised edge
depth of root face
design throat thickness

double row of staggered, spaced spotwelds
double V-butt weld

E

edge distance

edge joint
effective throat thickness

28

Flgure/reference

Figure 8

3.19

Figures 14 a). b)and 15 a) to f)
3.12; Figure 1f)

Figures 4. 5and 7

Figure 9 ¢)

Figure 9 ¢)

Figure 17 c)

B

3.7; Figure 1a)
Figure 13d)
Figure 17 b)
Figure 17 a)

C

Figure 15 b)
Figure 11
Figure 10
Figure 15 a)
3.13; Figure 19)
3.16. Figure 1)
3.11; Figure 1e)

0

Figures 4 and 7

Figure 8

Figures 3.4. 5 and 7

3.18

Figures 13 a) to d). 14 a), b) and 15 a) to f)
Figure 170

Figure 16 d)

E

Figure 9 a), b). c)

Figure 17 f)

3.14; Figure 1 h)

3.20

Figures 13 b), c).d). 14 a), bjand 15 a)to 0

Mosnuynsa

45

32

Identification

24

14

17
32

18
25
12

13

33
43

15



elongated projections
excess weld metal

=

faying surface

fillet weld

fillet weld with deep penetration
fillet weld with gap

fillet weld with Incomplete penetration
fillet weld with unequal legs
first run on the second side
flash

foil contact surface

foil length

foil thickness

foil width

forms of projection welds
full penetration butt weld
fusion penetration

fusion face (fillet weld)
fusion face (prepared)
fusion face (unprepared)
fusion line

fusion penetration

fusion welding

fusion zone

G
general view of butt weld
H

heat-affected rone
h

included angle
incomplete penetration
incomplete penetration butt weld
indentation

indentation depth

J

joggle joint

joint

joint length

joint thickness

joint width

L

land

lap joint

tap length

lapped area

lap width

layer of capping runs
layers of filling runs
teg length

length of raised edge
longitudinal edge of preparation
longitudinal edge of root face
longitudinal side of raised edge

Flgure/reference

Figure 9 b)
Figure 12 a), b)

=

3.4

Figure 12 b)
Figure 15f)
Figure 15 c)
Figure 15 ¢e)
Figure 15 d)
Figure 16 d)
Figure 17 b). c¢)
Figure 11

Figure 11

Figure 11

Figure 11

Figure 9

Figure 13 b)
Figure 16 e)
Figures 6 and 7
Figures 3. 4. 5and 7
Figures 2. 3 and 8
Figure 12 a), b)
Figures 12 a), b). 16 e)
3.2

Figure 12 a), b)

G

Figure 13 a)

H

Figure 12 a), b)
1

Figures 3—7
3.6

Figure 13 ¢)
Figure 17 g)
Figure 17 g)

J

Figure 18.39

31

Figures 2. 5 and 6
Figures 2—5
Figures 3—5and 7

L

Figure 5

3.9: Figure 1 ¢)
Figure 10

Figure 10

Figure 10

Figure 16 a) to d)
Figure 16 a) to d)
3.21

Figures 12 b) and 16 e)
Figure 8

Figures 5 and 7
Figures 6 and 7
Figure 8

FOCT PUCO 17659—2009

Identification

24
31

36
38
37

aogm— O

21

35
36

20

44
34
35
22
21
10
22

13
23

29
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M
maximum throat thickness

multiple joint
multl-run fillet weld

N

nugget diameter
nugget overlap
nugget thickness

=]

parallel Joint

parent metal

partial penetration
penetration bead thickness
pitch (of projections)

plate edge

plate thickness

preparation for butt weld between plates with raised edges
preparation for double-bevel T-butt welds

preparation for fillet weld (T-joInt)

preparation for single bevel butt weld with backing

preparation for single U-butt weld
preparation for single V-butt weld
preparation for square butt weld
projection diameter

projection height

projection length

projection weld

projection width

R

radius of raised edge
resistance spot weld
reverse side

root face

root gap

root of weld

root penetration
root radius

root run

root width

round projections
row pitch

S

sealing run

seam weld

side edge of preparation

side edge of root face

side edge of workpiece

side of fusion face

side of gap face

single bevel T-butt weld

single V-butt weld

single V-butt weld with root face
single V-butt weld with seating run
spotwelds

stagger

stud

30

Figure/reference
M

3.17

Figures 13 a) to d). 14 a), b) and 15 a) to f)
3.15: Figure 1)

Figure 16 e)

N

Figure 17 d). e). g), h)

Figure 17 e)

Figure 17 g). h)

P

3.8: Figure 1bj

Figure 12 a), b)

3.5

Figures 12 a) and 16 a), b)
Figure 9 a), b). ¢)

Figure 2

Figures 2—6. 8. 9 a). 10. 11
Figure 8

Figure 7

Figure 6

Figure 3

Figure 5

Figure 4

Figure 2

Figure 9 a)

Figure 9 a), b). c)

Figure 9 b)

Figure 17 h)

Figure 9 b), c)

R

Figure 8

Figure 17 g)
Figures 2 and 3
Figures 3—5
Figures 2—7
Figure 12 a), b)
Figures 12 b) and 16 e)
Figure 5

Figure 16 a)tod)
Figure 13 a)
Figure 9 a)
Figure 17 f)

S

Figure 16 c)
Figure 17 e)
Figures 4 and 7
Figures 4. 5and 7
Figure 2

Figure 2

Figures 2 and 10
Figure 16 b)
Figure 12 a)
Figure 16 a)
Figure 16 c)
Figure 17 d)
Figure 17 f)
Figure 17 c)

Identification

12

33
40
34

11
27

31
28
29

30

26

B

F

4 and 11
7

25

10

20

27

42

23

15
14

(2]

41
45



T

throat thicknesses for filet welds
T-joint

toe

typical examples of butt welds
typical examples of fusion welds

U

upper workpiece surface
upset metal

W

welding using pressure
weld interface
weld length

weld metal

weld nugget

weld pitch

weld pool backing
weld surface with bead npples
weld toe angle

weld width

weld zone

width of preparation
width of prepared face
workpiece width

AN aBUTHbI yKazaTeb Ha (hPaHLy3CKOM s3blke

A

angle d'ouverture

angle de raccordement
angle du chanfreln

ar6te factale du chanfreln

arSte factale du talon

arSte lat6rale de ia pi6ce

ar6te laterale du joint aréte

ar6te longltudinate du bord reteve

arfite longltudinate du chanfreln

ar6te longltudinate du joint

arfte longltudinate du talon
assemblage

assemblage a bords relev6s

Figure/reference

T

Figure 14
3.10; Figure 1d)
Figure 16 a) to e)
Figure 13
Figure 12

U

Figures 2 and 3
Figure 17 a)

w

3.3

Figure 17 a), b)
Figure 13 a)
Figure 17 e). f)
Figure 12 a), b)
Figure 17 g). h)
Figure 17 d). f)
Figure 3

Figure 13 a)
Figure 13 a)
Figure 12 a)
Figures 12 a), b) and 17 a), b). c)
Figures 4. 5and 7
Figure 4

Figure 11

Ftgure/Paragraphe

Figures 3117
Figure 13 a)
Figures 4. 5et 7
Figures 4 et7
Figures 4. 5et 7
Figure 2

Figure 2

Figure 8
Figures 5. 7
Figures 2. 10
Figure 8

Figure 7
Paragraphe 3.1
Figure 8

FOCT PUCO 17659—2009

Identification

19

30

37
17
38

32
39

18
16

16
19

Identification

31
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assemblage a joints multiples
assemblage a recouvrement
assemblage a recouvrement total
assemblage bout a bout

assemblage de fils (ou de ronds) en croix
assemblage en angle a forte inclinalson
assemblage en angle extarieur
assemblage en croix

assemblageen T

assemblage sur chant

B

bavure

bossages allonges
bossages annulaires
bossages ronds
bourrelet de refoulement

C

chant de la piece

configuration pour soudure a la molette avec feuillard

d'apport

configuration pour soudure par points. a la molette ou

parecrasement
C(St6

o)

ddcalage des noyaux

diamatre du bossage

diamatre du bossage annulaire
diamatre du noyau

distance au bord (de la piece)

double rangae de soudures
par points en quinconce

E

6cartement8 la racme

6cartementdes bords

ecartement des rangées
entraxe (des bossages)
entraxe (des points de soudure)

epaisseur de la piece
epaisseur du feuillard
apaisseur du noyau
spaisseur efficace
epaisseur réelle
epaisseur thaorique
epaisseur totale

exemples types de soudures bout 6 bout
exemples types de soudures par fusion

32

Flgure/Paragraphe

Paragraphe 3.15; Figure 1)
Paragraphe 3.9; Figure 1 c)
Paragraphe 3.8; Figure 1 b)
Paragraphe 3.7; Figure 1 a)
Paragraphe 3.16; Figure 1))
Paragraphe 3.12; Figure 1f)
Paragraphe 3.13; Figure 1g)

Paragraphe 3.11; Figure 1e)
Paragraphe 3.10; Figure 1d)
Paragraphe 3.14; Figure 1 h)

Figure 17 b) et c)
Figure 9 b)
Figure 9 c)
Figure 9 a)
Figure 17 a)

Figure 2
Figure 11

Figure 10

Paragraphe 3.21; Figures 12 b) et 16 €)

Figure 17 f)

Figure 9 a)

Figure 9 c)

Figure 17 d). e). g) et h)
Figure 9 a), b) et c)
Figure 17 f)

Figure 17 f)

Figures 3.4.5et7
Figures 2 et 6

Figure 17 f)

Figure 9 a), b) et c)

Figure 17 d) et f)

Figures 2 a 6.8.9a). 10 et 11
Figure 11

Figure 17 g) et h)

Paragraphe 3.20; Figure 13 b) ad)
Paragraphe 3.19; Figure 13 a) a d)
Paragraphe 3.18; Figure 13 a) a d)
Paragraphe 3.17; Figure 13 a) a d)
Figure 13

Figure 12

Identification

31

30

10

41
31
32
33
33
43

11

42
27
39

38
34
15
14
13
12



p

face asouder

face du chanfrem
face inferieure de la pidce

face supaneure de la piece
formes de bossages

G

gorge efflcace

gorge reelle
gorges des soudures d angle

gorge th6orique

gorge totale

goujon
H

hauteur du bord releva
hauteur du bossage
hauteur du talon

indentation
interface

L

largeur de la face du chanfrem

largeur de la piece
largeur de la soudure
largeur de louverture
largeur de recouvrement
largeur du bossage
largeur du chanfrem
largeur du cordon a la racine
largeur du feuitlard
latte-support

Novre

longueur de la soudure

longueur de recouvrement
longueur du bord releve
longueur du bossage
longueur du feulllard
longueur du joint

M

manque de pandtration
maplat. talon
metal de base

metal fondu

FOCT PUCO 17659—2009

Flgure/Paragraphe

Paragraphe 3.4
Figures 2. 3, et 8
Figure 6

Figures 3. 4. 5et 7
Figures 2 et3
Figures 2 et 3
Figure 9

Paragraphe 3.20. Figures 13 b). c) et d). 14 a) eth)
etl15a)af)

Paragraphe 3.19. Figures 14 a) etb) et 15 a) a f)
Figure 14

Paragraphe 3.18, Figures 13 a)a d). 14 a) etb) et
15a) af)

Paragraphe 3.17: Figures 13 a)a d). 14 a)etb} et
15 a) af)

Figure 17 ¢)

Figure 8

Figure 9 a) ac)
Figures 3. 4. 5et 7

Figure 17 g)
Figure 17 a) etb)

Figure 4

Figure 11

Figure 12 a)
Figures 3. 4. 5et 7
Figure 10

Figure 9 b) et c)
Figures 4. 5et 7
Figure 13 a)
Figure 11

Figure 3

Figure 5

Figure 13 a)
Figure 17 e) etf)
Figure 10

Figure 8

Figure 9 b)
Figure 11
Figures 2. 5 et 6

Paragraphe 3.6

Figures 3. 4 et5
Figure 12 a) et b)
Figure 12 a) et h)

Identification
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15
14
45
13

12

45

25
28
12

35
37

19

20
35
30
16
27
37
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17
38
34
22
29
36

33
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N

noyau de la soudure

p

passe de fond

passes de remplissage
passe(s) terminale(s)
penetration

penetration a la racme
penetration partielle
premiere passe a l'envers
preparation en U
preparation en Y

preparation pour soudure bouta bout sur bords
droits

preparation pour soudure en derm-Y avec support

du bain

preparation pour soudures d angle sur assemblage

enT

preparation pour soudures d angle sur assemblage

en T avec double chanfrein
profondeur d indentation
profondeur du chanfrein
profondeur du joint

R

raccordement

racine (de la soudure)

rayon a fond de chanfrein
rayon de pliage du bord releve
recouvrement des noyaux
reprise € lI'envers

S

soudure a pleme penetration

soudure avec bavure d’'atincetage ou de friction
soudure avec bourrelet de refoulement
soudure avec manque de penetration

soudage avec pression

soudure bout a bout en V

soudure d angle

soudure d angle a penetration partielle

soudure d angle a pleme penetration
soudure d angle asymetrlque
soudure d angle avec jeu

soudure d angle concave

soudure d angle convexe
soudure d angle multlpasse
soudure de goujon

soudure en demi-V sur assemblage en T
soudure en ligne continue par points

soudure en V avec reprise a l'envers

soudure en V executee d'un seul c6te
soudure en X

34

Flgure/Paragraphe

Figure 17 g) et h)

Figure 16 a) a d)
Figure 16 ajad)

Figure 16 a) a d)
Figures 12 a) et b) et 16 €)

Figures 12 b) et 16 e)
Paragraphe 3.5
Figure 16 d)

Figure 5

Figure 4

Figure 2

Figure 3
Figure 6
Figure 7

Figure 17 g)
Figures 4 et 7
Figures 2. 3. 4 et 5

Figure 16 a) a e)
Figure 12 a) et b)
Figure 5

Figure 8

Figure 17 e)
Figure 16 c)

Figure 13 b)
Figure 17 b)
Figure 17 a)
Figure 13 ¢)
Paragraphe 3.3
Figure 12 a)
Figure 12 b)
Figure 15 e)
Figure 15 f)
Figure 15 d)
Figure 15 c)
Figure 15 b)
Figure 15 a)
Figure 16 e)
Figure 17 c)
Figures 13 d) et 16 b)
Figure 17 e)
Figure 16 c)
Figure 16 a)
Figure 16 d)

Identification
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22

25

24

36
18

19

10
26
40
23



FOCT PUCO 17659—2009

Figure,'Paragraphe Identification
aoudure par bossage Figure 17 h)
soudage par fusion Paragraphe 3.2
aoudure par points Figure 17 d)
aoudure par rdsistance points Figure 17 g)
sur6palsseur Figure 12 a) et b) 9
surdpaisseur a la racme Figures 12 a) et 16 a) et b) 11 11
surface de contact du feuillard Figure 11 H
surface de la aoudure avec vagues de solidification Figure 13 a) 18
surface de recouvrement Figure 10 G
T
talon Figures 3.4 et5 F
\Y
vue d'ensemble d une aoudure bout a bout Figure 13 a)
2
zone de dilution Figure 12 a) et b) 26
zone de liaison Figure 12 a) et b) 6
zone soudae Figures 12 a) etbh) et 17 a), b) etc) 4
zone therrmquement affectfie Figure 12 a) et b) 3

MpunoxeHue b
(cnpaBoyHoOE)

CBefileHUsi 0 COOTBETCTBUM HALMOHANbHbLIX CTAHAAPTOB Poccuiickoii
defepanuy CCbiIOYHLIM MeXAYHapOo4HbIM cTaHAapTam

Ta6nuuyaAl

0O603HayeHne CCbl/IoYHOro

O603HAYEHNE N HAVUMEHOBAHWE COOTBETCTBYIOLLETO HALMOHANBHOTO CTaHAapTa
MEX/yHapoAHOro CTaHAapTa

NCO 857-1 FOCT P UCO 857-1—2009 Ceapka U poAcTBeHHble npoueccbl. Cnosapsb.
YacTte 1. lMpoueccbl cBapkn MeTasioB. TEPMUHBLI U onpefeneHns

NCO 2553 .

« COOTBETCTBYIOW NI HALMOHANbHbIN CTAHAAPT OTCYTCTBYET. 10 €ro yTBEPXAEHUS PEKOMEHAYETCS UCNO/b30BaTh
nepeBoj HA PYCCKNI A3bIK JAHHOTO MEXAYHAPOAHOro cTaHgapTa. MNepesos AAHHOTO MEXAYHAPOAHOro cTaHaapTa Ha-
xoauTca B defepanbHOM MHDOPMALMOHHOM (DOHAE TEXHUYECKUX PErNIAMEHTOB U CTaH4APTOB.

35
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YAK621.791:006.354 OKC 25.160.40

KntoyeBble cfioBa: cBapka, coeguHeHne, WoB. TEPMUHbI

Pepaktop P.I. I—OBepAOBCKaFI
TexHuueckuit pegaktop H.C. MpuwaHosa
Koppektop M.C. Ka6awloBa
KomnbioTepHas sepctka A H. 3onoTapcaoun
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