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BBepeHve
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- yactb 1. O6Wwue TepMuHbl;

- yacTb 3. CBapo4Hble npouecchl;

- yacTb 4. [lyroBas cBapka.
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HALUWMWOHANBbHbBIWKN CTAHOAPT POCCUWNCKOW OEJLEPALUNWU

CBapka v poACTBEHHbIe npouecchl
C/TIOBAPb
YacTtb 4

[yrosasa csapka

Welding and allied processes. Vocabulary. Part 4. Arc welding

[ata eBegeHns — 2020—10—01

1 O6nacTb NPUMEHEHUS

HacToswwmii ctTaHgapT COAEPXUT TEPMUHbI U ONpefeneHns NpUMEHUTEsbHO K AyroBoli cBapke. OH He
COAEPXMUT TEPMUHbI 1 ONpeAeneHunsl, OTHOCSLLMECS K CneuuanbHbIM npoLeccam Uan K 0C06eHHOCTAM CBapku
1 POACTBEHHbIX MPOLECCOB, KOTOPbIE pacCcMaTpMBaKOTCA B APYTMX YacTaX Uan B Apyrux ctaHgaptax VCO.

B HacTosLWeM cTaHgapTe TEPMUHBI cUCTEMaTU3MpoBaHbl. [punoxeHne A cOAepXUT ykasaTesb Cco Bce-
MW TEPMUHaMU, NpUBEAEHHLIMU B andaBUTHOM NOPSIAKe C CCbIIOYHLIMWU HOMepamu. MpuBeseH Takke nepe-
BO/J, TEPMUHOB Ha (PpaHLy3CKUI SA3blK; TEM CaMblM OXBauyeHbl TpY ohuumanbHbix a3blika NCO (aHrnniicknii,
dhpaHLy3CcKuid 1 pycckuii). Hemeukunii nepeBof nNpeAcTaBnoH AN nHdopMauuy 1 nof oTBETCTBEHHOCTb opra-
Ha-uneHa Nepmanun (DIN).

NMpumMmeuyaHue 1— ToNbKO TEPMUHbI HA OOMLMANBHBIX A3blkax (AHIMACKOM, (hpaHLy3CKOM U PYCCKOM) cunMTa-
I0TCA TepMUHaMK 1 onpegeneHnsmu NCO.

MpumeyvaHne 2 — Bce 3T TEPMUHbI AOCTYNHbI HA nnatopme ISO Online Browsing Platform (OBP): https://
www.iso.org/obp/uil.

2 TepmuvHbI 1 onpepeneHus

B HacToAleM cTaHAapTe NPUMEHEHbI cneaytome TePMUHbI C COOTBETCTBYIOLLUMY ONpefeneHnsMu:
2.1 Mpoueanypbl cBapKn

2.1.1 cBapka umnynbcHas Ayrosas nnasAWMMCA 3N1eKTPOAOM B akTMBHOM rase (pulsed MAG
welding): JyroBasi cBapka B akKTMBHOM rase naaBsAWUMCs 3/1EKTPOAOM C UCMO/Ib30BAaHNEM UMMNY/IbCHOTO TOKA.

MpumevaHne 1 — MAG pacwudposbiBaeTcs kak Metal Active Gas. Kak npasuio, 3alunTHbIA ras cocTouT un3
cmecu 0.5 % nnu 6onee kucnopoga Uav yrnekucnoro rasa.

2.1.2 cBapka umnynbCHas Ayrosas nnaBAWMMCH 3/1eKTPOAOM B MHepTHOM rase (pulsed MIG
welding). JyroBas cBapka B UHEPTHOM rase NaBsLWMMCS 3/IEKTPOJOM C UCMO/Ib30BAHNEM MMMY/IbCHOTO TOKA.

MpumeyaHune 1— KaknpaBuno, 3aWWTHbI ra3 COCTOUT U3 aproHa, refins Uam nx cMecu.

2.1.3 cBapka uMmnyabcHas Ayrosas BO/fb(pamoBbIM 3/1€KTPOAOM B MHEPTHOM rase (pulsed TIG
welding): [lyroBas cBapka B UHEPTHOM rase BOSIbIPaMOBbIM 3/1EKTPOAOM C UCMO/Ib30BAHNEM UMMY/IbCHOTO
TOKa.

M3paHue oduymansHoe
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MpumeyaHune 1— Kaknpasuio, 3alMTHbIN ra3 COCTOUT U3 aproHa, refnnst UM ux CMecu.

2.1.4 cBapka gyrosas ToyeyHas (arc spot welding): lyroBas cBapka, Npy KOTOPOW Hax/1IeCTOYHOe COo-
eiHeHNe MoyyatoT NPonaB/eHNEM OHOW feTanu Yyepes Apyryto, B pesynbTaTe yero o6pasyeTcs LOB Ha
npunerawoLmx NoBepxXHOCTSX.

2.1.5 cBapka gyroBas ToyeyHas naaBsALWMMCSA 3/71€KTPOAOM B MHepTHoM rase (MIG spot welding):
CBapka gyrosas ToueyHas (2.1.4) B MIHEPTHOM rase NaBsALWMMCS 3/1eKTPOLOM.

MpumeuvaHune 1— Kak npasuno, 3aLLWITHbIl7I ra3 CoCTouT U3 aproHa, renma unm nx cMmecu.

2.1.6 cBapka fyroBasi ToueyHas BO/ib)pamMOBbIM 3/1€KTPOAOM B MHEPTHOM rase (TIG spotwelding):
Csapka gyrosas ToyeyHas (2.1.4) B MHepTHOM rase BO/Ib()PamMOBbIM 3/1EKTPOAOM.

MpumeyaHune 1— Kaknpasuno, 3awMTHbIA ra3 COCTOUT U3 aproHa, refinst Uam ux CMecu.

2.1.7 cBapka gyroeas mMukponnasmoHHas (microplasma arc welding): MnasmeHHas gyrosas cBapka
Ha cBapoyHbIX ToKax (2.2.8) meHee 10 A.

2.1.8 cBapka no y3komy 3asopy (narrow gap welding): [lyroBasi cBapka, Npu KOTOpOW paccTOosiHMSA
Mexdy KpoMKaMu OCHOBHOrO MeTasiia HacTO/IbkO Masbl, 4YTO TpebyeTcs cneuvanm3npoBaHHOE CBapoO4vHOe
o6opygoBaHue.

MpumeyaHne 1— B OCHOBHOM WCMOMb3yeTcs A/t COAUHEHUS U3aeNnnii 60MbLIONK TOMWMHbLI C Lefbio YMeHb-
LEeHNs1 pacxoja NpucajoyHoro matepuana.

2.2 TexHuKa cBapku

2.2.1 cBapka c Hak/lOHOM B/IOBO. cBapka yrnom snepef (push technique, forehand welding): Csapka,
NPV KOTOPOW 3/1eKTPOA, HAaK/IOHEH B CTOPOHY, 06paTHYI0 HanpasfeHN0 CBapKW.

MpumeyvaHune 1— Yron HaknoHa anektpoga (2.2.10) 6onee 90",

2.2.2 cBapka C HakNOHOM BNpaso, cBapka yrnom Hasag (pull technique, backhand welding): Ceapka,
npu KOTOPOWA 3/1eKTPO/ HAKMOHEH B CTOPOHY, COBNAaAaloLLyto C HanpaB/ieHMeM CBapKu.

MpumeyaHne 1— Yron HaknoHa anekTpoga (2.2.10)meHee nnn paseH 90”.

2.2.3 cBapka c monepeyHbiMu KonebaHusaMu (weaving): CBapka, Npy KOTOPOIi LUOB BbIMOMHAETCS C
KonebaHUsMMN aneKTpoga nonepek Hanpas/eHUs CBapKW.

2.2.4 pa3max nonepeyHoro konebaHus (weaving width): LLinpnHa 30HbI NonepeyHbIX KonebaHwin npu
cBapke c nonepeyHbiM KonebaHnem (2.2.3).

2.2.5 amnnutyga nonepevyHoro konebaHms (weaving amplitude): MonoBuHa pasMaxa nonepeyHoro
konebaHus (2.2.4).

2.2.6 yacToTa nonepeyHoro konebaHusa (weaving frequency): KonmyectBo kone6aHuii B eAMHNLY Bpe-
MeHM.

2.2.7 WOB Npu cBapKe ¢ nonepeyvyHbIMu konebaHnamu (weave bead): LLloB. 06pasytoLymiicss npu ceap-
Ke Cc nonepeyHbIMU KosiebaHusamu (2.2.3).

2.2.8 cBapouHbIii Tok (welding current): Tok. reHeprpyeMblii CBAPOYHbIM MCTOYHUKOM NUTaHWSA B NPoO-
Llecce cBapku.

2.2.9 pabounii yron HaknoHa anekTpoga (work angle): Yron mexay oCbio 31eKTpoja 1 NOBEPXHOCTbI0
JeTanei B N0CKOCTU, NepneHanKyIAPHON K HanpaBeHno CBapku.

2.2.10 yron mexpay 3/1eKTpoLOM 1 n3gesvem, yron Mexay ropenkoii n usgenuvem (electrode angle,
torch angle): Yron mexgy ocblo anekTpoga v NpPoA0/IbHON OCbl0 CBAPMBAEMOrO COEUHEHUS B HANPaBieHUn
CBapKu.

2.2.11 yron oTknoHeHUsn (travel angle): Yron, gononxstowwmii o 90r yron mexay 3NeKkTpooM u nsae-
nvewm (2.2.10).

2.2.12 ckopocTb nogauu npososioku (wire feed rate, wire feed speed): [jivHa NpoBOOKK, pacnias-
NSemMoil B eiMHULY BPEMEHN.

2.2.13 anekTpop ANA cBapku MetogoMm onupaHusa (contact electrode): MokpbIThbii 3nekTpos (2.4.1)
CO crneunasibHbIM NOKPbITUEM, MO3BOMAIOLMM ONMPATLCA HA OCHOBHON MeTann ANs Nydllero ynpasfieHus
ANvHol gyrm (2.3.12).
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2.3 XapaKTepucTuku cBapoyHOro npouecca

2.3.1 nepeHoc MeTanna, nepeHoc kanenb (metal transfer, droplet transfer): MNpouecc nepexoga pac-
nnaBNEHHOro 3M1EKTPOAHON0 MeTaslla B CBAPOYHYIO BaHHY Yepes ayry.

2.3.2 KpynHokanonbHbIli nepeHoc (globular transfer): MepeHoc meTanna (2.3.1). ocywecTBASEMbIi
Kannsmu guameTpom 6onee grameTpa NPOBOJIOYHOrO anekTpoga (2.4.9).

2.3.3 cTpyiiHblil nepeHoc (spray transfer): MNepeHoc meTtanna (2.3.1) B BuAe GbICTPO YCKOPSAHOLLMXCH
Kanenb AMamMeTpoM MeHee fuameTpa NPOBOIOYHOTO anekTposa (2.4.9).

2.3.4 nepeHoc ¢ KopoTkuMn 3amblkaHuamu (dip transfer, short circuiting transfer): NMepeHoc metanna
(2.3.1). Np1 KOTOPOM TOK KOPOTKOrO 3aMblKaHWs CNOCOBCTBYET OTPbIBY PACM/IaB/IEHHOIO 3/1eKTPOAHOro MeTasl-
Na BO BpeMS KOPOTKOro 3aMblKaHWA 3a CHET 3/1eKTPOMAarHMTHOro NUHY-adpdpekTa.

2.3.5 yactoTa nepeHoca Kanenb (particle transfer frequency, droplet transfer frequency): Yucno ka-
nesnb. MEPEHOCMMbIX C KOHLLA M1aBsLLerocs afnekTpoga yepes ayry, B eAnHULY BPEMEHMN.

2.3.6 ocHoBHas gyra (main arc): Mpu nnasMeHHOW AyroBoi cBapke Ayra, BblAenswowas TennoTy ansa
cBapkKu.

2.3.7 pexypHas gyra (pilot arc): ManoamnepHas gyra Mexgay 3/1eKkTpooM v nnasmoobpasyowmm co-
na0M nnasMeHHow ropenku (2.6.6), cnyxaliasa 419 MoHU3aLUMK rasa u 061er4yeHns 3axmnraHus OCHOBHOW Ayrn
(2.3.6).

2.3.8 gyra npsamoro geicteusa (transferred arc): [yra, ropsiwaa mexagy 371eKTpoAoM Nsia3MeHHOo ro-
penku (2.6.6) n nsgenvem.

2.3.9 gyra kocBeHHoOro geicteusa (non-transferred arc): [lyra, ropsilas Mexay 3N1eKTpo4oM 1 Nia3mMo-
o6pasyloLum consiom naasMeHHol ropenkun (2.6.6) nam metTannnsalMoHHOro nucToseTa.

MpumeyaHne 1— M3aenue He sIBASETCS YAaCTbIO 3NEKTPUUECKOI Lienw.

2.3.10 HanpsxeHue gyru (arc voltage): SNeKTPMYECKNA NOTEHUMaN MeXAy 3N1eKTPOLOM U n3fennem.

2.3.11 HanpshxeHue 3axuraHusa ayru (striking voltage): MrHumanbHoe HanpsbkeHue, HeobxoAuMoe
ONS 3aKUraHns gyru.

2.3.12 pnuHa pgyru (arc length): PaccTosiHue OT KOHLL@ CBApOYHOrO 3/1eKTPOAAa A0 NOBEPXHOCTU CBapouY-
HOI BaHHbI.

MpumeuaHne 1— BTedyeHne CBAPKM NNABSILLMMCS 3/IEKTPOAOM A/IMHA AYTN MOXKET U3MEHSITLCS B 3aBUCMMOCTM
OT npouecca nepeHoca Metanna (2.3.1) no Mepe popMMPOBAHUA U NEepeHoca Kanesb B CBAPOUHYIO BaHHY.

2.3.13 Bpemsa ropeHus gyru (arc time, arcing time): Bpems, B TeyeHne KOTOpPOro noafepxunsaeTcs ro-
peHvie ayru.

2.3.14 Bpemsa umnynbca (pulse time, pulse duration): 4AMTeNbHOCTb O4HOMO UMMy bCA.

2.3.15 npoponxutenbHOCTb BkAoveHunsa (duty cycle, duty factor): Ana 3agaHHOro uHtepsana Bpe-
MEHW OTHOLLUEeHWEe NPOAO/MKNTENBHOCTW HenpepbIBHON paboTbl NOA Harpy3Kol kK o6Lweli Npoao/MKUTENbHOCTY
paboTbl.

2.3.16 marHuTHOe AyTbe (arc blow, magnetic arc blow): OTkNoOHeHVe ayry OT 3alaHHOro Hanpas/ieHus
noj BO34eliCTBMEM MarHMTHOTO Noss.

2.3.17 paccTosiHue oT conna fo mnsgenus (standoff distance): PaccTtosiHme OT ra3oBoro consa 4o 13-
nenvs.

MpumevaHne 1— PaccTosHue OT conna A0 usfenns nokasaHo Ha pucyHke 1, nosuuus 3.

2.3.18 oTKpbITbIV BbINET anekTpoga (stickout): PaccTosiHue mexay rasoBbiM COMIOM ¥ KOHLLOM MPOBO-
NIOYHOro anekTpoga (2.4.9).

MpumeuaHne 1— OTKPbITbIA BbINET aN€KTPoAa NOKa3aH Ha pUcyHke 1. no3uuus 4.

2.3.19 BbineT anekTpoga (electrode extension): PaccTosiHme OT TOKOMOABOAALLEr0 HakoOHeuHuKa (2.6.2)
unu uaHmm (2.6.1) 40 KOHLa NPOBOJIOYHOrO anekTposa (2.4.9).

MpumeyaHune 1— Bobinet anekrpoga nokasaH Ha pucyHke 1. nosmumsa 5.

2.3.20 paccTosiH/e OT TOKONOABOASLLEro HakoHe4YHuKa A0 m3genusa (contact tip distance, contact
tube distance): PaccTosH/ne mexay TOKONOoABOAALMM HAKOHEYHUKOM (2.6.2) 1 MECTOM CBapKW.

MpumeyaHne 1— PaccTosAHne OT TOKOMOABOAALLEr0 HAKOHEYHWUKA [0 M3[e/Ma nokasaHo Ha pucyHke 1, mo-
3uuumsa 6.
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I — TOKOrcoABOAALMNII HAKOHEYHUK. 2 — ra3oBoe CONno. 3 — paccTosiHue OT conna Ao U3fJenusa. 4 — OTKPbIThIN BbINET 3/1eKTpoAa;
5 — BbINIeT 3NekTpo/a; 6 —paccTosHUe OT TOKONoABOAA [0 U3AeNns; 7-- MecTo cBapku; 6 - usgenue

PucyHok 1 — PaccroaHusa

2.3.21 koadchuumeHT Hannaeku (deposition coefficient): [na onpegeneHHoro anekTtpoga mac-
ca HannaefEHHOTO0 MeTanna Npu CTaHAApTHbIX YCMOBUAX 3a aMnep-MUHYTY BbIpaXaeTcs OTHOLUEHUEM:
maccalTok Bpems.

2.3.22 achpekTMBHOCTL Hannaeku (deposition efficiency): lna nokpbiToro anekrpoga (2.4.1) oTHowe-
HVWe Maccbl MeTasna, HannaBMEHHOTO NPY CTaHAAPTHbLIX YCNOBUAX, K 06LLEeli n3pacxofoBaHHOW macce 6e3
yuyeTa orapka (2.4.21).

2.3.23 achpekTnBHOCTL anekTpoga (effective electrode efficiency): lna nokpbeiToro anekrpoga (2.4.1)
OTHOLLUEHVEe MaccCbl MeTasnna, HanaaBAeHHOro NPU CTaH4AaPTHbIX YCI0BUAX, K MAcCe U3PaCcX00BaHHOIO 3/1ek-
TPOLHOTO CTEPXHS.

2.3.24 HomuHanbHasa adpekTnBHOCTL anekTpoga (nominal electrode efficiency): Ana nokpbiToro
anekTpoaa (2.4.1) oTHOLWEHME Macchl MeTana, HanaaBAeHHOro Npu cTaHAapTHbIX YCN0BUSX, K Macce n3pac-
XOA0BaHHOIO CTEPXHA HOMUHAIBHOTO AnamMeTpa.

2.3.25 koadhhuumeHT ncrnonb3oBaHusa anektpoga (overall weld metal recovery): [ns MOKpbITOro
anekTpoaa (2.4.1) oTHOLEHMe MacChl MeTasna, HanaaBeHHOro NpU CTaHAAPTHBIX YCI0BUSX, K 06Leli macce
NCNoJIb3yeMOro 3/1eKTpoaa, BKIoYasa NokpbiTe n orapok (2.4.21).

2.3.26 npununaHne metanna nsgenus K anektpogy (electrode pick-up): 3arpsasHeHvne HennassLero-
cAa anekTpoga (2.4.20) MeTan/IoM W OKaJIMHOW B TEYEHUE CBapKK.

2.3.27 BbicTYnN (protrusion): MNpu npuBapke WNWIEK HA4Ya/IbHOE PACCTOSAHME MEXAY KOHLOM LUMWU/IbKA U
TOPLOM MexaHv3ma KpenseHus.

MpuMeuyaHne 1— BbICTyn NokasaH Ha PUCYHKe 2. No3uuus 3.

1— wnunbka; 2 — MenaHMaM KpenneHusa,; 3 — BbICTyn

PucyHok 2 — lMpumep BbICTyNa
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2.4 CsapoyHble matepuansl

2.4.1 sneKkTpog NOKpPbIThIA, 3nekTpoa WTyyHbli (covered electrode, stick electrode): MnaBsawwiica
39NEKTPOA B BUAE CTEPXHS, COCTOALMI U3 METANIMYECKON CepALEBUHbI C MOKPbITUEM.

2.4.2 aneKTpog ¢ KucnblM nokpbiTvuem (acid electrode): dnekTpog NokpbIThIl (2.4.1). B MOKPbLITAM KO-
TOpOro CoAepXnTCcs 6onbluas AONA KACbIX MaTepUanos.

2.4.3 aneKkTpog c oCHOBHbIM nokpbiTueMm (basic electrode): DnekTpod NOKpPbIThIA (2.4.1), B NOKPbLITUK
KOTOPOro cogepxutca 6onbluas Aona kapboHaTta kanbumsa u ropuga.

2.4.4 snekTpopn ¢ uennno3HbiM nokpbiTuem (cellulosic electrode): dnekTpos NokpbIThbIA (2.4.1). B
MOKPbLITUN KOTOPOTrO COAepPXUTCA 6onbluas f0NA Lenonosbl.

2.4.5 3neKkTpof C KOHTponupyembliM cogepxaHuem Bogopoga (hydrogen controlled electrode).
DNeKTpoa NoKpbIThIV (2.4.1), Npy NpaBUIbHOM MCNOJIb30BaHUKN KOTOPOro codepxaHve anddy3voHHOro Boao-
pofa B HannaBMNeHHOM MeTasfie MeHblUe onpeAenIeHHOro YPOoBHS.

2.4.6 anekTpog pyTunosblii (rutile electrode). dnekTpon NOKpbIThIN (2.4.1), B MOKPbITUM KOTOPOrO CO-
AepxunTcs 6onbluas A0MA OBYOKACK TUTaHa.

2.4.7 3anexTpof C XenesHblM MOPOLIKOM B NOKPbITUM (iron powder electrode): DnekTpos NOKPbITbIA
(2.4.1) , B NOKPbITUM KOTOPOrO COAEPXUTCA 60MbLIAA AOMA XKENe3HOro NopoLLKa ANA AOCTMXEHUS adhthekTnB-
HOCTW Hannasku (2.3.22) He MeHee 100 %.

2.4.8 anexTpopg BbicokoadhhekTnsBHbli (high efficiency electrode): nekTpog, ¢ »enesHbiM NOPOLLKOM
B MOKPbITUY (2.4.7) ¢ ap(hpeKTUBHOCTbLIO HannaBku (2.3.22) 6onee 125 %.

2.4.9 anekTpog NpPoBOOYHLIA (wire electrode): MnaBAWMIACa 3NeKTpPoL B BUAE NMPOBOJIOKH.

2.4.10 anekTpog MPOBOJIOYHLIA cnaowHon (solid wire electrode): DnekTpos NPOBOOYHbLIA (2.4.9)
CMJIOLLIHOTO CeYEHNs.

2.4.11 sanekTpof Tpy6uaThliii (tubular cored electrode): DnekTpos NpoBONOYHBIN (2.4.9) B Buae TpyoKu.

2.4.12 anektpopg Tpy6uathiii ¢ dhatocom (flux cored electrode): dnekTpog TpybuaThiii (2.4.11). copep-
Xawuid dontoc.

2.4.13 anekTpof Tpyb6uaThlii ¢ MeTannmyeckum nopowkom (metal cored electrode): dnekTtpog Tpy6-
yatbiin (2.4.11), cogepxatymin MeTanIM4eckunii MopoLLIOK.

2.4.14 anexkTpof NeHTOUHbIN (strip electrode): MnaBsAWmiics aNeKTpPos B BUAE NIEHTHI.

2.4.15 371eKTpoA NeHTOYHbIN chowHoro ceveHuns (solid strip electrode): 3nekTpos NeHTOUHBbIN (2.4.14)
CM/IOLIHOIO CeYeHus.

2.4.16 3neKTpoA NEeHTOYHbIN NOpOLWKOBbLIA (Nonblit) (cored strip electrode): SnekTpos NEHTOUHBIN
(2.4.14) c BHYTpEHHEI NOMOCTbIO.

2.4.17 npoBoO/siOKa CNMOWHOro cevyoHus (solid wire): MpucagoyHas NPOBOIOKA CM/IOWHOMO CeYeHus,
He ABNAOLWANACA YaCTbio 3NEKTPUYECKON Lenu.

2.4.18 npyTOK NOpPOLWKOBLIN (Tpy6uaTklit) (tubular cored rod): MpucaaouHblil NpyTOK B hopMe TPyOKM,
He ABNSAILWMNIACA YacTbio 3/1IEKTPUYECKON Lenu.

2.4.19 npoBosioka nopolkoas (Tpybuatas) (tubular cored wire). MNpucagoyHasa npososoka B hopme
TPYOKMN, He ABNAIOWASACA YaCTbl0 3/1EKTPUYECKO Lenu.

2.4.20 anekTpof Hennassawwminca (non-consumable electrode): 3nekTpod, KOTOpbIi HE MnaBWUTCSA B
npouecce cBapku.

2.4.21 orapok (stub end. stub): OcTaTok 3nekTpoga unn npucago4yHoro npyTka nocrie cBapku, KOTOpbIi
He MOXeT ObITb MCMOMb30BaH.

2.5 XapaKTepucTukum cBapoyHOro MCTOYHUKA NUTAHUA

2.5.1 cTtatnyeckan xapaktepuctmka (static characteristic): 3aBUCMMOCTb MeXay Hanps>KeHWeM U To-
KOM Ha BbIXOAHbIX 32)KMMax CBapOYHOr0 NCTOYHUKA MUTaHUS NPy O06GbIYHONM Harpyske.

2.5.2 paMHamunyeckasa xapaktepuctuka (dynamic characteristic). 3aBUCUMOCTb MeEXAY OCHOBHbIMU Na-
pameTpaMu cBapO4HOro UCTOYHMKA NMUTAHUA NPU MTHOBEHHOM M3MEHEHWUW OAHOr0 U3 NapameTpos.

2.5.3 nagatwas xapaktepuctuka (drooping characteristic): BHelwHsa cTatuyeckas xapakrepucrmka
(2.5.1) cBapo4YHOro UCTOYHMKA MUTaAHUSA C OTpULATeflbHbIM Hak/IOHOM He MeHee 7 B/100 A B HOpMasibHOM
AvanasoHe cBapku.

2.5.4 xecTkan xapakTtepuctuka (flat characteristic, constant voltage characteristic): BHelwHas ctatuye-
ckas xapaktepucTuka (2.5.1) ICTOUYHUKA CBApPOYHOro TOKa, KOTopasi B HOPMasibHOM Anana3oHe CBapky Takosa,
YTO NpW yBENMYEHUN TOKa HanpsxeHne Nnbo ymeHbllaeTcs MeHee yem Ha 7 B/100 A. nn6o yBenmumsaeTcs
MeHee yem Ha 10 B/100 A.
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255 HanpsxeHue xonoctoro xoga (no-load voltage, open-drcuit voltage): HanpsxeHnue mexay Bbl-
XOAHbLIMU 3aXMMaMU CBapOYHOrO0 MCTOYHMKA MUTAHWSI NP paspbiBe BHELLHeW CBapouYHON Lenu, uckiovas
Kakoe-IMb0 HanpshKeHWe 3akKMraHus yrv v ctabunusauuv ayru.

2.6 CBapo4yH0O obopyaoBaHue

2.6.1 uaHra (collet): YcTpoiicTBO AnA 3akuma HennaesLerocs afektposa (2.4.20) B cBapOUHOL ropesike.

2.6.2 TokonoaBOAALWMIA HAKOHEYHUK (contact tip. contact tube): CmeHHas geTanb B nepefHein yactu
ropesnkv Ans nogBoja CBapoyHOro Toka (2.2.8) n HanpaBneHUs NPOBOIOXKOro anekTposa (2.4.9).

2.6.3 cBapoyHbIin nucTonet (welding gun, gun): Fopenka ¢ PyKOSTKOW, pacrnosioXXeHHO! NoYTH nepneH-
AVKYNAPHO NO OTHOLLEHWIO K KOPMYCY rOpesiku.

2.6.4 anokTpopgoaepxartens (electrode holder): MHCTpyMeHT Ans 3axuma, HanpasneHus U NoakItoye-
HUSA NOKPbLITOrO 3/1eKTpoaa (2.4.1) K cBapOYHOI Lienu Npu 31eKTPUYEeCcKoin U3oNauMy cBapLymka uam ceapou-
HOro oneparopa.

2.6.5 ceapouHas ronoska (welding head): ¥3en ceapoyHoli malwunHbl Uan po6oTa co BCTPOEHHOW cBa-
POYHOIA ropeskoii.

2.6.6 nnasmeHHas ropesnka (plasma torch): CBapoyHas ropeska c HennaesWwMMcs 3n1ekTpoaom (2.4.20)
1 Nna3moo6pasyoLM ConsIoM AJ1st CO34aHUs CXaToi nnasMeHHol gyru.

2.6.7 cBapouHblii BhinpAMutens (welding rectifier): VcTouHmk nuTaHus ansa ayroeoii ceapku (2.6.12),
COCTOSILLMI M3 HEMOABWXHOIO NpeobpasoBaTesisi NepPeMEHHOro ToKa B CBAPOUHbIA MOCTOAHHBINA TOK.

2.6.8 cBapouHbIii npeobpasoBaTenb (welding converter): VCTOYHMK nNuTaHWs ANA OyroBoli cBapku
(2.6.12), cocToAWmMil 13 3/1EKTPUYECKOro ABUraTeNs U CBapoYHOro reHepatopa (2.6.10).

2.6.9 TpaHcdopmaTtop A5 gyrosoii ceapku (arc welding transformer): TpaHccopmatop, npegHasHa-
YeHHbIi ANS NUTaHWSi CBapPOYHOW Ayru.

2.6.10 cBapouHbIii reHepatop (welding generator): M'eHepatop, NpeAHasHa4YeHHbI A8 NMTaHNa 0AHOM
W/IN HECKOJTbKUX CBAPOYHbBIX Jyr.

2.6.11 cBapouHbIli arperaT c guratenem (engine driven welding power source): CBapoUHblii UCTOY-
HWK ANs [yroBoit cBapku (2.6.12), cocTosiWwmiA U3 gBuraTensi U cBapoyHOro reHepartopa (2.6.10).

2.6.12 NCTOYHMK NUTaHMA AnS Ayrosoi ceapku (arc welding power source): O6opyaoBaHne aas no-
[laun ToKa 1 HanpshKeHUs C XxapakTepucTukamu, oTBevatoLmmy Tpe6oBaHUsIM K BbIMOSIHEHWIO AyTOBOI CBapKM
N POACTBEHHbIX NPOLECCOB.

2.6.13 cBapO4HbIi UCTOYHMK MUTAHWA C Najakuwein xapakrepucTukoli (drooping characteristic
welding power source): VICTOYHMK NuTaHWs 4Ns OyroBoil cBapku (2.6.12) ¢ napjawolleii xapakTepucTuKoi
(2.5.3).

2.6.14 cBapOY4HbIN NCTOYHUK MUTAHUA C XXECTKOW XxapakTepuCcTuKoii (constant-voltage welding power
source): VICTOYHWK NUTaHna Ans ayroeoit cBapku (2.6.12) ¢ xecTkoli xapaktepucTukoii (2.5.4).

2.6.15 neHan (quiver): MopTaTtvBHas Tapa 415 COXPaHeHUsA NOKPbITbIX 3/1eKTPoA0B (2.4.1) cyxumun.



MpunoxexHue A
(cnpaBo4HOE)
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AndaBUTHbIN yKkaszaTeNlb TEPMUHOB Ha aHIIMACKOM fi3blke
C NOPOBOAOM Ha hpPaHLUY3CKNIA N HEMELKNIA A3bIKK

AHrAniickuni
TEPMUH

Acid electrode
Arc blow

Arc length

Arc spot welding
Arc time

Arc voltage

Arc welding power source

Arc welding transformer

Arcing time

Backhand welding

Basic electrode

Cellulosic electrode
Collet
Constant voltage characteristic

Constant-voltage welding power
source

Contact electrode
Contact tip

Contact bp distance

Contact tube
Contact tube distance
Cored stnp electrode

Covered electrode

Deposition coefficient

Homep ®paHLUy3CKnii
nyHKkTa nepenos
A
24.2 Electrode acide
2.3.16 Soufflage magnetique de lare
2.3.12 Longueur de l'arc
214 Soudage a l'arc par points
2.3.13 Temps cfarc
2.3.10 Tension h l'arc
2.6.12 Source de courant de soudage
€ lare
2.6.9 Transformateur de soudage a

l'arc
Cwm. Arc bme (2.3.13)
B

Cwm. Pull technique (2.2.2)

243 Electrode basique

C
244 Electrode cellulosique
2.6.1 Pince porte-electrode

Cm. Rat characteristic (2.5.4)

2.6.14 Source de courant de soudage a
caracteristique plate; source de
courant de soudage i tension
constant

2.2.13 Electrode-contact

2.6.2 Tube-contact

2.3.20 Distance tube-contact/pomt de

soudage
Cm. Contact bp (2.6.2)

Cm. Contact bp distance (2.3.20)

2.4.16 Electrode en feuillard fourree
241 Electrode enrobée

D
2.3.21 Coefficient de depot

Hewmeuknii
nepesoj

Sauerumhullte Stabelektrode
Blaswirkung

Lichtbogenlange
Lichtbogenpunktschweiden
Lichtbogenbrennzeit
Lichtbogenspannung

Lichtbogen-Schweidstromquelle

Schweidtransformator

Basischumhiiltte Stabelektrode

Zelluloseumhiillte Stabelektrode

Elektrodenklemmhutse

Konstantspannungs-Schweids-
tromquelle

Kontaktetektrode
Stromkontaktrohr

Kontaktrohrabstand

Fullbandelektrode

Umhiillte Stabelektrode

Abschmelzkoeffizient
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Mpogomkernne Tabnuubl

AHFNIACKNIA
TEPMUH

Deposition efficiency

Dip transfer

Drooping characteristic

Drooping characteristic welding
power source

Droplet transfer

Droplet transfer frequency
Duty cycle

Duty factor

Dynamic characteristic

Effective electrode efficiency

Electrode angle

Electrode extension

Electrode holder

Electrode pick-up

Engine driven welding power
source

Flat characteristic

Flux cored electrode

Forehand welding

Globular transfer

Gun

High efficiency electrode

Hydrogen controlled electrode

Iron powder electrode

Howmep
nyHKTa

2.3.22
234

253
2.6.13

®paHLy3cKuit
nepesos

Rendement global effectif

Transfert par courts-circuits

Caracteristique tombante

Source de courant de soudage
a caracteristique tombante

Cwm. Metal transfer (2.3.1)

Cwm. Particle transfer frequency (2.3.5)

2.3.15

252

2.3.23

2.2.10

2.3.19

2.6.4

2.3.26

2.6.11

254

2.4.12

Facteur de march©

Cm. Duty cycle (2.3.

Caracteristique dynamique
E

Rendement effectifdune
electrode

Angle d'inclinaison de
I'dlectrode; angle d'inclinaison
de la torche

Longueur de fil libre
Porte-electrode
Encrassement de | eleclrode

Groupe electrogene de soudage

F

Caracteristique plate;
caracteristique constante

Fil fourte de flux

Cm. Push technique (2.2.1)

232

G

Transfert globulaire

Cm. Welding gun (2.6.3)

2.4.8

245

2.4.7

H
Electrode a haut rendement

Electrode a hydrogdne controte

1

Electrode & la poudre de fer

Hemeukmm
nepesoj

Abschmelzfaktor

Werkstoffubergang im
Kurzschluss

Fallende Kennlinie

Schweiflstromquelle mit fallen-
der

Einschaltdauer
15)

Dynamische Kennlinie

Effektive Ausbringung

Elektrodenanstellwinkel:
Schweilibrenneranstelllwinkel

Freies Drahtelektrodenende
Stabelektrodenhalter
Anlegienjng an der Bektrode

Schweiliumformer mit Antrieb
durch Verbrennungsmotor;
Schweiliaggregat

Flach fallende
Stromquellenkennlinie

Pulvergefullte Drahtelektrode

GroGtropfiger
Werkstoffubergang

Hochleistungselektrode

Wasserstoffkontrollierte
Stabelektrode

Eisenpulver-Stabelektrode
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AHTmiicKuiA
TepMuH

Magnetic arc blow

Main arc

Metal cored electrode
Metal transfer
Microplasma arc welding

MIG spot welding

Nanow gap welding

No-load voltage

Nominal electrode efficiency

Non-consumable electrode

Non-transferred arc

Open-circuit voltage

Overall weld metal recovery

Particle transfer frequency

Pilot arc

Plasma torch
Protrusion

Pull technique

Pulse duration
Pulse time

Pulsed MAG welding

Pulsed MIG welding

Pulsed TIG welding

Push technique

Quiver

Homep
nyHKTa

dpaHuy3cKuii
nepesof,

M

Cwm. Arc blow (2.3.16)

2.3.6
2.4.13
231
2.1.7
2.1.5

255

2.3.24

2.4.20
2.3.9

Arc principal

Fil fourrp de metal

Transfert de métal

Soudage microplasma

Soudage MIG par points
N

Soudage sur chanfrein ertroit
soudage narrow gap

Tension d vide

Rendement nominal d une
electrode

Electrode non consommable
Arc non transfers

o

Cwm. No-load voltage (2.5.5)

2.3.25

2.35
2.3.7

2.6.6
2.3.27
222

Rendement global

P

Frequence de transfert du metal

Arc pilote

Torche plasma

Depassement

Soudage en tirant; soudage a

droite

Cm. Pulse time (2.3.14)

2.3.14

211

2.1.2

2.1.3

221

2.6.15

Duree de I'impulsion

Soudage MAG pulse

Soudage MIG puls6

Soudage TIG pulse

Soudage en poussant; soudage

a gauche

Q

Carquois
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HemeLuii
nepesog,

Hauptlichtbogen
MetaBgefullte Drahtelektrode
Werkstoffubergang
MikroplasmaschweiRen

Metall-Inertgaspunktschweiften

EngspaltschweiBen

Leerlaufspannung

Nennausbringung

Nicht abschmelzende Elektrode

Nicht ubertragener Lichtbogen

Gesamtausbringung

Tropfenubergangsfrequenz

Pilotlichtbogen;
Hrifslichtbogen;
Zundlichtbogen

Plasmaschweissbrenner
Oberstand

Schleppendes SchweiBen

Imputezeit

Metali-AktivgasschweiBen mit
Impulslichtbogen

MetaB-Inertgasschweilien mit
Impulslichtbogen

Wolfram-InertgasschweiBen mit
Impulslichtbogen

Stechendes Schweifien

Kocher
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Mpogomkernne Tabnuubl

AHrnniicknii
TEPMUH

Rutile electrode

Short circuiting transfer
Solid strip electrode
Solid wire

Solid wire electrode
Spray transfer
Stand-off distance
Static characteristic
Stick electrode

Stickout

Striking voltage
Strip electrode
Stub

Stub end

TIG spotwelding

Torch angle
Transferred arc

Travel angle

Tubular cored electrode
Tubular cored rod

Tubular cored wire

Weave bead

Weaving

Weaving amplitude
Weaving frequency
Weaving width

Welding converter

10

Homep
nyHKTa

2.4.6

®paHLy3CcKuit
nepesog

R
Electrode au rutile

S

Cwm. Dip transfer (2.3.4)

2.4.15
2.4.17
2.4.10
2.3.3
2.3.17
251

Electrode en feuillard pleine
Fil plein

Fil-electrode plein

Transfert par pulverisation

Distance buse/piece

Caracteristique statique

Cwm. Covered electrode (2.4.1)

2.3.18

2311
2.4.14

Longueur terminate du fil,
stickout

Tension d'amorgage

Electrode en feuillard; feuillard

Cm. Stub end (2.4.21)

2.4.21

2.1.6

Chute dtelectrode
T

Soudage TIG par points

Cm. Electrode angle (2.2.10)

2.3.8

2211

2411
2.4.18

2.4.19

2.2.7

2.2.3

2.2.5
2.2.6
224

2.6.8

Arc transfer®

Angle de trains

FH fourre; fil-electrode fourre

Baguette tubulaire fourree
Fil tubulaire fourre

w
Passe large

Balayage

Amplitude de balayage
Frequence de balayage
Largeur de balayage

Convertisseur de soudage

Hemeukum
nepesoy

Rutilumhulite Stabelektrode

Massivbandelektrode

Massivdraht

Massivdrahtelektrode

Feintropfiger Werkstoffubergang

Gasdiisenabstand

Statische Kennlinie

Freie Drahtelektrodenlange

Zundspannung

Bandelektrode

Elektrodenrest

Wolfram-
Inertgaspunktschweifien

Obertragener Lichtbogen

(no German term)
(pas de terme allemand)
(kein deutscher Begriff)

Fiilldrahtelektrode
Fullstab: Rohrstab

Fulldraht

Pendelraupe

Pendeln; pendelndes
Schweilien

Pendelausschtag
Pendelfrequenz

Pendelbreite

Schweiliumformer (mil Antrieb

durch Elektromotor)



OKOHYaHve Tabnuubl

AHTANACKNit
TEPMUH

Welding current
Welding generator

Welding gun

Welding head
Welding rectifier
Wire electrode
Wire teed rate
Wire feed speed

Work angle

Homep
nyHKTa

2.2.8
2.6.10

2.6.3

2.6.5

2.6.7

2.4.9
2.2.12

®paHuy3cKuii
nepesof,

Intensity de soudage
Gdnerateur de soudage

Pistolet

Tele de soudage
Redresseur de soudage
Fil-dlectrode

Vitesse de devidage du fil

Cwm. Wire feed rate (2.2.12)

229

Angle d'indinaison
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HemeLwii
nepesoz,

SchweiRstrom
SchweiRgenerator

SchweiRbrenner:
SchweiRpistole

SchweiRkopf
SchweiRgleichrichter
Drahtelekrode

Drahtvorschubgeschwindigkeit

SchweiRbrennerneigungswinkel
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MpunoxexHne B
(cnpaBoyHOe)

AndaBUTHbIV ykasaTesib TEPMUHOB, OTHOCSLLUXCA K AYTOBOW CBapke
n onpegeneHHblx B MCO 857*1:1998 n ISO/TR 25901:2007,
HO He BK/IIOYEHHbIX B HACTOALWMI cTaHAapT

TepmuHbl 13 ISO.TR 25901:2007 n NCO 857-1:1998. He BK/IOYEHHbIE B HACTOALWMIA CTaHAAPT, NPUBEAEHbI HUXeE,
€C/IN OHW YCTapenu, CoKpalleHbl Uan Bownu B Agpyrue yactn ISOTR 25901.

TepMuH Onpepenexvie NcTouHmK Howmep
i
[AByxanekrtpogHas CM. NCO 857-1:1998. Tabnuua 3 (konnyecTsBo anekTpogos — aga) WNCO 857- 8.2
cBapka 1:1998

1 — usgenue: 2 «- gyra. 3 — 371eKTPOA,.
4 — NCTOYHUK NUTAHUSA

M
MHoroanekTpogHas Cm. NCO 857-1:1998. Tabnuua 3 (KoNn4ecTBo anekTponos 6onbwe UCO 857- 8.4
cBapka Tpex) 1:1998

(o}
OpfHo3aneKkTpogHas CM. NCO 857-1:1998. Tabnnua 3 (koNn4ecTBo 3n1ekTpoaos — ogmH)  UNCO 857- 8.1
cBapka 1:1998

T — uspenue: 2 — gyra. 3 — 3nekTpoa.
4 — NCTOYHUK NUTAHNS

12



MpopomkeHne Tabnuubl

TepmuH

[oroHHas aHeprua

CBapka HecKonbknummn
3/1eKTPOoAamu, CMeLeH-
HbIMW BAO/1b Hanpas/e-
HUA CBapKn

Csapka napasnnenbHsbl-
MU 3N1eKTpojamm

CBapka anekTpogamu
C NPOAO/bHLIM 1 No-
nepeyHbIM B3aUMHbIM
CcMeLleHneM

OnpepeneHue

£, — anekTpuyeckas 3Heprvisi, pacxogyemas Ha efuHULY ANHbI
LWBa ¥ BblUUC/SiEMas Mo Popmye:

raoe U — cBapoyHOoe HanpshkeHue;
| — cBapoYHbI TOK;

V — CKOpOCTb CBapku

Cm. NCO 857-1:1998, Tabnuua 4 (pacnonoxeHvme npucagoydHbix me-
TanN0B WM HennaBsAWNXCA 3/1eKTPOA0B: 6onee ABYX 3/1€KTPOAOB,
CMeLLeHHbIX BAO/b HanpaBieHns cBapkn)

Cm. MCO 857-1:1998, Tabnuua 4 (pacnonoxeHve npucagoyHbIX
MeTannoB WU HeNNaBsALWMNXCA 3NEKTPOJOB: HA OAHON NUHWUKM, NOA
NpsSIMbIM YI/IOM K Hanpas/EHUIO CBapKW)

1 — cBapHOI WOB; 2 — UCTOYHUK NUTAHUA. 3 anekTpon:
4 — pyra. 5 — usgenue

CmM. NCO 857-1:1998. Tabnuua 4 (pacnonoxeHue npucafoyHoro
MeTasnia UM HennaBsLWMXCA 3NeKTPOA0B: PAAOM, C NPOAO/bHLIM U
nonepeyHbIM B3avMHbIM CMeELLLeHNEeM B HanpaB/ieHU CBapkm)

CBapHOIi WOB; 2 — UCTOYHUK NUTAHNA: 3 — 3NEKTPOA;
4 —pyra, 5 — unsgenve

FOCT P 58906—2020

McTouHMK

NCO 857-
1:1998

MNCO 857-
1:1998

NCO 857-
1:1998

NCO 857-
1:1998

Homep

5221

9.4

9.1

9.2
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OKOHuaHune Tabnuubl
TepMuH

CBapka TaHfemMoMm

TpexanekTpogHas
cBapka

OdbdhekTnBHbIA KM,
npouecca HarpeBa
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OnpepeneHHo

Cm. NCO 857-1:1998, Tabnuua 4 (pacnonoxeHne NpucagoyHbix Me-
TannoB VAN HennaBsALWMUXCA 3NEKTPOAOB: ABa 3N1eKTpoAa, pacnosno-
XEHHbIX OAVH 3a APYIMM B HanpasneHUW cBapKu)

1— cBapHOW WOB. 2 — UCTOYHUK NUTAHUA; 3 — 3INEKTPOJ;
4 — pyra.- 5 — wnspenue

CM. NCO 857-1:1998. Tabnuua 3 (KONNYEeCTBO 3NeKTPOA0B — TpU)

1 — n3genue. 2 — npucajouHblii MmeTann; 3 — ceapoyHasn To/0BKa.
4 — WUCTOYHUK NUTaAHNA

3

M— oTHoweHne 3¢hPEKTUBHOIN NOTOHHOI 3HEPTUU K NOTOHHOM 3HEpP-
TUK. BblyMcnseTcsa no gopmyne:

0,

MIcTOUYHNK

NCO 857-
1:1998

NCO 857-
1:1998

NCO 857-
1:1998

Howmep

9.3

8.3

5.2.23



(1] 1SO 6520-1

12] 1ISO 6520-2

13] ISO 14917

[4] 1SO 15296

15] ISO 17658

(6] 1SO 17677-1

171 1SO 25239-1

(8] IEC 60050-851

FOCT P 58906—2020
Buénuorpadgusn

Welding and allied processes — Classification of geometric imperfections in metallic materials —
Part 1: Fusion welding (CBapka v poAcTBeHHble npouecchbl. Knaccudukauus gedekToB reometTpun u
CMNOWHOCTY B MeTan/nyecknx marepmanax. Yacto 1. CBapka nnaBneHuem)

Welding and allied processes — Classification of geometric imperfections in metallic materials —
Part 2: Welding with pressure (Ceapka n poAcTBeHHble npoueccol. Knaccudurkauymsa gedekros reo-
MeTpWU 1 CRJIOWHOCTN B MeTa/InYecknx matepuanax. Yacte 2. CBapka faBrieHvem)

Thermal spraying — Terminology, classification (Tepmuueckoe HanbineHne. TepMuHbl, Knaccuduka-
ums)

Gas welding equipment — Vocabulary — Terms used for gas welding equipment (O6opygosaHue
ANs ra3oBoii ceapku. Cnosapb. TepMUHbI, NpUMeHsieMble 415 060pyf0BaHNs AN ra3oBoii CBapku)

Welding — Imperfections in oxyfuel flame cuts, laser beam cuts and plasma cuts — Terminology
(Ceapka. lechekTbl pe3a Npu KNCNOPOAHOW, Na3epHO 1 Nna3mMeHHOW pe3ke. TepMyuHbI)

Resistance welding — Vocabulary — Part 1: Spot, projection and seam welding (KoHTakTHasa cBapka.
Cnosapb. YacTb 1. ToueuHas, penbedHas v LOBHAA cBapka)

Friction stir welding — Aluminium — Part 1: Vocabulary (CBapka TpeHMeM C nepemellmMBaHUEM.
AntoMuHmnii. YacTb 1. CnoBapb)

International electrotechnical vocabulary — Part 851: Etectnc welding (MexayHapoaHblii 3neKkTpo-
TexHuuYeckuii cnosapb. HacTb 851. DnekTpoceapka)
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YAK 621.791:006.354 OKC 01.040.25
25.160.10
KnioueBble croBa: gyroasi cBapka, TepMUHbI, C/lI0Bapb
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PepakTop E.B. 3ybapeBa
TexHuuecknin pegaktop W.E. Yepenkosa
Koppektop /1.C. JibiceHKo
KomnbloTepHasn BepcTka M.B. Jlebepgesoii

CpaHo a Ha6op 06.07.2020. MoanucaHo o neyatb 22.07 2020 dopmaT 60«84%. FapHuTypa Apuan.
Ycn. T*eu. n 2.32 Yu. mm 8. 1.90.
MoAroTOBNEHO Ma OCHOBE 3/1eKTPOHHOI BepcuM, NpeocTaB/eHHO paspa6oTunkom cTaHgapTa

Co034aH0 B @ AUHUYHOM UCNONHEHUN BO ®TYM «CTAHAAPTUHO®OPM»
ANsi KOMNeKToBaHus ®efepasbHOro MHPOPMaLMOHHOTO (hOHAA CTAHAAPTOB,

117418 MockBa. HaxumoBckuii np-T. a4. 31. k 2
www.gostinfo.ru mfo@ gostmlo.ru
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