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BBepeHve

Cepus gokymeHToB ISO.TR 25901 nog o6wwmm HavmeHoBaHneM «CBapka U PoACTBEHHble NPOLEecChl.
Crnosapb» BK/IOYAET B Ceba cnefylolime 4yactu:

- yacTtb 1. O6Lue TepMUHbI;

- yacTb 3. CBapo4Hble npouecchbl:

- yacTb 4. [lyroBas cBapka.
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HALULWOHANBbHBW CTAHOAPT POCCUMCKOWMW OSGELEPALUMN

CBapka 1 poACTBEHHble npoLecchl
C/TIOBAPb
Yactbe 1
O6uwure TepMUHbI

Welding and allied processes. Vocabulary. Part 1. General terms

[Jara BBefeHns — 2020—10—01

1 O6nactb NPUMeEHEHUS

Hactosiwumii cTaHfapT COAEPXUT TEPMUHBbI 1 ONpefeneHns, OTHOCSALMECS K CBapke W POACTBEHHbIM
npoueccam.

OH He CoePXMT TEPMVHBI U ONpeAesieHns, OTHOCALLMECS K CneLmaibHbIM npoLieccamM Uan K 0cO6eHHOCTAM
CBapK1 1 POACTBEHHbIX NPOLECCOB, KOTOPbIE PACCMATPUBAIOTCA B APYrMX YaCTAX UM B APYrUX CTaHaapTax.

B HacToslliemM cTaHfapTe TEPMUHbI CUCTeMaTU3WpoBaHbl. TpunoxeHne A COAEPXWT ykasaTenb CO
BCEMW TepMUHaMW, NPUBEAEHHbIMW B afihaBUTHOM MOPSAKE C CCbIIOYHbIMU HOMepamu. MpvBefdeH nepe-
BO/J, TEPMVHOB Ha hpaHLy3CKMiA A3bIK, TEM CaMbiM OXBaTblBast TpPU ohuumanbHbix s3bika MCO (aHTNnMACKUiA,
chpaHLUy3ckuii n pycckuid). Hemeuknii nepeBo NpefcTaBeH ans MHGopMaL My 1 Noj OTBETCTBEHHOCTL opra-
Ha — uneHa MepmaHum (DIN).

MpumeyaHne 1 — TepMuHbl Ha OCHMLMASIBHBLIX 3blKax (aHMMIACKOM, (hpaHLLy3CKOM U PYCCKOM) ABASHOTCA
TepmmHamm 1 onpegeneHusamm NCO.

MpumeyaHue 2— Bce TepMUHbI AOCTYNHbI Ha nnatdiopme 1SO Online Browsing Platform (OBP): https:// www.
iso.org/obp/ui/.

2 TepmuvHbI 1 onpepeneHus
B HacToswwem cTaHgapTe NpYMEHEHbI creylolne TepMryHbl C COOTBETCTBYIOLWMMU onpeaeneHusMu:

2.1 CBapka 1 pofCcTBEeHHble npoLecchl

2.1.1 OCHOBHble TEPMUHbI

2.1.1.1 capka (welding): MNpouecc coegnuHeHns AByx aetasnei n 6onee, B pesysnbrate KOTOPOro nosy-
4yaloT HepasbeMHoe coefVHeHne maTepuana(os) 3aroToBOK, C NOMOLLbIO Harpesa U (Mnn) AaBneHns ¢ npu-
MeHeHneM unn 6e3 npMMeHeHuns npucagoyHoro matepuana (2.1.10.4).

MpumeyaHne 1— CBapoyHble NPOLIECCHI MOTYT GbITb UCMO/Bb30BaHbI /151 Harasky (2.1.9.1) u nepensiasku.

2.1.1.2 csapka nnaBneHuem (fusion welding): Csapka (2.1.1.1) MeCTHbIM cnjaBneHuemM conps-
raemoin”) noBepxHoctu(eli) 6e3 NPUIOXKEHNS BHELLHETO AABNEHUS C NpUCcCaf0YHbIM UAN 6e3 NpucagoyHoro
matepuana (2.1.10.4).

2.1.1.3 cBapHolii wos (woB) (weld): Pesynbtat cBapku (2.1.1.1).

MpumeyaHne 1 — CBapHOIl LWOB BKIOYAET B cebst mMeTann waa (2.1.2.1) 1 30Hy TEPMUYECKOTO BIMSHUS
(2.12.2)

M3gaHve odmumansHoe
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2.1.1.4 cBapHoii y3en (weldment): ¥3en, BknroyaroLwmii oqHO cBapHoe coefunHerne (2.1.4.2) unm 6onee.

2.1.1.5 ocHoBHOI1 maTepuan (parent material, base material): Matepvan, nognexawnii coegUHEHNO
cBapkoii (2.1.1.1). cBapkonankon nnu namnkown.

2.1.1.6 TonwmHa ocHoBHOro matepuana (parent material thickness, material thickness): HomuHanb-
Has TonwmHa (2.1.7.7) matepnanos, nognexalinx caapke.

2.1.1.7 ocHOBHOW MeTann (parent metal, base metal): OcHoBHOW meTannuuecknin matepuan (2.1.1.5).

2.1.1.8 pyuHas cBapka (manual welding): Capka (2.1.1.1), npu KoTopoii AepxaTenb anekTposa (2.3.8),
CBapOYHbIi NUCTOMET, CBapOYHas ropenka (2.3.9) nnm rasosas ropesika ynpasnsoTcsa BPYUHYIO.

2.1.1.9 yacTuyHO MexaHu3npoBaHHasa cBapka (partly mechanized welding, semiautomatic welding):
PyuHas cBapka (2.1.1.8), npu KOTOpOi Nofaya NPOBOJIOKA MEXaHU3MpPOBaHa.

2.1.1.10 nonHOCTbIO MexaHu3upoBaHHasa cBapka (mechanized welding, fully mechanized welding):
Cgapka (2.1.1.1). npu KOTOPOI TpebyeMble CBapOUHble NapameTpbl (2.4.1) NoaAepXnBaOTCA MeXaHU4eckuMm
W 3/1eKTPOHHBIMY CpeACcTBaMm.

MpumeyaHne 1— B npoLecce cBapkv BOIMOXHA PyYHas PerysiMpoBka CBapOUHbIX NapamMeTpoB CeapLLVKOM-
onepartopom (2.5.25).

2.1.1.11 aBTOomMaTunuyeckasa cBapka (automatic welding): Capka (2.1.1.1), npu KOTOpOIA Bce onepawuun
BbINOJIHAOTCA 63 BMellaTeNlbCTBa B CBApOUHbI/ Mpouecc cBaplunka-onepatopa (2.5.25).

MpumeyaHne 1 — B npouecce cBapky HEBO3MOXHA PyyHas PerysimpoBka CBapoyHbIX napameTpos (2.4.1)
CBapLLMKOM-onepaTopom (2.5.25).

2.1.1.12 po6oTusupoBaHHasa cBapka (robotic welding): Csapka (2.1.1.1). KoTopas BbINOJHAETCA ”
ynpasnseTcs pob6oTu3npoBaHHbIM 060pyA0BaHNEM.

2.1.1.13 cTpoxkKa (gouging): Pa3HOBMAHOCTbL TEPMUYECKON Pe3ku, NPy KOTOPOI hopMupyeTcs KaHaBka
3a CYeT NMaBMEHNsA 1 TOPEHUs.

2.1.1.14 gyroBas cTpoxka (arc gouging): CTpoxka (2.1.1.13) ¢ Mcnonb3oBaHUEM [yroBOW pesku.

2.1.1.15 Bo3ayLwHo-gyrosas cTpoxka (air-arc gouging): Ctpoxka (2.1.1.13) ¢ ucnonb3oBaHueM yrosb-
HOro anekTpoga (2.3.8) n cxxaToro Bosgyxa.

2.1.2 XapaKTepuUCTUKN CBaPHbIX LLUBOB

2.1.2.1 metann wea (weld metal): Becb MeTann, pacniasneHHblil BO Bpems cBapku (2.1.1.1) n ocTtaBs-
Lmniics B cBapHoM Lse (2.1.1.3).

2.1.2.2 30Ha Tepmuyeckoro BnunaHusa; 3TB (heat-affected zone. HAZ): YuyacTok HepacniaB/ieHHOro
OCHOBHOro meTtanina (2.1.1.7). MUKPOCTPYKTypa KOTOPOro M3MeHWUIach.

2.1.2.3 30Ha wea (weld zone): 3oHa, BkAOYaoWwas metann wea (2.1.2.1) n 30Hy TeEPMUYECKOro BIUS-
HUA (2.1.2.2).

2.1.2.4 HannasneHHbln MmeTann (deposited metal): MpucagouHbln MeTann, Aob6aBneHHbI NpU cBapke
(2.1.1.1).

2.1.2.5 nuHuga cnnasnenus (fusion line): MpaHuua mexay meTannomMm wea (2.1.2.1) n HepacnnaBneH-
HbIM OCHOBHbIM MeTaioM (2.1.1.7). onpefensiemas Ha NonepeyHoM cevyeHunn ceapHoro wea (2.1.1.3).

2.1.2.6 30Ha cnnaeneHusn (fusion zone): PacnnaeneHHas yacTb OCHOBHOro metanna (2.1.1.7) B metas-
ne wea (2.1.2.1), onpefensemMasn Ha nonepeyHoMm cevyeHun ceapHoro wsa (2.1.1.3).

2.1.2.7 HannaBneHHbIi meTann wea (all-weld metal): Metann wea (2.1.2.1). cOCTOALWMIA U3 HanaB-
neHHoro metanna (2.1.2.4) 6e3 nepemelumBaHunsa (2.1.2.12).

2.1.2.8 cBapouHas BaHHa (weld pool, molten pool): BaHHa u3 xugkoro MmeTanna, obpasyoLiascs B Npo-
Lecce csapku nnasneHvem (2.1.1.2).

MpumMmevyaHue 1— lNpu 3MEKTPOLLIAKOEON CBAPKE TEPMUH BK/IIOYAET B CEOST LLMAKOBYHO BaHHY.

2.1.2.9 cocTosiHMe nocne cBapku (as welded): CoctosHne ceapHoro wsa (2.1.1.3) nocne cBapku
(2.1.1.1) po NGO TEPMUYECKOWA, MEXAHUYECKON UM XMMUYECKoli 06paboTku.

MpumMmevyaHue 1— [Ins cniaBoB, NOABEPKEHHbIX CTAPEHUIO (HANpUMEP, 151 HEKOTOPbIX a/IIOMUHMEBbIX Cra-
BOB). COCTOsIHME MOC/Ie CBAPKM OrpaHnyeHo.

2.1.2.10 cpepputHOoe yucno; FN (ferrite number, FN): YcnoBHas BennunHa, xapakrepusytowas cogep-
XaHue heppuTHOI dhasbl B meTasie wea (2.1.2.1) KOppO3MOHHO-CTOKOI CTann ayCTEHUTHOTO WKW ayCTEHUT-
HO-DePPUTHOrO TNA, OCHOBAHHOE Ha ero MarHWTHbIX CBOCTBAaX.

2.1.2.11 meTannypruyeckme oTkoHeHus (metallurgical deviation): i3meHeHNs MeXaHUYECKMNX CBOCTB
n (M) MeTanaypruyeckoi CTpykTypbl MeTanna wea (2.1.2.1) unm 30Hbl TEPMUYECKOT0 BAMAHNSA (2.1.2.2) oT-
HOCUTE/IbHO CBOWCTB OCHOBHOrO meTanna (2.1.1.7).

2
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2.1.2.12 nepemewnsarue (dilution): CmelleHne pacnnas/ieHHOro OCHOBHoro metanna (2.1.1.7) n Ha-
nnasneHHoro Metasna (2.1.2.4) MoOXeT 6bITb BbIpaXXEHO KaK OTHOLLEHWe pacniaB/eHHOro 0CHOBHOro MeTasl-
Nla K Macce BCero pacnsiaB/ieHHOro metasna.

2.1.2.13 cTteneHb nepemewmnBaHua (dilution rate): MepemewwnsaHve (2.1.2.12), BblpaXeHHOe B Mpo-
LieHTax.

2.1.2.14 ocTaTo4HOe cBapo4yHoe HanpshxeHue (residual welding stress): HanpspkeHne, Bo3HUMKawoLee
nocne ceapku (2.1.1.1) B MeTaNINUYECKON KOHCTPYKLMN NN B ee feTanu.

2.1.2.15 npouHblit woB (strength weld): CeapHoli woB (2.1.1.3), cNOCO6HLIN BblAepXaTb pacyeTHYyH
Harpysky.

2.1.2.16 achpekTMBHOCTL coegunHeHusn (joint efficiency): OTHOWeEHWe NpoyHOCTU coeanHeHns (2.1.4.1)
K MPOYHOCTU OCHOBHOrO MeTanna (2.1.1.7), BblpaxeHHoe B MpoueHTax.

2.1.3 [JedyekTbl

2.1.3.1 pedpekT (imperfection): HecnnowWwHOCTL B cBapHOM LWBe (2.1.1.3) nnu oTKNOHEeHWe OT 3afaHHol
reomeTpuu.

MpumeyaHne 1— [edhektamm SABNAIOTCA TPELUMHbI, HENPOBaPbl, HECM/IAB/EHUS, MOPbI, BKIOYEHWA LLTaka
(2.1.10.9).

2.1.3.2 BHYTpeHHuii gedekT (internal imperfection): AedekT (2.1.3.1). KOTOPbIA He BLIXOAWT Ha NOBEPX-
HOCTb W HenocpefCcTBEHHO HEAOCTYMeEH.

2.1.3.3 cuctematnueckue aedpektbl (systematic imperfection): JedekTbl (2.1.3.1). noBTOpsOLMECH
no AsIMHe uccnegyemoro csapHoro wea (2.1.1.3).

2.1.3.4 nnowapb npoekuunmn (projected area): MNnowagb, Ha KOTOPYIO NpPoeLMpylTcs 06bEMHO pacnpe-
JeneHHble fedekTbl (2.1.3.1) nccnegyemoro ceapHoro wea (2.1.1.3).

2.1.3.5 ropsauyas(ue) TpewmnHa(bl) (hot crack(s)]: HapylieHua cniowHocTh MmaTepuana, nponcxogsime
npu BbICOKOW TemnepaType BAO0/b rpaHuL, 3epeH (rpaHuL, AeHAPVAO0B). KOrga ypoBeHb AedopMaun Uam cko-
pocTb AedopmMaunmn npesbiaeT onpegesieHHbIi ypoBeHb.

MpumeyaHne 1— Manble TPELLMHbI, BALVIMbIE TONLKO NPU YBENMYEHM Gonee YeM B 50 pas. HasbIBatoT M KO-
TpeLHaMU.

2.1.3.6 kpuctannmsaunoHHasa TpewuHa (solidification crack): Fopsyas TpewwuHa (2.1.3.5), o6pasyto-
Lwascs npu kpucTannusaumm xuakon gassl metanna wea (2.1.2.1).

MpumeyaHne 1— Kak npaswio, TpeELUMHA BbIXOAUT Ha NMOBEPXHOCTb MeTasl/ia LUBa. HO MHOTAA [/IOXET 6bITb
pacnonoxeHa 1 noa NoBEPXHOCTbH.

2.1.3.7 nukBaunoHHas TpewmHa (liquation crack): Mopsuas TpewwmHa (2.1.3.5), obpa3syowasncsa npu
pacniasneHun NUAMPYIOLWNX 3/IEMEHTOB B 30HE TepMUYecKoro BAMsHUS (2.1.2.2) OCHOBHOrO MaTepuana
(2.1.1.5) unn B MHOrOMPOXOAHbIX LUBAX, B KOTOPbIX MeTasn waa (2.1.2.1) NoOBTOPHO Harpesasics nNpu nocneny-
lowmx npoxogax (2.1.8.4).

2.1.3.8 TpelwuHa, Bbi3BaHHasA nageHnem nnactuyHocTn (ductility dip crack): Mopsiuas TpelwmHa
(2.1.3.5) , o6pasymollascs npu ceapke (2.1.1.1) u3-3a CHUXKEHUS BbICOKOTEMNEPATYPHOI NIACTUYHOCTU.

MpumeyaHne 1— Kaku nuksaumoHHas TpewwyHa (2.1.3.7), TpelumHa 4aHHOTo BUa MOXET BO3HUKATb B 30He
TepPMUYECKOr0 BNMAHMA (2.1.2.2) ocHoBHOro matepviania (2.1.1.5) nnvm B MHOronpoXoAHbIX LLBax.

2.1.3.9 xonogHas(ble) TpowuHa(bl) (cold crack(s)]: /lokanbHoe paspylueHue (BHYTPU3EepeHHoe Wan
MeXx3epeHHoe) cBapHoro waa (2.1.1.3), Bo3Hukatlee B pesynbTaTe KpUTUYECKol KOMOUHaLUY MUKPOCTPYK-
lypbl, HanpsxxeHusa n culepxanva Bulupo/a.

2.1.4 Tunbl coeguHEHN

2.1.4.1 coepguHeHune (joint): CoeanHeHne geTanein uam KPOMOK AeTanei, KoTopble AO/MKHbI 6bITb CO-
eIHEHbI UIN yXe COefMHEeHbI.

2.1.4.2 cBapHoe coepuHeHune (welded joint): CoeanHeHne AByX AeTaneil unu 6onee, BbINOHEHHOE
cBapkoit (2.1.1.1).

2.1.4.3 coegnHeHne Heckonbkux aetanen (multiple joint): Tun coegmHenns (2.1.4.1), npn KOTOpoOM Tpu
fetanu unn 6onee NpUMbIKaOT APYT K APYTY NOA 3afaHHbIMU yriamu.

2.1.4.4 napannenbHoe coeguHeHune (parallel joint): Tun coegnHenus (2.1.4.1), B KOTOPOM geTanu na-
pannensHbl Apyr Opyry.

Mpumep — MNnakupoBaHne B3PbIBOM.
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2.1.4.5 cTtoikoBOE coeauHeHnune (buttjoint): Tun coeguHeruns (2.1.4.1). Nnpu KOTOPOM AeTanu nexar npu-
6/113KTENBHO B OA4HON NI0CKOCTM APYT HANpoTMB Apyra nog yrnom ot 135° no 180°.

2.1.4.6 TaBpoBOe coeguHeHue (T-joint): Yrnosoe coeguHeHve (2.1.4.8). npy KOTOPOM AeTanu co3garT
T-o6pasHyto chopmy.

2.1.4.7 HaxnecTo4yHoe coeauHeHue (lap joint): Tun coeamHeHns (2.1.4.1), npu KOTOPOM JeTanu npak-
TU4Yeckn napannenbHbl A4pYr K 4pYry (nexar nog yriom oT 0° fo 5°) n nepekpbiBaloT Apyr Apyra.

2.1.4.8 TaBpoOBOE COeiMHEHNE NMOA OCTPbIM yriom (angle joint): Tun coeguHenus (2.1.4.1). npu KoTo-
poOM OfjHa geTanb NpUMbIKaeT K APYroi nof ocTpbiM yriom oT 5° go 90°.

MpumeyvyaHne 1— [na yrnosoro wea (2.1.6.11) yron ot 5' fo 45"
Mpumeyanune 2—[ina cTbikoBoro Lwea (2.1.6.3) yron ot 45” go 90" BKIOUMTESBHO.

2.1.4.9 yrnoBoe coeguHeHue (corner joint): Tun coeguHeHns (2.1.4.1). npy KOTOPOM Yron Mexay no-
BEPXHOCTAMM ABYX AeTasnein B MecTe NpUMbIKaHUSA KpOMOK cocTasnsieT oT 30° go 135°.

2.1.4.10 TopueBoe coefnHeHune (edge joint): Tun coegmHenmns (2.1.4.1), npy KOTOPOM yron mexgy no-
BEPXHOCTAMM ABYX AeTasneil B MecTe NpUMbIKaHUSA KPOMOK cocTasnsieT ot 0° go 30°.

2.1.4.11 nepekpecTHOe coeauHeHune (cross joint): Tun coeguHeHns (2.1.4.1). npu KOTOPOM ABe AeTanum
nexar Apyr Ha Apyre nepecekasco.

Mpumep — MNpyTKN, KOTOpPbIE Nepecekalw T APYr Apyra.

2.1.4.12 xpecTo0o6pa3Hoe coeguHeHne (cruciform joint): Tun coeguHenus (2.1.4.1), npn KoTopom ABe
JeTanu, nexaime B OAHOW M/IOCKOCTW, MPUMbIKAIOT NOA NPAMbIM YI/IOM K TpeTbell AeTanun, Haxogslencs
MeXay HUMK.

2.1.4.13 ogHopoaHoe coeguHeHue (homogeneous joint): CBapHoe coeguHeHne (2.1.4.2), npu KoTo-
pom meTann wea (2.1.2.1) n ocHoBHOW MaTepuan (2.1.1.5) He MMeIoT 3HAUNTENbHbIX Pa3IMYNA MexaHU4ecKunx
CBOICTB U (U/IM) XMMUYECKOrO cocTasa.

MpumeyaHune 1— CeapHoe coefHeHve (2.1.4.2). BbINOHEHHOE M3 OAHOPOAHbLIX OCHOBHbIX MaTepuasios
(2.1.1.5) 6e3 npricafo4HOro MeTas/a, CHMTAETCH OAHOPOAHBIM.

2.1.4.14 HeopHOpoaHOe coeanHeHne (heterogeneousjoint): CBapHoe coeguHeHue (2.1.4.2). npu KoTo-
pOM MexaHW4eckne CBONCTBA M XMMUYECKUiA cocTaB MmeTanna wea (2.1.2.1) n ocHoBHoro matepuana (2.1.1.5)
MMEI0T 3HauNTe/IbHOe pas/inyne MexaHUYecknx CBOWCTB U (MKM) XMMUYECKOTo cocTasa.

2.1.4.15 pasHopogHoe coeamnHeHune (dissimilar material joint): CBapHoe coefgunHeHue (2.1.4.2). npu
KOTOPOM OCHOBHble MaTtepuasbl (2.1.1.5) nMeloT 3HaunTeNlbHOe pasnnyve MexaHW4yeckux CBOWCTB U (M)
XMMWUYECKOTO cocTaBsa.

2.1.5 TloproToBKa coeguHeHN

2.1.5.1 noarotoBka kpoMok (edge preparation): MoaroToBka NOBEPXHOCTN KPOMOK AeTann K CBapkKe.

2.1.5.2 noaroTtoBKa coeAnHeHusa nog ceapky (joint preparation, weld preparation): CooTBeTcTBylOLLas
NOAroTOBKa KOHMrypauum oTaeNbHbIX feTanei, noanexallux CoeJMHeHno, 1 nx cbopka.

2.1.5.3 pacnnasnsiemast noBepxHocTh (fusion face): NMoBepxHOCTb OCHOBHOrO MeTasnna (2.1.1.7), pac-
nnasnsemMas B npouecce csapku (2.1.1.1).

2.1.5.4 3aocTpeHHan kpomka (feather edge): OTcyTcTBME NpUTYNAeHns KpoMku (2.1.5.10).

2.1.5.5 3a30p (gap. air gap): PacctosiHue B 1I060M NOMEPEYHOM CEYEHUU MEXAY COeANHAEMbIMU KPOM-
Kamu. Topuamm nav NoBePXHOCTAMMU.

2.1.5.6 paccTosiHue A0 Kpomku (edge distance): PacctosiHme mexay LeHTpoM cBapHoro wsa (2.1.1.3)
N 6nvxaiilleli KPOMKOI 3aroToBKM.

2.1.5.7 KopeHb (root): 30Ha Ha CTOPOHE, MPOTUBOMOJIOXHOW TON. HA KOTOPON BbIMO/IHANACE CBapka
(2.1.1.1).

He pekomeHayeMblii — KOpPeHb LLBa.

2.1.5.8 3a30p B KOpHe (root gap): 3a3op (2.1.5.5) mexay noBepxHocTAMM NpuTynaexus (2.1.5.10).

2.1.5.9 paguyc pasgenku (root radius): Pagnyc KpMBONUHEWHOW YacTu pacniaBnsemMoii NOBEPXHOCTH
(2.1.5.3) KpoMKM NMpY OAHOCTOPOHHEN 1 ABYCTOPOHHEl pasaenke J- nin U-06pasHoiil thopMmbl.

2.1.5.10 noBepxHOCTb npuTynnexuunsa (root face): YacTb pacnnaBnsemoli NOBEPXHOCTU KPOMKM
(2.1.5.3) . kOoTOpas He CKOLleHa U He UMEeT KaHaBOK.

2.1.5.11 BbicTyn kpomku (land): YacTb pacnnaensiemoin noBepxHocTtu (2.1.5.3), koTopas nogaepxvsa-
eT CBapoyHyto BaHHy (2.1.2.8).

MpumeyaHune 1— MNpumepom SBASIETCS 061aCTb MeXy NMOBEPXHOCTLIO MpuTynieHns (2.1.5.10) n kpruBoiu-
HelHol YacTbto J- 1 U-06paskoii pasaenku.

4
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2.1.5.12 yron ckoca kpomku (bevel angle): Yron mexzy CKOLUEHHO MOBEPXHOCTbI COEeAMHEHUs
(2.1.4.1) v nnockocTbio, NEpPNEHANKYNSPHON K NOBEPXHOCT COEAUHEHUS.

2.1.5.13 yron pasgenku kpomok (included angle, groove angle): Yron mexay niockocTaMu pacniasns-
eMbIX NoBepxHocTeli Kpomok (2.1.5.3).

2.1.6 Twunbl WBOB

2.1.6.1 wos c nosHbiM nponnaenexHnem (full penetration weld): CeapHoli wos (2.1.1.3) ¢ nonHoi ray-
6uHoIi nponnasnexHus (2.1.7.3).

2.1.6.2 woB c yacTU4YHbIM NponnaBneHuem (partial penetration weld): CsapHoli wos (2.1.1.3). rny6u-
Ha nponnaeneHus (2.1.7.3) KOTOPOro 3aBe0OMO He SIBASIETCSA NOJIHONA.

2.1.6.3 cTbikoBOU woB (butt weld, groove weld): CBapHoii wos (2.1.1.3), OT/IMYHbLINA OT YrA0BOrO LBa
(2.1.6.11). BbINOMHEHHBI CO CKOCOM MM 63 cKoca KPOMOK.

2.1.6.4 CTbIKOBOW LWOB C O4HOCTOPOHHE! J-06pa3Hoil pas3penkoil ogHoli kpomku (single-J butt
weld): CTbikoBOW WoB (2.1.6.3) C OAHOCTOPOHHEW NOATOTOBKOM J-06pa3Holi pa3fesnikm 04HON KPOMKM.

2.1.6.5 CTbIKOBOW WOB C ABYCTOPOHHel J-o6pa3Hoii pa3genkoin ogHoi kpomku (double-J butt
weld): CTbikoBOWA OB (2.1.6.3) ¢ NOArOTOBKOW ABYCTOPOHHEW J-06pa3Hoit pasaesnku 04HOM KPOMKM.

2.1.6.6 CTbIKOBOI LWOB C O4HOCTOPOHHen U-o6pa3Hoii pa3genkoil AByx KpoMmok (single-U butt
weld): CTtbikoBoOi WwoB (2.1.6.3) ¢ NOArOTOBKO OAHOCTOPOHHel U-06pa3Hoil pasgenku ABYX KPOMOK.

2.1.6.7 CTbIKOBOW LIOB C iBYyCTOPOHHel U-o6pa3Holii pa3genkoin AByx kpomok (double-U butt weld):
CTblkoBOli WoB (2.1.6.3) c NoAroToBKOl ABYCTOPOHHER U-06pa3Holi pas3fgenku ABYX KPOMOK.

2.1.6.8 cTbIKOBOV LLIOB C OAHOCTOPOHHEN V-06pa3Holi pa3fenkoin AByX KpoMok (single-V buttweld):
CTblkoBOli WoB (2.1.6.3) c NOAroTOBKOV OAHOCTOPOHHEWR V-06pa3Hoi pa3aenku AByX KPOMOK.

2.1.6.9 cTbIKOBOW LWOB C ABYCTOPOHHE V-06pa3Hoii pasgenkoii AByx kpomok (double-V butt weld):
CTblkoBOI WoOB (2.1.6.3) ¢ NOAroTOBKON ABYCTOPOHHEW V-06pa3Hoii (X-06pa3Hoii) pasaenkm AByX KPOMOK.

2.1.6.10 cTbIKOBOI LWOB 6€3 ckoca Kpomok (square buttweld): CTbikoBoii WoB (2.1.6.3), NOAroTOBNEH-
HbIl 6e3 cKOoca KPOMOK.

2.1.6.11 yrnosoii wos (fillet weld): CBapHoit woB (2.1.1.3) TPeyrosbHOro ceYeHUs Mexay AByMms aeTa-
naAmun 1 6onee B TaBpoBOM (2.1.4.6), B yrnosom (2.1.4.9) unm B Hax/1eCTOYHOM coefuHeHun (2.1.4.7).

2.1.6.12 npo6oyHbIii woB (plug weld): CeapHoli WwoB (2.1.1.3). KOTOpPbI/i BbINOJHAETCS 3ano/IHEHNEM
npucagoyHbIM MeTaslsIoM BCEro Kpyrioro Uav npoAo/sroBaToro OTBEPCTUSA Ha OAHOW AeTanu Takum o6pasom,
4yTO6bLI COEAMHUTL ee Yepe3 OTBEPCTHE C APYrol AeTanbio.

2.1.6.13 ynnoTHAwmii wos (seal weld): CeapHoii wos (2.1.1.3), npeAgHa3HayYeHHbll B OCHOBHOM [A/15
obecneyeHns repMeTUYHOCTU C LiefIbio NPefoTBPaLLEHNS YTEUKM ras3a U XUAKocTu.

2.1.6.14 npopesHoit woB (slot weld): CBapHoii woB (2.1.1.3) MexAay OBYMS pPacnosioXeHHbIMU BHax-
necT getansamu B BUAe yrnosoro wea (2.1.6.11), BbINOMHEHHBIA N0 KOHTYPY OTBEPCTUSA B O4HOW AeTanun Takum
06pa3oM, 4Tobbl COeANHUTL ee C NOBEPXHOCTLIO APYroi AeTanu.

2.1.6.15 npepbiBUCTHIN WoB (intermittent weld): Psig y4acTkoB CBApHOro LIBA. BbIMOSIHEHHBIX C MpPO-
MeXyTkamu nofanHe coeguHenuns (2.1.4.1).

2.1.6.16 waxmaTHbI NpepbIBUCTLIN WOB (staggered intermittent weld): lByCTOPOHHWIA NPEPBLIBUCTbI
wos. (2.1.6.15), y KOTOPOro 3aBapeHHble C OAHON CTOPOHbI YHaCTKN HaxXoA4ATCA NPOTUB He3aBapeHHbIX yyacT-
KOB C ApYroii CTOPOHbI BAO/b coeAnHeHuns (2.1.4.1).

MpumeyaHue 1— Kaknpasuno, aTo yrnosbie Wsbl (2.1.6.11) B TaBPOBbIX (2.1.4.8) U H3X/IECTOUHBIX COeAnHe-
HusIX (2.1.4.7).

MpumMmeyaHne 2— LlaxmaTHbii NPepbIBUACTLIN LLOB NOkas3aH Ha pucyHke 1

1— woB; 2 — 3aroToBKa

PucyHok 1 — LlaxmaTHbIii NpepbIBUCTbIN LLIOB
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2.1.6.17 LenHoit npepbIBUCTLIA WOB (chain intermittent weld): [ABYCTOPOHHWI NPEpPLIBUCTLIA LLOB
(2.1.6.15), y KOTOpOro 3aBapeHHble (He3aeapeHHble) y4acTKu C 06eux CTOPOH PacnooXeHbl APYr NPOTUB
Apyra Bponb coegnHeHus (2.1.4.1).

MpumeyaHune 1— Kak npaBwio, 370 yr/ioBble Wwabl (2.1.6.11) B TaBpoBbIX (2.1.4.8) 1 HAXNECTOYHbIX COeanHe-
HUAX (2.1.4.7).

MpumedyaHune 2— LienHoli NpepbIBUCTLIN LLIOB NOKa3aH Ha PUCYHKe 2.

1— woB. 2 — 3aroToBKa

PucyHok 2 — LlenHoit NpepbIBUCTbI LLOB

2.1.6.18 woB mexay 3akpyrneHHow n nnockoin getanamu (fiare-bevel weld): CtbikoBoli wos (2.1.6.3)
MexXAay ABYMSI feTaNsAMu, Yy KOTOPbIX MOBEPXHOCTb Y OHOW 3akpyrnieHa, ay Apyroi naockas.

2.1.6.19 woB Mexay ABYMS 3akpyrneHHbiMu getansamu (flare-V' weld): CTbikoBoit woB (2.1.6.3) mex-
4y ABYMSA feTansiMu ¢ 3aKpyr/fieHHbIMY NOBEPXHOCTAMMU.

2.1.7 Pa3smepsbl WwWBa

2.1.7.1 wupwuHa wea (weld width): HaumeHbLLEee paccTosHMe Mexay IMHUSAMU CNIaBMEHUS Ha ILLEBO
CTOpOHe cBapHoro waea (2.1.1.3).

2.1.7.2 TonwuHa wsa (weld thickness): TonwwmHa metanna wea (2.1.2.1), Bkntoyas Nto6yto BbINyKIOCTb.

2.1.7.3 rny6uHa nponnaeneHus (fusion penetration): FnyéuHa pacnniasnsemoii noBepxHoctn (2.1.5.3)
OCHOBHOro metanna (2.1.1.7).

2.1.7.4 TonwuHa nponnaeneHus (penetration depth, deposit thickness): TonwumHa meTanna wsa
(2.1.2.1), nckniovasn No6y BbINYKNOCTb.

He pekomeHayeMmblii — TO/LLMHA CBAPEHHOro MeTanna.

2.1.7.5 katet yrnosoro wsa (leg length): PacctosHue oT akTnyeckoro nnn npegnonaraemoro nepe-
ceyeHus pacnsiaBnsieMbix noBepxHocTen (2.1.5.3) Ao rpaHuupbl yrnosoro wea (2.1.6.11) Ha pacnnaBnsieMoit
NOBUPXHUCTW.

2.1.7.6 TonwmHa yrnosoro wsa (throat thickness): TonwwuHa yrnosoro wsa (2.1.6.11).

2.1.7.7 HoMuHanbHasa TonwuHa (nominal thickness): TonwuHa, 3agaHHas B cTaHAapTax 6e3 A0MyCcKoB.

2.1.7.8 HOMMHanbHaA TonuwmuHa yrnosoro wea (nominal throat thickness): PacueTHoe 3HaueHue Bbl-
COTbl HaubosbLUEr0 paBHOGEAPEHHOrO TPEYrofibHMKA, KOTOPbIA MOXHO BMMCATb B CEYEeHWe YI0BOro LuBa
(2.1.6.11).

MpumMevyaHue 1— HomuHaMbHAs TOMLLMHA YI/IOBOTO LUBA NOKa3aHa Ha pucyHke 3, nosuupys 1

1 — noMuHanbHaa To/UWMHA yrnosoro wsa.
2 — TOoNnunHa yrnosoro wea c fl'ly60KI/IM nponnasneHnem

PricyHOK 3 — HoMUHasIbHasA TosLLpmHa YrioBoro Lsa
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2.1.7.9 TonwmHa yrnoBoro wea c rny6okum nponnaeneHnem (deep penetration throat thickness):
HomuHanbHas TonwmHa yrnosoro wea (2.1.7.8) unun adpdpekTuBHaa TonwmHa yrnosoro wea (2.1.7.10) ¢ go-
6aBneHNEM HEKOTOPOI BENNYMHBI TNy6MHbI Nponnasnexus (2.1.7.3).

MpumeuyaHne 1— TonWwmHa yra0BOro WBa C rNy6oK/M Mpor/iaBneHnemM rnokasaHa Ha pucyHkax 3 u 4. no-
3yupA 2.

2.1.7.10 acphekTMBHAA ToNwmMHa yrinosoro wea (effective throat thickness): PacyeTHoe 3HayeHune Bbl-
COTbl HaMbOo/bLIEro TPeyrosibH1Ka, KOTOPbI MOXHO BNUCaTb B ceYeHve yriosoro wea (2.1.6.11).

MpumeyaHne 1— SdcheKTMBHASA TOMLLVHA YTIOBOTO LIBA MOKa3aHa Ha pricyHke 4. nosvums 1

1— achpekTUBHASA TO/ILNHA YINOBOTO WBA; 2 — TO/MILMHA YI/I0OBOTO WBa C rNy60KMM NponnaBieHnem

PucyHok 4 — ScbchekTBHASA TOMLLMHA YI/I0BOTO LUBA

2.1.7.11 TeopeTuyeckas TofumHa yrnosoro wsa (actual throat thickness): TonwuHa yrnosoro wsa
(2.1.7.6) 3agaHHO OKOHYaTesIbHOM hopMmbl cBapHoOro wea (2.1.1.3).

MpumeyaHne 1— TeopeTuyeckas TO/LLYHA YT/I0BOrO LLBA 3aBUCUT OT BbIGPAHHOW MPOEKTHON TO/MLLMHBI Yr10-
BOro LwBa (2.1.7.12).

2.1.7.12 npoekTHas TosnwuHa yrnosoro wsa (design throat thickness): TonwwuHa yrnosoro Lsa
(2.1.7.6) .3apaHHasA KOHCTPYKTOPOM.

2.1.8 BbinosiHeHWe cBapku

2.1.8.1 cBapouHblii npouecc (welding process): KoHkpeTHbIA cnoco6 cBapky (2.1.1.1). OCHOBaHHbIi
Ha onpejeneHHbIX MeTalypruyeckmx, aNeKTpuyecknx, PU3NUecKnx, XMMNYEeCcKnX UM MexaHmuyecknx npuH-
yunax.

2.1.8.2 TexHuka cBapku (welding technique): MaHunynmpoBaHve anektpogom (2.3.8). ropesnkoi nmm
APYTYM @HasiorMyHbIM YCTPONCTBOM.

2.1.8.3 TexHUuKa «3aMoyHasa ckBaxuHa» (keyhole technique): TexHuka cBapku (2.1.8.2), npu KOTOpOii
KOHLLEHTPUPOBAaHHbI WCTOYHUK TEnnoTbl MPOHMKAET CKkBO3b M3fenve, hopMupys oTBepcTue («3amMOuHyto
CKBaXVHY») B NepegHei 4acTu CBapoOYHOi BaHHbI (2.1.2.8).

MpumevyaHne 1— OTBepCTVIe ABWXEeTCA BMeCTe C UICTOYHMKOM Tens10Tbl.

2.1.8.4 npoxog, Banuk (run, pass, bead): Metann, nepennaBneHHbIli UM HaNNaBMeHHbIV 3a 04HOKPAT-
Hoe nepemelleHne anekTpoga (2.3.8). cBapoyHoii ropenku (2.3.9) nnv ra3oBoii ropesnku.

MpumeyaHne 1— Kaknpaswuio, TEPMUH NPUMEHSAOT B OTHOLLEHWN CBApK/ CBETOBbLIM JIyUYOM.

2.1.8.5 y3knin Banuk (stringer bead): Banvk (2.1.8.4), chopmupytowmiica 6e3 cyLecTBeHHbIX nonepey-
HbIX Konieb6aHuii.

2.1.8.6 oTnyckawwmnini Banuk (temper bead): Banuk, KOTOpbIi HOpManu3yeT HUXHUE BasINKU
(2.1.8.4) u co3paeT npeaBapuTenbHbli nogorpes (2.4.13) AN nocneaywlwmnx Basukos (MpUM MHOronpo-
XO[LHOW cBapke).

2.1.8.7 Banuk Ha nnacTtuHe (bead on plate): OanHOYHbIN Banuk (2.1.8.4), BbINOMIHEHHBIA NpUCaf0YHbIM
matepuanom (2.1.10.4) Ha NOBEPXHOCTU OCHOBHOrO Martepuana (2.1.1.5).
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2.1.8.8 nepennaBneHHbli Banuk (melt run): OcHoBHOW MaTepuan (2.1.1.5), nepennaBfieHHbIi Npu
NPOXOXAEHNM MO NOBEPXHOCTU MaTepuana CBapOYHbIX UCTOYHUKOB TEMMOTbl. Takux Kak nnams. [yra, anek-
TPOHHbIV WM Na3epHbIA nyy.

MpumeyaHune 1— lMpucagouHbiii Matepran (2.1.10.4) He NCMOML3YHT.

2.1.8.9 ckopocTb nnasnexHusa (melting rate, burn-off rate): Macca wnun gnvHa anekrpoga (2.3.8), pac-
Xogyemasi B eAUHULLY BPEMEHM.

2.1.8.10 npon3BoAuTeNnbHOCTb Hannaeku (deposition rate): Macca meTanna, HannasAeHHOIo B efu-
HULY BPEMEHM.

2.1.8.11 06MLOBOYHLINA cnoit (capping run): Banuk(n) (2.1.8.4), BUAWMBIA(bIE) HA MOBEPXHOCTU
wea(oB) nocne ceapku (2.1.1.1) npu MHOTOC/OHOW CBapKe.

2.1.8.12 kocmeTuyecknin npoxon (cosmetic run, cosmetic pass): Banuk (2.1.8.4), BbINOAHSAEMbI AN
NOBEPXHOCTHOrO MepensiaB/eHns cBapHoro wea (2.1.1.3) ¢ uenblo ynyyleHns ero BHELHEro BMaa.

2.1.8.13 cnoii (layer): Cnoin metanna wsa (2.1.2.1), coctosAwuii 3 ogHoro Banvka (2.1.8.4) van
6onee.

2.1.8.14 donHuwHasn ceapka (finishing welding): MNMpoussoacTeeHHas cBapka (2.5.15), BbinoaHsaemMas ¢
Lienblo yaaneHus nuteliHbix 4edeKkTos 1 0TBEPCTUl A obecneyeHns Tpebyemoro kavectsa OT/IMBOK.

2.1.8.15 nepekpbiTne (overlap): MuHuManbHoOe paccTosHWe MexXAy KpomMkamu nnacTuH (npy Haxne-
CTOYHOM COEAMHEHNN).

MpumeyaHne 1— OnpegeneHvie TepMyHa «MepekpbITUe» Takke nprseeHo B 2.1.8.16.

2.1.8.16 nepekpbiTne (overlap): YacTb cBapoyHoro Basivka (2.1.8.4), nepennasfisemMoro cocejHUM Ba-
NNKOM (NpW MHOTOMPOXOAHON CBapkKe).

MpumeyaHne 1— OnpegeneHve TepMrHa «NepeKpbITYE» Takke npreeeHo B 2.1.8.15.

2.1.8.17 rpaHuua HapyxHoli noBepxHocTu npoxoga (bead toe): MpofgonbHas rpaHuLa mexay sanu-
Kamu (2.1.8.4) unn mexay BasiMKOM Y OCHOBHbIM MaTepuasiom (2.1.1.5).

2.1.8.18 rpaHuLa Hapy>Ho noBepxHoCcTu LWwea (weld toe): MpaHuua Mexay NOBEPXHOCTbIO CBAPHOIO
wea (2.1.1.3) 1 0OCHOBHbIM MeTas/iIoM (2.1.1.7).

2.1.8.19 kopHOBOIi c/noii, KOpHEBOI npoxop (root run, root pass): MNep.blii Banuk (2.1.8.4), Haknagbl-
BaeMmblii B kOpHe (2.1.5.7) npn MHOrocnoliHom csapHom wwse (2.1.1.3).

2.1.8.20 3anonHstowwnii cnoii (filling run): Banuk(n) (2.1.8.4). HaknagbiBaeMblli(e) nocne KOPHEBOro(blx)
npoxoga(os) (2.1.8.19) n go 3aBepLatwwero(nx) npoxoga(os) (2.1.8.11) (npu MHOrOCNOWHON cBapkKe).

2.1.8.21 nogBapouHblii Banuk (back run): MocnegHwii Banuk (2.1.8.4). HannaBnsieMbli CO CTOPOHbI
KopHsa (2.1.5.7) ceapHoro wea (2.1.1.3).

He pekomeHayeMblii — YNNOTHAOWWIA BasK.

2.1.8.22 HenpepbIBHbIA WoOB (continuous weld): CeapHoli woB (2.1.1.3), NPOTSXEHHbI BAONb BCEl
ONVHbI coeanHenns (2.1.4.1).

2.1.8.23 ogHonpoxofHasa ceapka (single-run welding): Ceapka (2.1.1.1), npu KOTOpOW CBapHOl LIOB
(2.1.1.3) BbINONHAETCA 3a 04MH npoxog, (2.1.8.4).

2.1.8.24 ogHOCTOpPOHHAA cBapka (single-side welding, one side welding): Csapka (2.1.1.1), npu KoTO-
poii cBapHoOWA WoB (2.1.1.3) BbINOMHSAETCS C OA4HOM CTOPOHbI U3aenus.

2.1.8.25 gBycTopoHHAA cBapka (both-side welding, double-side welding, two side welding): Ceapka
(2.1.1.1), npu KoTOpOIi cBapHOIA WOB (2.1.1.3) BLINONHAETCS C ABYX CTOPOH U3Aenus.

2.1.8.26 ABYCTOPOHHAA ogHonNpoxoaHas ceapka (both-side single-run welding): JByCTOPOHHSAS cBap-
ka (2.1.8.25), npu koTopoii cBapHoOl WwoB (2.1.1.3) BbINO/HAETCA 3a 04MH npoxos (2.1.8.4) ¢ Kax[0i CTOPOHbI.

2.1.8.27 BYyCTOpPOHHAA MHOronpoxogHasa ceapka (both-side multirun welding, multirun welding from
both sides): [jBycTopoHHsASA cBapka (2.1.8.25), npu KOTOPOW cBapHOIA WoB (2.1.1.3) BbINOMHAETCA 3a HECKOJIb-
KO MPOXOZ0B C KaX A0 CTOPOHbI.

2.1.8.28 mHoronpoxogHas csapka (multirun welding): Csapka (2.1.1.1), npu koTopoii npoxog, (2.1.8.4)
BbINO/IHAETCA NO NpeablAyLemMy npoxoay.

2.1.8.29 obpaTHOCTynoHuYaTas nocnepgosatenbHoCTb (back-step sequence): MocnefoBaTenbHOCTb
cBapku (2.1.8.36), Npu KOTOPOI KOPOTKME OTPe3kK Banuka (2.1.8.4) HAHOCAT B HanpaB/ieHUN, NPOTUBOMO/IOX-
HOM 06LlemMy HanpasneHuto ceapku (2.1.1.1) coeguHexus (2.1.4.1).

MpumeyaHne 1— B utore KOpoOTKME Y4acTKn 06pa3yloT HenpepbiBHbIN (2.1.8.22) Wi NPepbIBUACTLIA B
(2.1.6.15).

8
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2.1.8.30 o6paTHocTyneHuyaTas cBapka (back-step welding): TexHuka cBapku (2.1.8.36). npu KoTOpOii
KOpOTKMe oTpesku wWwaa (2.1.8.4) HAHOCAT B HanpaB/ieHWN, NPOTUBOMOIOXKHOM OOLLEMY HaMpaBEHNIO CBapPKX
(2.1.1.1) coepgunHeHus (2.1.4.1) Takum 06pa3om, YTO KOHEeL, OAHOrO y4YacTka nepekpbiBaeT Hayano npeaplay-
LLlero yyacTka.

2.1.8.31 npuxsaTtka (tack weld): CBapHoii wos (2.1.1.3) Ans chukcalum NpaBUIbLHOTO MOIOXKEHNS NOA-
nexauwux ceapke (2.1.1.1) gpetaneii n y3nos.

2.1.8.32 cBapka npuxeaTtoy4HbiMu WBamm (tack welding): BoinonHeHue npuxsaTtok (2.1.8.31).

2.1.8.33 npuxBaTouHbIit Banuk (tacking run. tacking pass): Banuk (2.1.8.4) ons yaepxaHus csapusae-
MbIX AeTaneil B NpaBu1bHOM MOJIOXEHUN A0 BbINOSIHEHNSA NOCAEAYOLWNX CBaPHbIX WBoB (2.1.1.3).

2.1.8.34 yukn ceapku (welding cycle): MonHas cOBOKYNHOCTb MPOLLECCOB, HEOBXOAUMBIX ANS BbINOS-
HeHWs CBapHOrO LUBA.

2.1.8.35 pabouyee mecTo (workplace): 3oHa, B KOTOPOIA OCyLLeCTBNSETCS AeATe/IbHOCTb paboTHMKA.

2.1.8.36 nocnepoBaTenibHOCTb HanoxeHusa WBoB (weld sequence): MNMopagoK HANOXEHNA CBaPHbIX
WwBoB (2.1.1.3) Ha nsgenuu.

2.1.8.37 nocnepgoBaTeNbHOCTb BbINO/HEHNUS NpoxoAoB (weld run sequence): MNMopAAOK BbIMOMHEHUA
npoxopos (2.1.8.4) ceapHoro wea (2.1.1.3).

2.1.8.38 BpeMeHHbI/ WoB (temporary weld): CeapHoii woB (2.1.1.3) gna kpenneHus getanu(ein) k
cBapHomy y3ny (2.1.1.4) 4nsa BPEMEHHOro WCNo/sb30BaHUS MpV NepemeLleHnn, nepesoske wan paboTte Ha
CBapHOM Yya3re.

2.1.8.39 npuBapka wnunsk (stud welding): MNMpucoegmHeHne MeTanINYeCcknx LWNUAEK U aHaNorMuHbIX
geTaneii K usgenuio.

MpumeyaHue 1— Ceapka (2.1.1.1) MOXET ObITb IyroBOiA, COMPOTUBIEHNEM, TPEHVEM WU APYTUM MPOLLECCOM
C MCMO/Mb30BaHNEM W 6€3 UCMO/b30BAHNS BHELLHEN ra30BOi 3aLyThl.

2.1.8.40 moHTaxHbIl wos (field weld, site weld): CBapHoii wos (2.1.1.3). BbINONHSAEMbIV 3a npegenamm
Lexa, kak npaBu/io, Ha MecTe MOHTaxa KOHCTPYKLUN.

2.1.9 Hannaska

2.1.9.1 HannaBka (surfacing): Hannaska maTepvana Ha MOBEPXHOCTb A1 NOMYyYEHUS HEOBXOAUMbIX
CBOWCTB 1 (M/1n) pasmepos.

2.1.9.2 HannaBka cBapkoi (overlay welding): HannaBka (2.1.9.1) ¢ nomoLbto cBapku (2.1.1.1).

2.1.9.3 TennocTtoiikas HannaBka cBapkoii (heat resistant overlay welding): Hannaeka cBapkoii
(2.1.9.2) . npn KOTOPOIi NAaKMpyOLWMiA o (2.1.9.10) cnyxuT Ana yayyweHus TeNI0CTONKOCTH.

2.1.9.4 KOppO3MOHHO-CTOlKass HansaBka cBapkoii (corrosion resistant overlay welding): Hannaska
cBapkoii (2.1.9.2), npy KOTOPOIA NnakupyLwuii cnoii (2.1.9.10) cNyXuT NS YAyULWeHUs KOPPO3NOHHON CTOi-
KoCTHW.

2.1.9.5 HannaBKa NpoMeXyTO4YHOro MmeTasnna Ha ceapusaemMble KpoMku (buttering): Hannaska csap-
Koli (2.1.9.2) ANns nonyvyeHus cneumnasbHOro nepexofa Mexay OCHOBHbIM MaTepuanom (2.1.1.5) n nocnegayto-
MMM cBapHbIMU wBamu (2.1.1.3).

2.1.9.6 HannaBka 6ydepHoro cnos Ha ceapuBaomMbie kpomku (buffering): Hannaeka npoMexyTouHo-
ro MeTasi/la Ha cBapuBaemble Kpomku (2.1.9.5) nepeg ceapkoli (2.1.1.1) pa3HOpPOAHbIX MaTepuanos.

2.1.9.7 HaBapka (building up. build up): Hannaeka cBapkoii (2.1.9.2) agna NoayyYeHUss uam BOCCTaHoBe-
HUA TpebyeMbIX pasmepos.

2.1.9.8 Hannaska TBepaoro cnos (hardfadng): Hannaeka cBapkoii (2.1.9.2) Ansa yBeNMYeHns N3HoCco-
CTOMKOCTN M (MNIM) YAAPOMPOYHOCTHU.

2.1.9.9 neHTouHan HannaB.ka (strip surfacing, strip cladding): Hannaska cBapkoii (2.1.9.2) NEHTOUHbIM
anekTpoaom (2.3.8).

2.1.9.10 nnakupyowunin cnoi (cladding): Matepuan, HannaBfeHHbI Ha OCHOBHOW mMaTepuan (2.1.1.5)
ANS co3faHnAa NnakupoBaHHOIO maTtepuana.

2.1.9.11 nnakupoBaHue (cladding process): Hannaska (2.1.9.1) ons nNonyYeHUs naakupyrowero cros
(2.1.9.10).

MpumeyaHue 1— lNnakypoBaHVie MOXET ObITb HanIaBKol cBapkoii (2.1.9.2). ropsuyeli NpokaTKol, CBapKoi
B3pbIBOM U T. 4.

2.1.10 CBapouHble pacxogyemMmble maTtepuanbl

2.1.101 cBapou4Hblli maTepuan (welding consumable): Matepuan, ncnosib3yemblii Mpu BbINOIHEHUN
ceapHoro wea (2.1.1.3).



FOCT P 58904—2020

MpumeyaHne 1— 3TOT TEPMWH BKIOHAET B cebs NpucapouHbiii matepuan (2.1.10.4) 1 BcrnoMoraTesbHbINi
matepuan (2.1.11.1).

2.1.10.2 nnaBswasncs sctaBka (consumable insert, fusible insert): MpucagouHslli matepuan (2.1.10.4),
nomMeLlaemMsblii B KopeHb (2.1.5.7) coeguHenus (2.1.4.1) go cBapku (2.1.1.1) n NONHOCTLIO Nepennasisemblii B
meTann wea (2.1.2.1).

2.1.10.3 nnasswuiica anektpos (consumable electrode): nekTpog (2.3.8). nnaesAwmiica B npouecce
cBapku (2.1.1.1) n hopmMmpytoLmMii YacTb cBapHoro waa (2.1.1.3).

2.1.10.4 npucapgouHbliit matepuan (filler material): CBapouHblii matepuan (2.1.10.1), no6aBnsemblii B
npouecce ceapku (2.1.1.1) gna coopmmpoBaHmsa ceapHoro wea (2.1.1.3).

2.1.10.5 npucapouHbIn npyTok, cBapoyHblii npyTok (filler rod, rod. welding rod): NMpucagoyHbIi maTe-
puan (2.1.10.4) B chopme CTEPXKHSA, KOTOPbIA MOXET ObITb HACTbI0 CBAPOYHON Lienu.

2.1.10.6 cnnowHoi npyTok (solid rod): CnnowHoi npucagoyHslili npyTok (2.1.10.5) TBEpAbI, He SBNS-
IO MIACS YacTblo CBAPOYHON Lienu.

2.1.10.7 npucagoyHasn nposonoka (filler wire): MpucagouHblii matepman (2.1.10.4) B BUAE NPOBOIOKY,
KOTOPbIA MOXET BbITb YaCTbl0 CBAPOYHON Lienu.

2.1.10.8 dnroc (flux, welding flux): B OCHOBHOM HemeTanIM4yeckuii BCMOMOraTesibHbIi MaTepuan
(2.1.11.1) . npumeHsieMbIli AN XMMUYECKON OUYNCTKN NOBEPXHOCTEW coefmHeHus (2.1.4.1), npefoTBpalleHus
aTMOCEPHOro OKNCNEHUS, YMEHbLUEHNA KONMYeCcTBa BK/IIOYEHWUI WK yAanleHns npumecein B Bufe Luiaka
(2.1.10.9) Ha noBepxHOCTL.

2.1.10.9 wnak (slag): HemeTannnyeckoe BelwecTso, obpasyolieecs B pesynbTare naaBneHUs NoKpbl-
TMsA anektpoga (2.3.8) wnn chroca (2.1.10.8). KOTOpOE 4aCTUYHO WM MOJIHOCTLIO MOKPbIBAET MEeTasll LiBa
(2.1.2.1) nocne ero 3aTBepAeBaHuUs.

2.1.10.10 3awmnTHbIiA ras (shielding gas): a3. ucnonb3yemslii 418 NpefoTBPaLLEeHNS WM YMEHbLLEHWS
BPELHOro BAVSAHUA OKPYXaloLero so3ayxa.

2.1.10.11 nnakupoBaHHasa cTanb (clad steel): Hepa3bemHoe coeanHeHne ABYX MeTanoB unn 6onee,
NoJIy4YeHHbIX NnakupoBaHuem (2.1.9.11).

MpumeyaHune 1— OCHOBHbIM MeTa/I0B.» (2.1.1.7) BCErpa ABNAETCA CTaslb.

2.1.10.12 npokanusaHue (baking): Harpes cBapouHbix MaTepuanos (2.1.10.1) ons nonyyeHusa onpege-
NIEHHOro YpoBHA AMddY3MOHHOI0 BOAOPOAA B MeTasisie cBapHoro wea (2.1.2.1).

MpumeyaHne 1— Kaknpasusio, NpokasiMBaHWe BbINOMHAETCA NPOU3BOAUTENIEM MaTEPUasIOB.

2.1.10.13 cywka (drying): Harpes cBapouHbIx MaTepuanos (2.1.10.1) gna yganeHus snaru.

2.1.10.14 cywmnnbHas neys (drying oven): Harpetas kamepa, B KOTOPOI CyLIaTCA CBapOYHble MaTepu-
anbl (2.1.10.1) Ans yaaneHns snarv unv npefoxpaHeHus ot snaru.

2.1.11 CsBapoyHble maTepuansl

2.1.11.1 BcnomoraTtenbHbIn maTepuan (auxiliary material): CBapouHbllii matepuan (2.1.10.1). He sBNns-
loLLMIACS YacTbio TOTOBOrO cBapHoro wea (2.1.1.3).

MpumeyaHne 1— BcnomoraresbHbIMY MaTepuanamv SBISOTCS 3aluTHble Tasbl (2.1.10.10). domtock! (2.1.10.8)
uT. o,

2.1.11.2 razoBa#n 3awuTa (gas shield): Mazosas cpega BOKpyr 30HbI WBa (2.1.2.3) 4N 3alnThl CBApOY-
HOI BaHHbI (2.1.2.8) OT BPeAHOro B/IMSHUS OKPYXatoLLLero Bo3ayxa.

2.1.11.3 nocnepytowas rasosasa 3awura (trailing gas shield): JononHutensHas nogava 3awmUTHOrO
rasa (2.1.10.10) gns 3awuTbl cBapHOro wsea (2.1.1.3) 1 30Hbl CBapK/ BO BPEMS OX@XAEHWS.

2.1.11.4 ra3-HocuTenb (carrier gas): [a3. UCNosb3yemblil A8 Nojayn MeTassiMyeckoro nopollka B cBa-
pouHylo BaHHy (2.1.2.8).

MpumeyaHne 1— TUNNYHBIMU ra3amMu-HOCUTENAMM ABNAKOTCA a30T, rennii n aproH.

2.1.11.5 noaknagka (backing): MeTann, dntoc (2.1.10.8) nnu ras, KOHTaKTUPYHOLLMiA ¢ 06paTHOli CTOpPO-
HOW coegnHeHns, NOAroTOBIEHHOrO NoA cBapky (2.1.5.2).

2.1.11.6 ras, 3awmuarWwnin obpaTtHyto cTopoHy wea (backing gas. root gas): a3, ncnonb3yemblii 4ns
rasosoii nogknagkn (2.1.11.7).

2.1.11.7 ra3zoBas nogknagka (gas backing): Noaknagka (2.1.11.5) ¢ ucnonb3osaHveM rasa, npuMeHsie-
Masi B OCHOBHOM /19 NpefoTBpaLleHns OKUCEHUS.

2.1.11.8 3awnTHbIN ras3 nogaysku (purging gas): a3 4ns yganeHus Bosgyxa vn3 nosioin o6nactu ¢ ero
nocneaylowmm Ucnonb3oBaHWEM B KayecTBe ra3oBoi nogknagkm (2.1.11.7).

o
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2.1.11.9 dnoc ana noaknagku (backing flux): ®ntoc (2.1.10.8). ucnonblyemblii Ana OCOBONA Noj-
Knagkm (2.1.11.10).

2.1.11.10 dhnocoBas nopknagka (flux backing): Mogknagka (2.1.11.5) ¢ ucnonb3oBaHueM dhoca
(2.1.10.8) B ocHOBHOM /17 Npef0TBPaLLEHNA OKUCIEHUS.

MpumeyaHue 1— BcBapke nog diocom diocoBas NOAKNaAKA NO3BOSET YMEHbLUMTL PUCK BbITEKAHUS CBa-
POYHOI BaHHbI (2.1.2.8).

2.1.11.11 meTvannuyeckas nogknagka (matenal backing): Moaknagka (2.1.11.5) ¢ ucnonb3oBaHuem
mMaTtepuana gnsa yaepxaHusa pacnniaBfieHHoro metanna wea (2.1.2.1).

2.1.11.12 ocTatouwasca nogknagka (permanent backing): Metannuyeckaa nogknagka (2.1.11.11), ko-
Topas He yganseTcsa nocne ceapku (2.1.1.1).

MpumeyaHne 1— MOXET YaCTUYHO pacnIaBNATLCA UK HE pacn/iaBATLCA.

2.1.11.13 ypansaemas nogknagka (temporary backing): Metannuyeckas nogknagka (2.1.11.11), koto-
pas ypansietcsa nocne csapkv (2.1.1.1).

2.1.11.14 BBOAHas nnaHka (run-on plate): MeTannuueckas getanb, CTbiIkyeMas B Hauyasne coenHeHus
petaneii (2.1.4.1), ANs NONyYEHUsI NOMHOTO CEYEHUsI cBapHOro Wwea (2.1.1.3) B Havasle coeguHeHus.

2.1.11.15 BbIBOAHaA nnaHka (run-off plate): Metannunueckas getasnb, CTbikyeMasi B KOHLE COeAUHEHUSA
petaneii (2.1.4.1). 4nsA Nosy4eHUs MOMHOIO ceyYeHust cBapHoro wea (2.1.1.3) B KoHUe CoeANHEHUS.

2.2 WcnbiTaHus

2.2.1 OCHOBHble ucnbITaHUA

2.2.1.1 nccnepoBaHNs MakKpoCTPYKTYpbl (macroscopic examination): VccnegoBaHue obpasua Ans
ucnbiTaHnii (2.2.1.6) HEBOOPYXEHHbLIM F1a30M UW MPY MasioM yBeMYeHU (B OCHOBHOM Huxe 50x) ¢ TpaBne-
Hvem unu 6e3 TpaBneHus obpasua.

2.2.1.2 nccnepoBaHve MUKPOCTPYKTYPbI (microscopic examination): ViccnegosaHne obpasua ans uc-
nbiTaHnii (2.2.1.6) c NOMOLLLI0 MUKPOCKONa, NpY YBE/IMYEHNWN B OCHOBHOM OT 50x o 500X C TpaBneHwem nnm
6e3 TpaBneHua obpasua.

2.2.1.3 ncnbiTaHWe HannasneHHoro metanna (all-weld metal test): WcnbitaHue gns onpegenexvs
CBOICTB HannaBfeHHoro metanna (2.1.2.7).

2.2.1.4 obpasey, HannaBneHHoro mMetanna (all-weld metal test specimen): O6pasew, AN UCNbITAHWIA
(2.2.1.6) c HannaBneHHbIM MeTasI/IoM WBa (2.2.1.7) Ha NCNbITYEMOM y4acTKe.

2.2.1.5 ncnbiTaTenbHblli 06pasel (test piece): CBapHOe coefMHEHUE, NpeAHa3HaYeHHoe A5 UChbl-
TaHWA.

2.2.1.6 obpaseuy Ana ucnoiTaHuii (test specimen): JeTanb Win yyactok, Bbipe3aHHas(blii) U3 ncnbiTa-
TenbHoro obpasua (2.2.1.5) 4nA KOHPEeTHOro paspyLuaroLLero ucnbitadns (2.2.3.1).

2.2.1.7 ncnbiTaTenbHaa opraHusaumnsa (testing organization): Co6CcTBEHHas UM CTOPOHHAS OopraHu3a-
M. npoBoAsllas paspylatwlme ncnbitTaHns (2.2.3.1) niv HepaspyLuarLwmii KOHTPonb (2.2.4.1).

2.2.2 VicnblTaHNA Ha cBapMBaeMOoCTb

2.2.2.1 ncnbiTaHMe Ha CKNOHHOCTb Kk o6pa3oBaHuio TpewmnH (cracking test): McnbiTaHne Ha CKMNOH-
HOCTb MeTasna wea (2.1.2.1) namn ocHoBHOro MeTasina (2.1.1.7) kK 06pa3oBaHMI0 TPELLUH.

2.2.2 2 ncnblTaHne Ha CKNOHHOCTb K 06pa3oBaHunio XonoaHblx TpewunH (cold cracking test): Mcnbl-
TaHue Ha CK/IOHHOCTb K 06pa3oBaHuio TpeLrH (2.2.2.1) ¢ uenbio onpegeneHns CKIOHHOCTW CBapHOro coeau-
HeHus (2.1.4.2) k 06pa3oBaHWIo XONOAHbIX TPELLMH.

2.2.2.3 ucnbiTaHne Ha CKIOHHOCTb K 06pa3oBaHuio ropsauunx TpewunH (hot cracking test): UcnbitTaHue
Ha CKMOHHOCTb K 06pa3oBaHmnio TpewuH (2.2.2.1) ¢ uenblo onpegeneHns CKIOHHOCTW CBapHOro CoeanHeHNs
(2.1.4.2) Kk 06pa3oBaHUI0 TOPSAUNX TPELLVH.

2.2.2 4 ncnblTaHHbI cBapouHblili maTepnan (tested welding consumable): CBapouHblii MaTepuan
(2.1.10.1) wmnn KOMGUHALMA CBAPOYHbIX MATEPMAsIOB, UCMbITAHHLIX B COOTBETCTBUM CO CTaHAapTamu Ha uc-
NbITAHNS CBAPOYHbLIX MaTepuasos.

2.2.3 MexaHunyeckue ncnblTaHnsa

2.2.3.1 paspywatouime ucnbitaHnsa (destructive testing): WcnbitaHusa, nposogvMblie AN 06Hapyxe-
HWA BHYTPEHHUX WK NOBEPXHOCTHbIX AedekToB (2.1.3.1) uan OLEeHKN MexaHUYecknx v MeTannypruyeckmx
CBOICTB MeXaHU4ecknM cnocoboMm, KOTOpbIi NPUBOAUT K paspyLUeHno MaTeprana.

2.2.3.2 ucnbiTaHue Ha 3arub nuueBoi ctopoHbl Wea (face bend test): MicnbiTaHne Ha 3aru6, Npum Ko-
TOPOM NMLeBas CTOpoHa cBapHoro wsa (2.1.1.3) pactaHyTa.

1n
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2.2.3.3 o6pasel A48 McnbiTaHUA Ha 3arn6 nuuesoli cTopoHsbl WBa (face bend test specimen): O6-
paseL Ana ucnoitaHuii (2.2.1.6), ucnosib3yeMblid A1 UCNbITaHWUSA Ha 3arnb /IMLEBO CTOPOHBI WBa (2.2.3.2).

2.2.3.4 ncnbiTaHue Ha 3armb kopHa (root bend test): WcnbiTaHne Ha 3armb, Npu KOTOPOM KOPEHb
(2.1.5.7) csapHoro wsa (2.1.1.3) pacTaHyT.

2.2.3.5 obpasey ansA ucnoiTaHUsA Ha 3arnb KopHs (root bend test specimen): O6pasew, 419 UCNbITaHWi
(2.2.1.6), npefHa3Ha4YeHHbI 4718 UCnbITaHus Ha 3arnb kopHs (2.2.3.4).

2.2.3.6 ucnoiTaHne Ha 60koBoli 3arn6 (side bend test): VicnbiTaHne Ha 3arn6, NpyM KOTOPOM MOBEPX-
HOCTb MONEepeyvHOoro ceveHns ceapHoro wea (2.1.1.3) pactaHyTa.

2.2.3.7 obpasey gna ncnbiTaHusa Ha 6okoBoit 3armb (side bend test specimen): O6pasey 4NA UCMbI-
TaHwWii (2.2.1.6). ucnonb3yemblil ANA UCMbITAHUA Ha 60koBoOW 3arn6 (2.2.3.6).

2.2.3.8 npofonbHbIl 06pasel ana ncneiTaHusa Ha 3arn6 (longitudinal bend test specimen): O6pasel,
AN ucnbiTaHuin (2.2.1.6) Ha 3armb, KOTOpbIA AeNMTCA NPOAO/IbHLIM CBapHbIM WBoMm (2.1.1.3) nononam.

2.2.3.9 nonepeuyHblii o6pasel 4na ucnbiTaHua Ha 3arn6 (transverse bend test specimen): O6pasel,
ANs ucnbiTaHuin (2.2.1.6) Ha 3arnb, KOTopblli 4ENNTCS NONEepeYHbIM CBapHbIM WBoM (2.1.1.3) nononam.

2.2.4 Hopaspyliawllwmnii KOHTPOb

2.2.4.1 Hepaspywatwumnit KOHTponb (non-destructive testing): OnpeaeneHne cooTBETCTBUS MaTepua-
na vnu getanu nx HasHauyeHuio MeToAamMu, He 0KasblBalLWUMy BAUAHUS HA PaboTOCMOCOGHOCTb.

2.2.4.2 vupukaymsa (indication): OTobpaxeHve UM curHasa oT HEeCNJIOWHOCTU (419 HepaspyLualLwero
KOHTpO/IA).

2.2.4.3 nuHeiiHasa nHgukauusa (linear indication): NHankaumsa (2.2.4.2), AnvHa KOTOPO 6onblue Tpex-
KPaTHOM LUMPUHbI (815 HepaspyLLaloLLero KOHTPos).

2.2.4.4 HenuHeliHasa nHankauus (non-linear indication): ngukaumsa (2.2.4.2), gnvHa KoTopoii He 60/b-
Lle TpexKpaTHON WWPWHbI (418 Hepa3pyLlaoLwero KOHTPos).

2.2.4.5 ypoBeHb KOoHTpons (testing level): CTteneHb TwaTesbHOCTN M MOSHOTLI BbibOpa napameTpoB
HepaspyLlatoLero KoHTpons (2.2.4.1).

2.2.4.6 ypoBeHb oueHku (evaluation level): YpoBeHb KOHTPONS, Bbllle KOTOPOro OLEHUBAETCA UHAUKA-
uus (2.2.42).

2.2.4.7 ypoBeHb perucTtpauum (recording level): YpoBeHb oueHkn (2.2.4.6), HauMHas ¢ KOTOPOro perun-
cTpupyeTcs uHgukauus (2.2.4.2) (o9 HepaspyLualoLLero KOHTposs).

2.3 CBapo4Hoe obopyaoBaHue

2.3.1 cBapouHoe ob6opygoBaHue (welding equipment): O6opyaoBaHWe, WCNOAbL3yeMOe B CBapke
(2.1.1.1).

MpryMep — VNCTOYHNK MM T aHunsa, noAaLwnii MexaHusm u T. 4.

2.3.2 cBapouHblii mogynb (welding unit): CBapouHas ycTaHoBka (2.3.3), Bk/IvaloLas BcnoMmoraresb-
Hyl0 annapaTypy.

Mpumep — KOHAYKT OpbI, 3aXMMHble Npucnocobnexnns, po6oT(bl). MaHunynaTopsl (2.3.4) n BpaliaroLim-
eca MexaHu3Mmbl.

2.3.3 cBapoyHas yctaHoBka (welding installation): Komnnekt o6opynoBaHus, ucnonb3yemblii Ans
cBapkm (2.1.1.1) n cocTosiwuiA M3 cBapoyHOro obopygoBaHua (2.3.1) 1 NpuHagnexHocTeld ana ceBapku
(2.3.5).

2.3.4 maHunynatop (manipulator): YCTpPONCTBO ANA KPENaeHNs, Hak/1oHa 1 BpaLleHns 3aroToBKU B HYX-
HOM NOJIOXEHUN.

2.3.5 npuHagnexHocTn ansa ceapku (welding accessories): BcnomoraresnbHble n3genus, Ucnosb3ye-
Mble Ans cesapku (2.1.1.1).

Mpumep — CBapoyHble NUCTONEThl, CBAPOUHbIE FO/10BKM, Fra3oBble 6anoHbl, kabenu, cBapoUHble ropen-
kun (2.3.9), annapaTypa, obecneunsatoLian 6esonacHocTb paboThbl, U T. 4.

2.3.6 cBapoOYHbIli reHepaTop nepeMeHHoro Toka (a.c. welding generator): CBapoUHbIli reHepaTop, Bbl-
pabaTbiBalOLLWii NEPEMEHHBINA TOK.

2.3.7 cBapoYHbIii reHepaTop NocTossHHOTo Toka (d.c. welding generator): CBapoYHbIii reHepaTop, Bbl-
pabaTbiBaloLLWii NOCTOAHHbIW TOK.

2.3.8 anextpop (electrode): letanb, nepegatwlian aHepruo mMetany Ansa OPMUPOBaHUSA CBApPHOTO
wea (2.1.1.3) unn BbINONHEHUSA pe3a.
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239 cBapoyHas ropernka (torch): YcTpoiicTBo nepegaun fyre Bcex CPeAcTB, HEOOXOAWMbIX ANA Bbl-
nonHeHusa ceapku (2.1.1.1), pesku 1 poACTBEHHbIX NPOLLECCOB.

Mpumep — Tok, ras, oxnaxaawLwas XUaKocThb UM NPOBOMOYHbINA 3nekTpos (2.3.8).

2.4 MapameTpbl CBapKu

2.4.1 napameTpbl cBapku (welding parameters): [laHHble, HEOOXOAUMbIE AN BbINO/IHEHWS CBapKu
(2.1.1.1) cornacHo onpeaeneHHoli npoueaype ceapku (2.5.3).

MpumeyaHue 1— MNpumepamn NapamMeTpPOB CBapKU SBISIOTCS: CBapoUHble Mareprasbl (2.1.10.1). cBapOYHbIii
TOK. CBApOYHOE HanpshkeHue, CKOPOCTb NepeMeLLeHuns (2.4.7). Bpemsi, TeMnepatypa fjo v Nocne Nojorpesa, MeXcoiHas
Temneparypa (2.4.12) n nocnefoBaTeNbHOCTb HaIoKeHVst LWBOoB (2.1.8.36).

2.4.2 napameTp cBapku (welding variable): MapameTp, BANSIOWMIA HA XapaKTEPUCTUKA CBApPHOrO CO-
eauHeHus (2.1.4.2).

2.4.3 cBapouHble gaHHble (welding data): YncneHHble 3HaYeHs napameTpoB cBapku (2.4.2).

2.4.4 ocHoBHOW napameTp (essential variable): CBapouHblii napameTp (2.4.1). Tpebywuwmii aTTecTa-
L.

2.4.5 BcnomoraTenbHblii napameTp (non-essential variable): CBapouHblii napameTp (2.4.1), BKIOYEH-
HbIl B TexHU4eckne TpeboBaHuMs K npoLeaype ceapku (2.5.4), HO He TpebyloLwuii aTTecTauum.

2.4.6 ckopocTb cBapku (welding speed): [jivHa 04HONPOXOAHOIO NIV MHOTOMPOXOAHOTO CBAPHOTO LWBa
(2.1.1.3). BbINONHAEMOTO B €AVHULYY BPEMEHMN (415 CBApPKU NnasBneHneM).

2.4.7 ckopocTb nepemelieHus (travel speed): CKopocTb NnepemeLLeHnss UCTOYHUKA TeNNO0Tbl OTHOCU-
TenbHO usgenusa(ni).

2.4.8 Bpema csapku (welding time): Bpems, Tpebyemoe ans BbINoSHEHWS cBapHoro wea (2.1.1.3). 3a
UCKMIOYEHNEM NOArOTOBUTESbHBIX U 3aK/THUUTENbHbIX OnepaLmii.

2.4.9 Bpems 3agepxkn (dwell time): Bpemsi, B TeUeHne KOTOPOro UCTOYHMK 3HEPIMM 3afepXrBaeTcs Ha
MecTe Ha KaxXAoM KonebaHun (418 CBapku nias/eHneM).

2.4.10 noroHHas aHeprua (heat input): SHeprus, BBeAeHHasA B 30HY LUBa BO Bpems cBapku (2.1.1.1).

MpumeuvaHne 1— Kaknpasusio, NOroHHas 3HEPrusi OTHOCUTCA K eAVHULIE [NIHbI.

2.4.11 Bpemsa Harpesa (heat time): MpofoMXUTENBHOCTL KaXA0ro MMMybca ToKa.

2.4.12 mexcnoitHasa Temnepatypa (interpass temperature); Temnepartypa nocnegHero sanuka (2.1.8.4)
MHOrOC/10/AHOr0 cBapHoro waea (2.1.1.3) u npunerawLyeil 30Hbl 0OCHOBHOTO MeTasnna (2.1.1.7), uamepeHHas He-
nocpeAcTBEHHO nepef BbINOMIHEHNEM CNEeYIOLLEro BasnKa.

MpumeyaHne 1— Kaknpasuso, ycTaHaBMBaOT MakCMMaslbHOe 3HayYeHne 3TOl Temneparypbl.

2.4.13 npegBapuTenbHblil nogorpes (preheating): Mogorpes cOOTBETCTBYHIOLLEN 30HbI 3aroTOBKU ne-
peg cBapkoii (2.1.1.1) no Temnepatypbl nNpegsapuTensHoro nogorpesa (2.4.14).

2.4.14 Temnepatypa npeasaputenbHoro nogorpesa (preheat temperature, preheating temperature):
TemnepaTypa 3aroToBkv B 30He wwBa (2.1.2.3) HenocpeACTBEHHO nepef onepauueli ceapku (2.1.1.1).

2.4.15 noppepxuBaemas TemnepaTtypa npefsapuTenbHoro nogorpesa (preheat maintenance
temperature): MuHMManbHasa Temnepatypa B 30He wBea (2.1.2.3). koTopasa Ao/HKHA NogaepXnsaTbcs B c/yvyae
npepbiBaHnsa ceapku (2.1.1.1).

2.4.16 TepMmuyeckas obpaboTka nocne cesapku (post-weld heat treatment): Harpes cobpaHHOro y3na
nocne ceapku (2.1.1.1) n navikn unu Harpes getaneli nocne TEPMUYECKOro HanbIIEHNA UMW PE3KN.

MpumeyaHue 1— Tepmuueckyto 06paGoTKy NOC/E CBAPKY MPUMEHSIOT /151 CHATUS HANPSHKEHUIA.

2.5 PykoBOACTBO CBapKOii, NepcoHan u opraHusayms

2.5.1 koopanHauusa B ceapke (welding coordination): KoopanHauus npon3BoACTBEHHbIX onepauumii Ans
BCEX cnoco60B cBapku (2.1.1.1) 1 cBsA3aHHbIX CO CBapKOl paboT.

2.5.2 koHTpoNb cBapku (welding inspection): OueHka COOTBETCTBUA NapamMeTpoB cBapku (2.4.2) nytem
HabMIOAEHNS U 9KCNEPTU3bl, CONPOBOXAAEMbIX U3MEPEHUAMMN WU UCTIBITAHUAMMU.

MpumeyaHue 1— KOHTPO/b CBapKM ABISIETCA YaCTbIO koopayHauuu B cBapke (2.5.1).
2.5.3 npouepaypa cBapku (welding procedure): 3agaHHblii NOPSAOK AEACTBUIA NPY BbIMOSIHEHUW CBap-
Horo waea (2.1.1.3), Bk/IOYas cBapouHblii(bie) npouecc(bl) (2.1.8.1), npumeHsemMble MaTepuasbl, CBapoyHble
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maTtepuansl (2.1.10.1), NoAroTOBKY KPOMOK, NpeaBapuTenbHblii nogorpes (2.4.13) (ecnu TpebyeTcs), MeTos U
KOHTpO/b cBapku (2.1.1.1) n TepMuyeckoit 06paboTkn nocne ceapku (2.4.16) npu HEO6XOAMMOCTU, HadNexa-
wee obopygosaHue.

2.5.4 TexHnuyeckne TpeboBaHua K npoueaype ceapkun; WPS [welding procedure specification (WPS)):
3a40KyMeHTNpPOBaHHble TPeboBaHUs, KOTOpble GblN aTTeCcTOBaHbl U cofdepxaT HeobxoAuMble napameTpbl
npoueaypbl cBapku (2.5.3). obecneymsaroLle NOBTOPSAEMOCTb €€ BbINO/IHEHNA BO BPEMS MPON3BOLCTBEHHOM
cBapku (2.5.15).

2.5.5 TexHuyeckne TpeboBaHMs K cTaHAapTHOW npoueaype cBapku (standard welding procedure
specification): TexHuueckne TpeboBaHusa K npoueaype ceapku (2.5.4). atTectoBaHHble aKkcnepToM (2.5.29) unam
3KCMEePTHbIM opraHom (2.5.30) nyTeM McnbiTaHWii NpoLeaypbl cBapku (2.5.7), He CBA3AHHbIX C NPOM3BOAUTENEM.

MpumeyaHue 1— CraHgapTHas npoLeaypa CBapku MOXET GbITb 4OCTYMHA SII0GOMY MPOV3BOAVTENIO.

2.5.6 npepBapuTenbHble TexHuYeckne TpeboBaHMA K npouepype csapku; pWPS (preliminary
welding procedure specification. pWPS): [lokyMmeHT, cofepxallnii napaMmeTpbl npoueaypbl cBapku (2.5.3), ko-
Topas Aos/HKHa 6bITb aTTecToBaHa.

2.5.7 ncnbiTaHna npouenypsbl ceapkn (welding procedure test): Ceapka (2.1.1.1) un ucnbiTaHue cTaH-
JapTHOro ucneiTatenibHoro obpasua (2.2.1.5) B COOTBETCTBUM C NpeABapuTe/ibHbIMU TeEXHUYeckumn Tpebosa-
HUAMW. NpeabsaBASeMbIMU K Npoueaype ceapku (2.5.6), ¢ uenbio atrectauuy npouenypbl ceapku (2.5.3).

2.5.8 ponpoun3BoOACTBOHHOE MUCNbiTaHue cBapku (pre-production welding test): VcnbiTaHue Ha cBa-
pvBaemMoCTb, MMEILLee TO Xe Ha3HayeHne, YTo 1 NCnbiTaHne npoueaypbl cBapku (2.5.7), HO OCHOBaHHOE Ha
HecTaHAapTHOM McnbiTaTeslbHOM 06pasue (2.2.1.5), xapakTepHOM AN NPOM3BOACTBEHHbIX YC/TOBUNA.

2.5.9 dbyHkumMoHanbHoe ncnboiTaHue (function test): VcnbiTaHne ceapoyHoro moayns (2.3.2), nposo-
AVMOe B COOTBETCTBUM C TEXHUYECKUMU TpeboBaHMAMMN K npoLeaype ceapku (2.5.4).

2.5.10 ncnbiTaHNA NPON3BOACTBEHHOTO ob6pasua (production sample testing): VcnbiTaHne cBapHbIX
n3genuii, oTobpaHHbIX U3 HEMPepPbIBHOTO NPOU3BOACTBA.

2.5.11 npoussogcTBeHHOe wucnbiTaHne (production test): CBapouHoe uUCnbITaHWe, NPOBOAUMOE A0
NpOM3BOACTBAa WU BO BPEMS MpepbiBaHNS NPOM3BOACTBA, B NPOM3BOACTBEHHbIX YC/I0BMAX C MOMOLLbIO CBa-
poyHOro moayns (2.3.2) Ha peasibHOl NPOAYKLUUM WKW HAa YNPOLLEHHbIX UCMbITaTe/IbHbIX 06pasuax (2.2.1.5).

2.5.12 npoTokon atTecTauuu npouepypbl ceapku; WPQR [welding procedure qualification record
(WPQR)]: MNpoTokon, cogepxaliuii Bce Heobxogmmble AaHHble ANA aTTecTaummn npeaBapuTesibHbIX TeXHUYe-
CKux TpeboBaHuii K npoueaype ceapku (2.5.6).

2.5.13 HaKoN/IeHHbI cBapouYHbIi onbIT (previous welding experience): OnbIT, NOATBEPXAEHHBIA faH-
HbIMW MCNbITAHWI, KOTOPbIE NOKAa3bIBAIOT, YTO YCTAHOB/IEHHbIE Npoueaypbl cBapku (2.5.3) B yc/oBuax npous-
BO/CTBEHHOI cBapku (2.5.15) fatoT BO3MOXHOCTbL NociefoBaTeslbHO MoslyyaThb LBbl TpebyemMoro kayectsa B
TeyeHve onpeAeneHHOro nepmoja BpeMeHu.

2.5.14 ycnosus cBapku (welding conditions): YcnoBusi, npy KOTOPbIX BbIMNOIHAKOTCA CBaPHbIE LUBbI.

MpumeyaHne 1— YcroBys CBapKn MOTYT BK/IHOHaTb B ce6s chakTopbl OKpyXatoLweit cpefbl (Hampumep, no-
rogy). CTpecc 1 3proHoMMyeckue hakTopbl (HanpuMep, LLyTW. Xapy, CTECHEHHbIE YCI0BUS pabOoTbl) U GhakTopbl, OTHOCS-
LLIIeCs K 3aroToBKam [HanpumMep, OCHOBHOI MeTasn (2.1.1.7), NoAroToBKy CoeAHeEHNs Nog, ceapky (2.1.5.2) n npoueaypy
cBapkm (2.5.3)].

2.5.15 npon3BoacTBeHHas cBapka (production welding): CBapka (2.1.1.1), BbiMoNHAeMas Npv U3roTos-
NIEHNN KOHCTPYKLMMN [0 €e OKOHYaTe/IbHOW ciaunm KOHEYHOMY MOTPeGUTento.

2.5.16 pabouas uHcTpykumna (work instruction): YnpolleHHble TeXHUYeckme TpeboBaHus K npoueaype
cBapku (2.5.3) gns HenocpeACTBEHHOTO NPUMEHEHNS Ha NMPOU3BOACTBE.

2.5.17 ypoBeHb kayecTBa (quality level): Onucanve kayectBa csapHoro wsa (2.1.1.3) Ha ocHoBe Tuna,
pasmepa 1 KomyecTBa yCTaHOBJ/IEHHbIX AedekToB (2.1.3.1).

2.5.18 o6nacTtb atTectauun (range of qualification): IHTepBan atTectauun a8 OCHOBHbIX NapamMeTpoB
(2.4.4).

2.5.19 npurogHocTb K npumeHeHuto (fitness-for-purpose): Cnoco6HOCTb NPoAyKTa, npouecca unm yc-
NYTV CNYXUTb ONpeAeneHHoN Lenmn B KOHKPETHbIX YCI0BUSIX.

2.5.20 cepusa (batch): Habop U3 0AHOW MAN HECKONBKUX €AWHWL, NMPOAYKL MW, N3TOTOB/EHHBLIX 3a OAWH
NPOV3BOACTBEHHbIW LUK/,

2.5.21 cepus cBapHbix WBOB (weld batch): Heckonbko LWBOB, BbINOSHEHHBLIX OAHVUM U TEM Xe CBap-
WMKkoM (2.5.24) unn ceapLukom-onepatopom (2.5.25) ¢ npuMeHeHnem ofHOI U TOM Xe npouenypbl CBapku
(2.5.3).
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2.5.22 kanuduumnposaHHoe nuuo (qualified person): /IMuo, KOMAETEHLUN N 3HAHWUA KOTOPOro nosy-
YyeHbl B pesynbTare 06pas3oBaHns, 06yyeHns v (MNn) COOTBETCTBYIOLLLErO NPakTMYecKoro onbiTa.

MpumeyaHne 1—[Ns AEMOHCTPALMM YPOBHSA KOMMETEHLWM 1 3HAHMI MOXET NOTPeboBaTLCS aTTECTALWOHHOE
UCTIbITaHVE.

2.5.23 koopguHaTtop ceapku (welding coordinator): KsanuduuymposarnHoe nuuo (2.5.22). oTBeTcTBEH-
Hoe 3a KoopZauHauuio B cBapke (2.5.1).

2.5.24 ceapuuk (welder): Nlnyo, KoTOpOE AEPXUT B pyke M MaHWNynupyeT fepxareneMm asnekTpofa
(2.3.8). cBapoyHoOi ropesnkoii (2.3.9) unu rasoBoii ropenkoii Bo Bpemsi ceapkmu (2.1.1.1).

2.5.25 cBapuuk-onepartop (welding operator): /lnyo, KoTopoe KOHTPOAUPYET UK perynvpyeT nio6oi
CBapoYHbIn napameTp (2.4.1) Npu NOMHOCTBIO MexaHusmpoBaHHo!i (2.1.1.10) unmM aBTOMaTUYeCKOl cBapke
(2.1.1.12).

2.5.26 Hanapuuk cBapoyHoro o6opygposaHus (weld setter): /lnyo, KOTOpoe ycTaHaBNMBaET CBAPOYHOE
o6opygosaHve (2.3.1) AN NOHOCTbI0 MexaHn3mpoBaHHo (2.1.1.10) unm aBTomaTuueckol ceapkm (2.1.1.11).

2.5.27 npon3BoAcTBeHHas opraHusaumsa (manufacturing organization): CBapouHblii Lex u (unu) nno-
Lajaka. KoTopbli(as) HaxoAWUTCS Nog eAUHbIM TEXHUYECKUM YnpaB/ieHWeM 1 ynpas/ieHemM KayecTBOM.

2.5.28 cBapou4Hblii kKoHTponep (welding inspector): KBanuduruymposanHoe nunuo (2.5.22). oTBeTCTBEH-
HOe 3a KOHTPONb cBapku (2.5.2).

2.5.29 akcnepT (examiner): /UL, Ha3Ha4YeHHOE 418 NMPOBEPKMN COOTBETCTBUS MPYMEHSEMOMY CTaHAapTy.

MpumeyaHune 1— BonpeaeneHHbIX cnyyanx MOXeT NpuB/eKaTbcs BHELLHUIA HE3aBUCUMBIiA 3KCnepT.

2.5.30 akcnepTHbI opraH (examining body): OpraHusauus, Ha3HauYeHHas o1 NPOBEepPKU COOTBETCTBUSA
NpUMeHSeMOMY CTaHAapTy.

MpumeyaHne 1— BonpeaeneHHbIX caydasx MOXET NpUB/IEKaTbLCA BHELLHWI HE3aBUCYMbI 3KCI'IepTHbII7I opraH.
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Mpunoxexue A
(cnpaBouHoE)

AN aBUTHbLIA ykasaTenlb TEPMUHOB Ha aHINTMACKOM si3blKe C NepeBoOAOM
Ha ypaHLy3CKuii U HeEMeLKNii A3bIKK

AHTANACKNIA TEPMUH

A c. welding generator

Actual throat thickness

Air gap

Air-arc gouging
AJl-weld metal
All-weld metal test

All-weld metal test
specimen

Angle join

Arc gouging

As welded
Automatic welding

Auxiliary material

Back run

Backing

Backing flux
Backing gas
Back-step sequence
Back-step welding
Baking

Base material
Base metal

Batch

Bead

Bead on plate
Bead toe

Bevel angle

Both-side multirun
welding

16

Homep
nyHkTa

2.3.6
21711

®paHuy3cknii nepesog

A
Gé6nérateur de soudage c.a.

Gorge rdelle

Cwm. gap (2.1.5.5)

21115
2127
2213
2214

2148
21114
2129
21111
21111

21821
21115
21119
21116
2.1.8.29
2.1.8.30
2.1.10.12

Gougeage air-arc
Metal fondu hors dilution
Essai du metal fondu hors dilution

Eprouvette d'essai du m6tal fondu hors
dilution

Assemblage en angle

Gougeage d lare

Brut de soudage

Soudage automatique

Produrt consommable auxiliaire
B

Reprise a I'envers

Dispositif envers

Flux envers

Gaz envers

Sequence £ pas de pelerin

Soudage a pas de pterin

Etuvage

Cwm. parent material (2.1.1.5)
Cwm. parent metal (2.1.1.7)

2.5.20

Lot

Cm.run (2.1.8.4)

2187

2.1.8.17
21512
2.1.8.27

Passe depose
Raccordement
Angle du chanfrein

Soudage multipasse des deux cotds

Hemeukuit nepesog

Wechselstrom-SchweiBgenerator

tatsachliche Nahtdicke;
Istnahtdicke

Lichtbogenfugen mit Druckluft
reines SchweiBgut
Versuch an reinem SchweifJgut

SchweiBgutprobe

SchragstoB
Lichtbogenfugen

im Schweifizustand
automatisches SchweifJen

Hilfsstoff

Kapplage

SchweiBbadsicherung

Pulver zur SchweiBbadsicherung
Wurzelschutzgas
Pilgerschrittfolge
PilgerschrittschweiUen

Rucktrocknen

Los

aufgetragene Schweipraupe
Raupenubergang
Rankenwinkel

beidseitiges mehrlagiges
SchweiBen



MpogonkeHve Tabnuubl
AHTANACKNI TEPMUH

Both-side single-run
welding

Both-side welding
Buffering

Build up

Building up
Burn-off rate
Buttjoint

Butt weld
Buttering

Capping run
Carrier gas

Chain intermittent weld

Clad steel
Cladding
Cladding process
Cold crack(s)
Cold cracking test

Consumable electrode

Consumable insert
Continuous weld
Comerjoint

Corrosion resistant
overlay welding

Cosmetic pass
Cosmetic run
Cracking test

Cross joint

Cruciform joint

D.c. welding generator

Deep penetration throat
thickness

Homep
nyHKTa

2.1.8.26

2.1.8.25
2.1.96

®paHuy3ckuii NnepeBoj

Soudage monopasse des deux cotes

Soudage des deux cotes

Execution d'une couche tampon

Cwm. building up (2.1.9.7)

2197

Soudage de reconstitution

Cwm. melting rate (2.1.8.9)

2145
2163

2.1.95

21811
21114
21.6.17

211011
2.1.9.10
21911
2.1.39
2.2.22
2.1.10.3

2.1.10.2
2.1.8.22
2.1.49
2194

Assemblage bout a bout
Soudure bout & bout
Beurrage

c
Passe terminate
Gaz vecteur

Soudures discontinues symetriques

Acier plaque

Placage

Proctede de placage
Fissure(s) a froid

Essai de fissuration a froid

Electrode fusible: Electrode
consommable

Insert consommable; insert fusible
Soudure continue
Assemblage en angle exterieur

Rechargement anticorrosion

Cm. cosmetic run (2.1.8.12)

2.18.12
2221
21411

21412

237
2179

Passe de lissage
Essai de fissuration

Assemblage de fils (ou de ronds) en
Croix

Assemblage en croix
D
G6nerateur de soudage c.c.

Gorge a penetration profonde

FOCT P 58904—2020

Hemeuknii nepesos

SchweiGen in Lage und
Gegenlage

beidseitiges SchweiBen

Puffern

Auftragung

Stumpfstoft
Stumpfnaht

Puffern

Decklage
Tragergas

Symmetrische, unterbrochene
SchweiBnaht

Plattierter Stahl
Plattieren
Plattierprozess
Kaltriss(e)
Kaltrissprufung

abschmelzende Elektrode

SchweiBzusatzeinlageteil
nicht unterbrochene Naht
EckstoB

SchweiBplattieren

Kosmetiklage
Rissprufung

KreuzungsstoB

Doppei-T-Stofi

Gleichstrom-SchweiBgenerator

Nahtdicke mit tiefem Einbrand
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MpogomkeHve Tabnumubl
AHIACKA TEPMVH

Deposit thickness
Deposited metal
Deposition rate

Design throat thickness
Destructive testing
Dilution

Dilution rate

Dissimilar material joint

Double-J butt weld
Double-side welding
Double-U butt weld
DouWe-V butt weld
Drying

Drying oven

Ductility dip crack

Dwell time

Edge distance

Edge joint

Edge preparation
Effective throat thickness
Electrode

Essential variable
Evaluation level
Examiner

Examining body

Face bend test

Face bend test specimen

Feather edge
Ferrite number
Field weld

Filler material

18

m PpaHLy3CcrAii nepesof
Cm. penetration depth (2.1.7.4)
2124 Metal depose
2.1.8.10 Vitesse de d6pot
21.7.12 Gorge theorique
2231 Essai destructif
21.2.12 Dilution
21213 Taux de dilution
2.14.15 Assemblage mixte; assemblage de
materiaux dissemblables
2.1.6.5 Soudure en double J
Cwm. both-side welding (2.1.8.25)
2.16.7 Soudure en double U
2169 Soudure en X
2.1.10.13  Sechage
2.1.10.14  Four de sechage
2138 Fissure par manque de ductilite: fissure
due &une baisse de ductilite
249 Temps de maintien
E
2156 Distance au bord (de la piece)
2.14.10 Assemblage sur chant
2151 Preparation des bords
2.1.7.10 Gorge efficace
238 Electrode
244 Variable essentielle
2.2.46 Niveau devaluation
25.29 Examinateur
2.5.30 Organisme d'examen
F
2232 Essai de pliage endroit
2.2.33 Eprouvette de pliage endroit
2154 Arete vive du chanfrein
2.1.2.10 Indice de ferrite; FN
2.1.8.40 Soudure sur chantier; soudure sur site
2.1.104 Produit cfapport; materiau d'apport

HeHevwii nepesog,

reines Schweidgut
Abschmelzteistung
Sollnahtdicke
zerstorende Prufung
Aufmischung
Aufschmelzgrad

Mischverbindung

Doppel-HU-Naht; Doppel-J-Naht

Doppel-U-Naht
Doppel-V-Naht
Riicktrocknen
Trockenofen

Riss durch Verformbarkeitsabfall

Venweilzeit

Randabstand

Stimstod
Fugenvorbereitung
wirksame Nahtdicke
Elektrode

wesentliche Einflussgrode
Beobachtungsschwelle
Phifer

Priifstelte

oberseitige Biegeprufung

oberseitige Stumpfnaht-
Biegeprobe

scharfe Steglangskante
Ferritzahl
Baustellennaht

Schweidzusatz



MpogonkeHve Tabnuubl

AHTNUACKWI TepHUU

Filler rod

Filler wire

Fillet weld

Filling run

Finishing welding
Fitness-for-purpose

Flare-bevel weld

Flare-V weld

Flux

Flux backing

N

Full penetration weld

Fully mechanized
welding

Function test
Fusible insert

Fusion face

Fusion line
Fusion penetration
Fusion welding

Fusion zone

Gap

Gas backing
Gas shield
Gouging
Groove angle

Groove weld

Hardfacing
HAZ
Heat input

Heat resistant overlay
welding

Homep
nyHKTa

2.1.105
2.1.10.7
21611
2.1.8.20
21814
2519

2.1.6.18

2.1.6.19

2.1.10.8
2.1.11.10

®paHuy3ckuii NnepeBoj

Baguette d'apport

Fil d'apport

Soudure d'angle
Passe de remplissage
Soodage de Rnition
Aptitude £ I'emploi

Soudure en demi-v a bord evase:
soudure evasee a chanfrein

Soudure en v Abords AvasAs: soudure
evasee en v

Flux

Protection envers par flux

cw. ferrite number (2.1.2.10)

2161

Soudure a pleine penetration

cwm. mechanized welding (2.1.1.10)

259

Essai de fonctionnement

Cm. consumable insert (2.1.10.2)

2153

2125
2173
2112
2126

2155

21117
21112
21113

Face A souder

Zone de liaison
Penetration
Soudage par fusion

Zone de dilution

G
Ecartement des bords; jeu
Protection gazeuse envers
Protection gazeuse

Gougeage

Cm. included angle (2.1.5.13)
Cm. butt weld (2.1.6.3)

2198

H

Rechargement dur

Cm. heat-affected zone (2.1.2.2)

24.10
2193

Apport de chaleur

Rechargement rAfractaire

FOCT P 58904—2020

Hemeuknii nepesos

SchweiOstab; Stabelektrode
SchweiQdraht; Drahtelektrode
Kehlnaht

Fulllage(n)
Fertigungsschweilien
Gebrauchstauglichkeit
aufgeweitete HY-Naht

aufgeweitete Y-Naht

Schweifipulver

Pulver-Schweiftbadsichemng

durchgeschweilite Naht

Funktionsprufung

Kehlflanke; Fugenflanke;
Stimflache

Schmelzlinie
Einbrand
Schmelzschweifien

aufgeschmolzener
Grundwerkstoff

Luftspalt; Spalt
Gaswurzelschutz

Gasschutz

Fugen

Schweilipanzern

Warmeeinbringung

SchvreiSplattieren
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MpogomkeHve Tabnumubl
AHIACKA TEPMVH

Heat time
Heat-affected zone
Heterogeneous joint
Homogeneous joint
Hot crack(s)

Hot cracking test

Imperfection
Included angle
Indication
Intermittent weld
Internal imperfection

Interpass temperature

Joint
Joint efficiency

Joint preparation

Keyhole technique

Land

Lap joint

Layer

Leg length
Linear indication
Liguation crack

Longitudinal bend test
specimen

Macroscopic examination
Manipulator
Manual welding

Manufacturing
organization

Material backing

20

MyHKTa
2411
2122
21414
21413
2135
2223

2131
21513
2.2.42
2.16.15
2132
2412

2141
21.2.16
2152

2183

21511
2147
2.1.8.13
2175
2243
2137
2238

2211
234
2118
25.27

211111

PpaHLy3CKUi Nepesos,

Temps chaud
Zone affectee thermiquement: ZAT
Assemblage heterogene
Assemblage homogene
Fissure(s) a chaud
Essai de fissuration a chaud

1
Defaut
Angle d'ouverture
Indication
Soudure discontinue
Ddfaut interne
Temperature entre passes

J
Assemblage; joint
Coefficient de joint
Preparation de joint

K

Soudage en trou de serrure: soudage
en mode keyhole

L
Levre
Assemblage a recouvrement
Couche
Céte
Indication lineaire
Fissure par liquation

Eprouvette de pliage longitudinal

M
Examen macroscopique
Manipulates
Soudage manuel

Constructed ou fabricant

Support envers

HeHevwii nepesog,
Stromimpulszeit
Warmeetnflusszone: WEZ
heterogene Verbindung
homogene Verbindung
Heibriss(e)

HeiRrissprufung

UnregelmaRigkeit
Offnungswinke!

Anzeige

unterbrochene Naht
innere UnregelmaRigkeit

Zwischenlagentemperatur

SchweiRstoR
Ausnutzungsgrad der Verbindung

SchweiRnahtvorbereitung

Stichlochtechnik

Lippe

ClberlappstoR

Lage

SchenkeBange

linienartige Anzeige
Wiederaufschmeizungsriss

Langsbiegeprobe

makroskoptsche Untersuchung
Dreh-Kipp-Tisch
HandschweiRen

Herstellungsorganisation

SchweiRbadsicherung



MpogonkeHve Tabnuubl
AHTANACKNI TEPMUH

Material thickness

Mechanized welding

Melt run

Melting rate
Metallurgical deviation
Microscopic examination
Molten pool

Multiple joint

Multirun welding

Multirun welding from
both sides

Nominal thickness
Nominal throat thickness
Non-destructive testing
Non-essential variable

Nonlinear indication

One side welding

Overlap

Overlay welding

Parallel joint

Parent material

Parent material thickness
Parent metal

Partial penetration weld

Partly mechanized
m\elding

Pass

Penetration depth
Permanent backing
Plug weld

Post-weld heat treatment

Homep
nyHKTa

®paHuy3ckuii NnepeBoj

Cm. parent material thickness (2.1.1.6)

2.1.1.10

2.1.88
2.1.8.9
21211
2212

Soudage mecanise: soudage
totalement mecanise

Ligne de fusion
Vitesse de fusion
Alteration metallurgique

Examen microscopique

Cm. wetd pool (2.1.2.8)

2143
2.1.8.28

Assemblage § joints multiples

Soudage multipasse

Cm. both-side multirun welding (2.1.8.27)

2177
2178
2241
245

2244

N
Epaisseur nominale
Gorge nominate
Controls non destructif
Variable non-essentielle
Indication non lineaire

(0]

Cm. single-side welding (2.1.8.24)

2.1.8.15.
2.1.8.16

2.19.2

2144
2115
2116
2117
216.2
2119

Recouvrement

Rechargement par soudage

P
Assemblage a recouvrement total
Materiau de base
Epaisseur du materiau de base
Metal de base

Soudure a penetration partielle

Soudage semi-automatique: soudage

partiellement m6canis6

Cm.run (2.1.8.4)

2174
211112
216.12
24.16

Profondeur de penetration
Support envers subsistant

Soudure en bouchon

Traitement thermique apr£s soudage

FOCT P 58904—2020

Hemeuknii nepesos

mechanisches Schweilen

Blindraupe ohne Zusatzwerkstoff
Abschmelzgeschwindigkeit
metallurgische Abweichung

mikroskopische Untersuchung

Mehrfachstofi

Mehrlagenschweilien

Nenndicke

Nahtdicke

zerstorungsfreie Priifung
unwesentliche EinflussgroBe

nichtlinienartige Anzeige

Oberlappung

Auftragschweilien

Parallelstoli

Grundwerkstoff

Dicke des Grundwerkstoffes
metallischer Grundwerkstoff
nicht durchgeschweiRte Naht

teilmechanisches Schweillen

Nahtdicke
Beilage
Lochnaht

Warmenachbehandlung

2
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MpogomkeHve Tabnumubl
AHIACKA TEPMVH

Preheat maintenance
temperature

Preheat temperature
Preheating
Preheating temperature

Preliminary welding
procedure specification

Pre-production welding
test

Previous welding
experience

Production sample
testing

Production test
Production welding
Projected area
Purging gas

pWPS

Quialified person
Quality level

Range of qualification
Recording level
Residual welding stress
Robotic welding

Rod

Root

Root bend test

Root bend test specimen

Root face
Root gap
Root gas
Root of weld
Root pass
Root radius

Root run

22

m PpaHLy3CKUi Nepesos,
24.15 Temperature de maintien du
prechauffage
2414 Temperature de prechauffage
24.13 Prechauffage

Cwm. preheat temperature (2.4.14)

256 Descriptif d'un mode op6ratoire de
soudage preliminaire; dmos-p
258 Epreuve de soudage de preproduction
25.13 Experience en soudage
2.5.10 Essai sur echantillons de production
2511 Essai de production
2515 Soudage de production
2134 Surface projetée
21118 Gaz de purge
Cwm. preliminary welding procedure specification (2.5.6)
Q
2522 Personne qualifiee
2517 Niveau de qualite
R
25.18 Domaine de validite
22.4.7 Niveau de notation
21214 Contrainte residuelle de soudage
21112 Soudage rotootisé

Cm. filler rod (2.1.10.5)

2157 Racine

2234 Essai de pliage envers
2235 Eprouvette de pliage envers
2.15.10 Meplat

2158 Ecartement a la racine

Cm. backing gas (2.1.11.6)
Cm. root (2.1.5.7)

Cm. root run (2.1.8.19)
2159
2.1.8.19

Rayon £ fond de chanfrein

Passe de fond

HeHevwii nepesog,

Haltetemperatur

Vonvarmtemperatur

Vorwarmen

voriaufige Schweidanweisung;
pWPS

vorgezogene Arbeitsprufung
voriiegende schweidtechnische

Erfahrung
Stichprobenprufung

Fertigungsprufung
Schweiden in der Fertigung
projizierte Flache

Spulgas

qualrfizierte Person

Bewertungsgruppe

Geltungsbereich
Reqgistrierschwelle
Schweideigenspannung

Roboterschweiden

Nahtwurzel
wurzelseitige Biegeprufung

wurzelseitige Stumpfnaht-
Biegeprobe

Steg: Stegflanke
Stegabstand

Fugenradius

Wurzeliage



MpogonkeHve Tabnuubl
AHTANACKNI TEPMUH

Run
Run-off plate

Run-on plate

Seal weld

Sealing run
Semiautomatic welding
Shielding gas

Side bend test

Side bend test specimen

Single-J butt weld
Single-run welding
Single-side welding
Single-U butt wekf
Single-V butt weld
Site weld

Slag

Slot weld

Solid rod
Solidification crack
Square butt wekf

Staggered intermittent
weld

Standard welding
procedure specification

Strength weld
Stringer bead
Strip dadding
Strip surfacing
Stud welding
Surfacing

Systematic imperfection

Tack weld

Tack welding

:;H’“:(ig ®panuysckuii nepesos
2184 Passe; cordon de soudure
2.1.11.15  Appendice de fin de cordon
211114  Appendice de d6but de cordon

S
2.16.13 Soudure d'Stanch6ite

Cwm. back run (2.1.8.21)
Cwm. partly mechanized wekfing (2.1.1.9)

2.1.10.10  Gaz de protection

2236 Essai de pliage cote
2237 Eprouvette de pliage cote
2.1.6.4 Soudure enj; soudure en demi u
2.18.23 Soudage monopasse
21824 Soudage d’un seul cote
2.16.6 Soudure en U
2.16.8 Soudure en V
Cm. field weld (2.1.8.40)
2.1.10.9 Laitier
2.16.14 Soudure sur enlaille
2.1.10.6 Baguette pteine
2.1.36 Fissure de solidification
2.16.10 Soudure bout a bout sur bords droits
2.1.6.16 Soudure discontinue alternee
255 Descriptif d'un mode operatoire de
soudage standard
21215 Soudure r&sistante
2.1.85 Passe 6!roite
Cm. strip surfacing (2.1.9.9)
2.1.9.9 Placage avec electrode en feuillard
2.1.8.39 Soudage de goujon
2191 Rechargement
2133 Defaut systematique
T
21831 Soudure de pointage
2.1.8.32 Pointage

FOCT P 58904—2020

Hemeuknii nepesos

SchweiGraupe
Auslaufstuck

Anlaufstuck

Dichtnaht

Schutzgas
Seitenbiegeprufung

Seitenbiegeprobe einer
Stumpfnaht

HU-Naht; J-Naht
EinlagenschweiBen
einseitiges SchweiBen
U-Naht

V-Naht

Schlacke
SchlitzschweiGung
Massivstab
Erstarrungsriss
I-Naht

versefzte. unterbrochene
SchweiGnaht

SchweiGanweisung fur
StandardschweiBverfahren

Festigkeitsnaht

Strichraupe

Bandplattieren
BdzenschweiBen
Beschichten

systematische UnregelmaGigkeit

HeftschweiGnaht

HeftschweiGen

23
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MpogomkeHve Tabnumubl

AHIACKA TEPMVH

Tacking pass
Tacking run
Temper bead
Temporary backing
Temporary weld
Test piece

Test specimen

Tested welding
consumable

Testing level
Testing organization
Throat thickness
T-joint

Torch

Trailing gas shield

Transverse bend test
specimen

Travel speed

Two side welding

Weld

Weld batch

Weld metal

WekJ metal thickness
Weld pool

Weld preparation
Weld run sequence
Weld sequence
Wek] setter

Weld thickness
Wek] toe

Weld width

Weld zone

Welded joint
Welder

Welding

24

m paHLy3CcK/ Nepesag,

Cwm. tacking run (2.1.8.33)

2.1.8.33 Passe de pointage

2.1.8.6 Passe d'autorevenu
2.1.11.13  Support envers temporaire
2.1.8.38 Soudure provisoire

2215 Assemblage de qualification

2216 Eprouvette
22.2.4 Produit consommable de soudage
soumis a essai
2.2.45 Niveau d'examen
2217 Organisme de controle
21.7.6 Gorge
2146 Assemblage en T
239 Torche
21113 Protection gazeuse arriere; trainard
2239 Eprouvette de pliage transversal
247 Vitesse d'avance
Cm. both-side welding (2.1.8.25)
\W

2113 Soudure

2521 Lot de soudures
2121 Metal fondu

Cm. penetration depth (2.1.7.4)
2128 Bain de fusion
Cm. joint preparation (2.1.5.2)

21837 Sequence des passes de soudage
2.1.8.36 Sequence de soudage

25.26 Regleur en soudage

2172 Epaisseur de la soudure

21818 Pied de cordon

2171 Largeur de la soudure

2123 Zone fondue

2142 Assemblage soude

25.24 Soudeur

2111 Soudage

HeHevwii nepesog,

Heftlage

Vergutungslage
Unterlage

Montage hilfsschwei&naht
Prufstuck

Probe

gepriifter Schweilizusatz

Prijfklasse

Prufstelle
Kehlnahtdicke

T-StoB

Brenner

mitgefiihrter Gasschutz

Querbtegeprobe

Vorschubgeschwindigkeit

SchweiRnaht
Schweililos

Schweiligut

SchweiRbad

Schweiliraupenfolge
SchweiRnahtfolge
Einrichter

Nahthohe

Nahtiibergang
Nahtbreite

SchweiRzone
geschweiflte Verbindung
SchweiRer

SchweiRen



OKOHYaHWe Tabnumubl

AHTANACKNI TEPMUH

Welding accessories

Welding conditions

Welding consumable

Welding coordination

Welding coordinator
Welding cycle
Welding data
Welding equipment
Welding flux
Welding inspectran
Welding inspector
Welding installation

Welding operator

Welding parameters
Welding plant
Welding procedure
Welding procedure
qualification record

Welding procedure
specification

Welding procedure test

Welding process
Welding rod
Welding speed
Welding technique
Welding time
Welding unit
Welding variable
Weldment

Work instruction
Workplace
WPQR

WPS

:;H“:ﬁg ®panuysckuii nepesos
235 Accessoires de soudage
25.14 Conditions de soudage
21101 Produit oonsommable de soudage
251 Coordination en soudage
2523 Coordinateur en soudage

21834 Cycle de soudage
243 Donnees de soudage
231 Materiel de soudage
Cw. flux (2.1.10.8)

252 Inspection en soudage
25.28 Inspecteur en soudage
233 Installation de soudage
25.25 Opérateur soudeur
241 Parametres de soudage

Cwm. welding installation (2.3.3)

253 Mode operatoire de soudage

2512 Proces-verbal de qualification d'un
mode operatoire de soudage:
PV-QMOS

254 Descriptif de mode operatoire de

soudage; DMOS

257 Epreuve de qualification d'un
Mode operatoire de soudage

2181 Proc6de de soudage
Cuw. filler rod (2.1.10.5)

246 Vitesse de soudage
2182 Technique de soudage
248 Temps de soudage
232 Unite de soudage
24.2 Variable de soudage
2114 Construction soudee
25.16 Instructions de travail

2.1.8.35 Poste de travail

Cm. welding procedure qualification record (2.5.12)

Cm. welding procedure specification (2.5.4)

FOCT P 58904—2020

Hemeuknii nepesos

Schweittzubebor
SchweiGbedingungen
Schwei&zusatzmittel

Schweidtechnische
Koordinierungsaufgaben

SchweiGaufsicht
SchweiBzyklus
Schweiliwerte; SchweiBdaten

SchweiBausrustung

Schweifigirteprufung
SchweiHguteprufer
SchweiQanlage

Bediener von
Schweideinrichtungen

Schweifiparameter

Schweifiverfahren

Bericht uber die Qualifiziemng
des Schweidverfahrens; WPQR
Schweilianweisung; WPS

SchweiBverfahrensprijfung

SchweiGprozess

SchweiBgeschwindigkeit
Arbeitstechnik beim Schvreilien
SchweiBzeit

Schweifieinrichtung
schweilitechnische EmflussgroGe
SchweiQteil

Arbeitsanv/eisung

Arbeitsplatz
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Mpunoxexune B
(cnpaBouHoE)

AndaBuTHbIN yKkasaTenb TEPMUHOB, OTHOCALMUXCA K AYTOBOW CBapKe U onpegeneHHbIX
B MICO 857-1:1998 n ISO/TR 25901:2007, HO He BK/THOUYEHHbIX B HACTOSLWMIA cTaHgapT

TepmuHbl, NpyBeaeHHble B 1ISO. TR 25901:2007 1 CO 857-1:1998 1 He BK/IKOUEHHbIE B HACTOALLWIA CTaHAAPT, nepe-

YMCNIEHbI HUXE, €C/IN OHU YCTapesn, CoKpaLleHbl U Bowwm B gpyrie Yactu ISO.TR 25901.

TepHmn

BychepHbIii cnoii

Bpewms Harpesa

Bpemsi 06c/yx1BaHVs

Bpemsi oxaxaeHust

Bpewmsa nnasneHua

ny6yHa NPOHWKHOBEHNS

[BymepHbIiA Tennosoii
MoTOK

[1ByCTOPOHHSAA
0JiHOMpOXoAHasA cBapka

[ByxnpoxogHas ceapka

30Ha cBapkmn

KvcrnopogHo-gyrosas
peska

KoHel, wsa

26

Orpepenerve
[5)

Cnoit Ha OCHOBHOM MeTasI/e A1l CO3LaHUs HYXHOTo MeTaul-
NYPrayeckoro nepexoga K ovHasibHoOMY C/ioo

B

Bpems HarpeBa Mex [y iByMs! YCTaHOB/IEHHBIMU TEMMEPATY-
pamu. 06bI4HO onpesesnisemMoe /1 MET/IIA LUBA WW 30HbI
TEPMUYECKOTO B/MSHUS.

Mpumep — t$,9 o603HavaeT Bpema Harpesa oT 500 °C
no 800 °C

Bpemsi A5t BbINO/HEHMS 3aaY, CBA3aHHbIX CO CBAPKOIA (Ha-
npUMEp, 3aMeHa 3/1EeKTPOA0B, YAAIEHE LLAKa)

Bpemsi oxNaxaeHuss Mexay [ABYMs YCTaHOB/IEHHbIMU TeM-
neparypamu. Kak npasusio, onpeaessieMoe 415t WBa U 30Hbl
TEPMUYECKOTO BIMSHIASL.

Mpumep — t&s— Bpema oxnaxgeHus ot 800 °C go 500 °C

Bpems, B Te4eHre KOTOPOro M1aBuTCcA I'IpVICc’:l,D,OLIHbIVI MeTau1

r

TonuwwHa matepuasa, Ha KOTOPYH MPOHUKAET yd (paauo-
rpadomsi)

il

TenoBoii NOTOK NpY CBapKe, UMEIOLLMIA cocTaBnsioLLVe, Na-
pasine/ibHbIe NOBEPXHOCTU M/IACTUHbI

CBapka, Npy KOTOPOVA LLIOB BbINO/HSIETCS C 061X CTOPOH 3a-
TOTOBKM 32 OOVH MPOXOZ, U K&XAbliA MPOXO COCTOMT TOSbKO
13 OQHOTO BaIKa

CBapka, MpW KOTOPOV BbIMOJHSAKT LIOB WK HAnIaBsoT
/1011 3a AABa Npoxofda

3

3oHa getasm vm ,Cl,eTaﬂeVI, rae ceapka BbINOJIHAETCA WK
BbIMNo/IHEHA

K

MpoLecc TEPMUYECKON PE3KM C MCMO/b30BAHWEM TEMIOTbl
LTV U pexyLLEero Kcnopoaa

Touka Ha n3genuu, rae LLoB NpepbIBaeTCst WK Obln NpepBaH

WcTtount

ISOTR
25901:2007

nco
857-1:1998

nco
857-1:1998

nco
857-1:1998

nco
857-1:1998

ISO.TR
25901:2007

nco
857-1:1998

nco
857-1:1998

nco
857-1:1998

nco
857-1:1998

ISOTR
25901:2007

nco
857-1:1998

Hovep

nognyHKTa

2.50

5.2.14

5217

5212

5213

2.266

5.2.26

516

512

53.9

2.255

53.8



MpogonkeHve Tabnuubl

TepwwH

MakcumasibHast TonwyHa
LBa

MecTo BO306HOB/IEHUA
LBa

MecTononoxeHve
NpUXBaTKN

HaxnoH

HanpasneHve cBapku

Hauauno wea

O6paseLl, 4N UCTbITaHns
Ha BGOKOBOV M3rMb naKku-
pytoLLero cnost 6e3 CTbl-
KOBOTO LLBA

O6paseL, 4ns vicnbiTaHns
Ha GOKOBOV M3rMb naku-
PYIOLLEro €105l CO CTbIKO-
BbIM LLIBOM

O6paseL, 415 UcnbITaHns
Ha B6OKOBOI U3rMb CTbIKO-
BOIO LLBA

O6paseL, 471 UCMbITaHWst
Ha M3r16 KOpHA CTbIKOBO-
ro LuBa

O6paszeL, 415 VCMbITaHns
Ha 136 NIaKMpYOLLEro
CNnosi 6e3 CTbIKOBOrO LLBa

O6paszel, 419 UCTIbITaHUsA
Ha U3rvé NakvpyoLLEero
C/0S1 CO CTbIKOBbIM LLIBOM

O6LLMiA Npunyck

OpHospemeHHas
[BYCTOPOHHSS CBapKa

Onpenererve
M

PaccTosHne OT camoii r/ly6oKOi TOYKM NponnasfeHvst B
YII0BOM LLUBE WM OT KOPHEBOrO NPOXofa B CTbIKOBOM LLBE
[10 camoii BbICOKOI TOUKN MeTas11a LUB3 (06bIMHO M3MepsieT-
€A 1o nonepeyHoMy Lunmdy)

Touka Ha n3genun, rae ceapka BO306HOB/ISIETCA

MecTo Ha u3genuu, rae npuxeartka BbINOMHAETCA WK Bbl-
nosiHeHa

H

Yron Mexzay MHUER KOPHS 1 NOSIOXUTENLHO ocbio X. pac-
MOMOXEHHOW Ha rOPU30HTasTLHONM MI0CKOCTY, B NPSAMO/MHEN-
HbIX LIBaX (reOMeTpusi CBapKy).

MpuMmeyaHne 1— HaklIOH M3MEPSIOT NPOTVB YaCOBOM
CTpesikv

HanpasneHve, B KOTOPOM BbIMOJHSIOT CBAPKY.

MpumeyaHne 1— HanpasneHne cBapkun onpeaenserca
Hanpas/ieHVeM BbINO/THEHUSA Ba/Ka

Touka Ha u3fenuu, rae LWoB HauMHaeTCa Wan HauvHasica

o

OG6paseLl, UCronb3yeMblii NpU UCMbITaHUK Ha 6OKOBOI U3TH6
NaKVPYHOLLETO /oS 6e3 CThIKOBOTO LLBA

O6paseL, 1cnob3yemblid Npu UCTbITaHAM Ha GOKOBOW M3rvb
NNaKUPYHOLLETO C/I0S1 CO CThIKOBbIM LLBOM

O6paseL, 1Ccnosb3yemblii NPy UCTIbITaHAM Ha GOKOBOW U316
CTbIKOBOTO LLBA

Ob6pasel, WCrnonb3yemblii NPU UCTbITAHUM HA U3ro6 KOpHS
CTbIKOBOrO LLBA

OG6paseLl, UCnob3yeMblil MPU UCTbITaHW Ha UG Nakvpy-
toLLiero c/iosi 6e3 CThIKOBOTO LUBA. MpUYeMm Coii noasepraeT-
CS1 PACTSDKEHIO C /INLEBOI CTOPOHI

O6paseLl, UCnonb3yeMbilil MPU UCTbITAHW Ha U316 Nakupy-
IOLLIErO C/10S1 CO CTHIKOBLIM LUBOM, MPUYEM C/10i NoaBepraeT-
CS1 PACTSHKEHWIO C JINLIEBOI CTOPOHI

Mpy NoAroTOBKE K CBapKe MPUMYCK Ha pasMepbl, yUUTbIBaKO-
LLMA o6LUee yKopoueHre 0benx AeTanei B pesynbtare Beex
orepaLuii Npy BbINOSHEHUW LUBA (CBapka AABMEHUEM, CO-
NPOTUB/IEHWEM. OM/IAB/IEHNEM U TPEHVEM)

Ceapka, Npy KOTOPOi LUOB BbINO/HSIOT OAHOBPEMEHHO C
[IByX CTOPOH 3aroTOBKM

FOCT P 58904—2020

Howvep
VICTOUHMK nozmyHkTa

ISO/TR 2.224
25901:2007

nco 5.3.7
857-1:1998

nco 533
857-1:1998

ISO/TR 2.335
25901:2007

nco 5.2.8
857-1:1998

nco 531
857-1:1998

ISO/TR 2.327
25901:2007

ISOTR 2.326
25901:2007

ISO/TR 2.325
25901:2007

ISOTR 2.305
25901:2007

ISO.TR 2.124
25901:2007

ISOTR 2.123
25901:2007

ISOTR 2.388
25901:2007

nco 517
857-1:1998
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MpogomkeHve Tabnumubl
TepkuH

OTHOCUTENbHBIN

athchekTnBHbIA KM,

npouecca Harpesa

OTHoLLeHve 4/IVH
BaUMKa ¥ Nprcagkm

MakeTHas peska

MepcoHan.
KOOPAVHVPYHOLLMIA
cBapKy

MnasmeHHan peska

[MoBEPXHOCTb KOHTaKTa
mMexay cBaprBaeMbIMU
AetanaMmm

MoBopot

MoapepxusaroLas
noaxnagka wi
Hakagka

Mogbem

MocnepnosarensHOCTL
CBapKn npuxsarkamu

Mporpammva
rocriefoBaresibHoCcTU
cBapKku

Mporpamma cBapku

MporpaMma cBapkm
npuxBaTkamm

MNpounssoauTtesnibHoe
BPEMS CBapKu

Mpou3BOANTE NLHOCTL
HarnsiaBKy

28

Orpenenerve

J1'— oTHoweHne adydpekTmBHOro KM/, npouecca Harpesa
npu Ntobom cnocobe cBapkM TX K TaKOBOMY Npu CBapke nog,
dontocom

y'-J.

e

OTHOLLEHME [/IMHbI BaUvKa K A/IMHE PacXoAyemoro npuca-
[I04HOTO NpyTKa

n

Tepmuyeckas peska naketa rniacTviH, Kak npaswnio, BMecTe
CXKaTbIX

MepcoHasn, KOTOpbIli HeceT OTBETCTBEHHOCTb 3a paboTy
CBapEHHOro MPOW3BOACTBA WM POLACTBEHHOMO CBAPO4HOMY
MPOV3BOACTBY 1 KOMMETEHLMM 1 3HAHWSI KOTOPOrO NOATBEPX-
OeHbl 00yyeHneM, 0bpasoBaHMEM WM COOTBETCTBYHOLLWM
NPOV3BOACTBEHHBLIM OMbLITOM

MpoLiecc AyroBoiA pesk, NpX KOTOPOM WCMOSb3YOT CXaTyto
Lyry W yaanaioT pacniaBneHHbili MeTasil BbICOKOCKOPOCT-
HOWA CTpyeil MOHWM3MPOBAHHOTO rasa, UCXOASLLEN U3 Nnasmo-
o6pasytoLLero kaHana

MoBepPXHOCTb KOHTaKTa nocsie NpUIoXKeHNs CBaPOYHOro ycu-
A

Yron mexzy OCblo LUBa W NOJOXUTETbHOW OCbo Y nnn n-
HVeld, napannensHoli ocu Y. Npy “3MepPeHUM NPOTUB Yaco-
BOli CTPEsKV B MOMepeYHoli NocKoCTU ceueHus Lwea (reo-
METpVISi CBapKW)

KyCoK MeTasi1a unn Spyroro BCromoratesibHoro Matepuana,
MOMELLIEHHbIV HA BEPXHeli U HKHeli NOBEPXHOCTY coeau-
HEeHVIst 4151 YAePXaHWs pacr/iaB/ieHHoro MeTaviia LLsa

PaccTosiHe Mexay KOHLOM LUMUbKA U NOBEPXHOCTBLIO 13-
[envs npy noabeme LLUNULKW 1 akTuBaumm npolecca (npu-
Bapka LLMWEeK)

IopsnoK, B KOTOPOM BbINOHAKTCA NMPUXBATKA

Mporpamma, ycTaHaB/MBatoLLasl MOPSAOK U Hanpas/eHve
BbINO/THEHWS LIBOB Ha U3AEMN

Mporpamma, ycTaHaB/MBAIOLWAA BCHO TEXHOMOTUIO CBapku
(Hanpvmep, nocneaoBaTeNlbHOCTL CBapKK, YCIOBUS CBapK,
napamMeTpbl CBapKM)

MporpaMma, ycTaHasNMBatoLL[asi MECTOMOMOXEHME U pa3mMe-
Pbl NPUXBATOK 1 NOC1eA0BaTe/IbHOCTb NX BbINOJ/IHEHNA

Bpewmsi, B TeUeH/Ie KOTOPOTO OCYLLIECTB/ISHOT OrepaLiyio CBapKi

Macca meTasiia LWBa. Hanias/IeHHOro B pasgenky 3a eauHu-
Lly Npon3BoauTe/IbHOro BpemMeHu CBapkn

NCTOYHUK

nco
857-1:1998

nco
857-1:1998

ISOTR
25901:2007

ISOTR
25901:2007

ISOITR
25901:2007

ISO/TR
259012007

ISO.TR
25901:2007

ISOTR
25901:2007

ISOTR
25901:2007

nco
857-1:1998
nco
857-1:1998

nco
857-1:1998

nco
857-1:1998

nco
857-1:1998

nco
857-1:1998

Homep

nofyHKTa
5.2.24

5231

2.352

2272

2414

2311

224

2.212

54.2

54.3

54.6

54.1

5216

5232



MpogonkeHve Tabnuubl
TepmuH

MpomexxyTouHas
TOMWWHA

Pa3mep ncToyHuka

PacctosHve ot
UCTOYHMKA 0 06bekTa

PacctosiHve ot
VCTOUHVIKA 0 M/IEHKN

PaccTosiHve oT o6bekTa
[10 NEHKN

Pe3

Csapka gByms
rosioBKamMu

CBapKa HECKOJTbKUMU
ronoskamm

CBapka 0HOM ro/10BKOMA

OnpepenexHune

d, — TOMLWHA NIACTWHBI, NPY KOTOPOIA TEM/I0BOW MOTOK SB-

NAETCA NMPOMEXYTOUHbLIM MeXy TPEXMEPHbIM 1 ABYMEPHbLIM

MOTOKaMM.

MpumeyaHue 1—d,3aBUCUT OT NOrOHHON 3HEPrUM
P

Pa3mep nctouHuka nsnyyeHus (paguorpadms)

PaccTosiHve OT UCTOYHMKA M3MTyYeHNst A0 NMOBEPXHOCTU OObek-
Ta, U3MepeHHOEe BAO/b LIEHTPasTbHOM ocK yya (paamorpadust)

PaccTosH/e OT UCTOUHUKA U3NyYEeHNs [0 MIEHKW, N3MEepPEeH-
Hoe BOO/b Nyva (paguorpadms)

PaccTosiHne mexay CTOPOHOI 06/1yyYeHns 06bekTa UCTbITa-
HWS1 U NOBEPXHOCTbLHO MSIEHKW, U3MEPEHHOE MO LiEHTPasIbHOM
ocu nyya (pagvorpadms)

3a30p, ocTaloLmiics Noc/e yaanieHns MeTasiia npu TepMuy-
YECKOI pe3ke

C

Cm. NCO 857-1:1998. Tabnumua 2
(KONMYeCTBO CBAPOYHbIX FO/IOBOK — /1BE)

Lo L s

1— 3aroToBKa: 2 — NPUCaA0YHbIN MeTan.
3— cBapo4yHas rosioBka

Cm.: ICO 857-1:1998. Tabnumua 2
(KONMYECTBO CBAPOYHbIX FOSIOBOK — GO/IbLUE TPEX)

Cwm. NCO 857-1:1998, Tabnmua 2
(KONMYECTBO CBAPOYHbIX FO/TIOBOK — OfHA)

TTTTT
1

1— 3aroToBkKa: 2 — I'IpVICaAOHHbIﬁ meTtann:
3 — cBapoyHas ronoska

FOCT P 58904—2020

NcTouHNK

nco
857-1:1998

ISO/TR
25901:2007

ISO/TR
25901:2007

ISOTR
25901:2007

25901:2007

ISO/TR
25901:2007

MCco
857-1:1998

nco
857-1:1998

nco
857-1:1998

Howmep
NoANYHKTa

5.2.27

2.346

2.348

2.347

2.246

2.204

7.2

74

71

29
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MpogomkeHve Tabnumubl
TepkuH

Csapka Tpems
ro/IoBKamMu

CBapouHas onepawyis

CkopocTb nogauu
npycafoyHoro MeTasina

CoepaviHeHvie (CBapKOii)

CoepgvHuTeNbHAA cBapka

Conpsiraemas
MOBEPXHOCTb

CraHaapTHbIi MaTepuasn

TepmoLLkad

TpexMepHbiii TenioBoi
MoToK

Yron Hak/oHa LwBea

30

Onpepenetve

Cwm. ICO 857-1:1998. Tabnmua 2
(KONMYECTBO CBAPOUHbIX FOSIOBOK — TpK)

7

Y e (y - iiin

l—3aI'OTOBKa; 2—I'IpVICa/J,O‘—IHbIl7I mMeTann;
3 — cBapoyHas ronoska

Onepauus, Npy KOTOPOIi AeTasM COeAVHSIIOT C MOMOLLbIO
CBapKK.

MpumeyaHne 1— lMpyayroBoii cBapke, HaNpUVEP, cBa-
poyHast orepauya CoBrnagaeT co BpeMeHeM ropeHus yru

CKOpOCTb, C KOTOPOI NOJA0T NPUCAA0YHBIA MeTas.

MpumeyaHne 1 — CKOPOCTb MOAAYM OMNPeaEensoT Kak
[JIMHY MPUCaA0oYHOTO MeTalia, MoAaBaemoro B eAvHULY
BpemMeHm

CospaHune cBapkoi HenpepbIBHON CBA3M fBYX Wik 6onee ae-
Tasnei.

MpumeyaHue 1— TepmuH BBEAEH, YTOOLI pasuyarb
Liesn CBapKn 1 HariaBku

Mpon3BOACTBEHHAS CBAPKA A/151 OBLLEr0 CoeaMHEHNS AeTanel

MoBEPXHOCTL OfHOI fAeTann, KoTopas npefHasHaudeHa fjis
COeaVHEHUs C NOBEPXHOCTLIO IPYroii AeTanu Anst hopmMmnpo-
BaHVIS COEVHEHS

Marepuan, U3rOTOB/IEHHBI 1 NOCTaB/IAMBIA B COOTBETCTBUAN
CO CTaHAapToOM U TEXHNYECKMMN YC/I0BUAMU

T

HarpeTbli1 KOHTEiHEP, B KOTOPOM BbILEPXVBAOT CBAPOUHbIe
mMatepuanbl 418 NpPeaoTBpaLLeHyst NOBTOPHOM abcopbuymn
BMary, Hanpumvep npu Temneparype ot 100 ' C go 200 “C

TenoBoli NOTOK Npy CBapKe, UMEOLLINIA COCTaB/soLLIME, Napast
JIe/bHblIE MOBEPXHOCTY MTACTUHbI N NEPMEHAMKYISIPHBIE K Heli

y

Yron mexay nuHuelt KopHs (U KacaTesbHON K IMHUM Kop-
HSA B Clyyae KPYBOIMHENHBIX LLBOB) W MOJIOXVTESIbHOV OCbO
X. pacronoXeHHol Ha ropuU3oHTasTLHO MI0CKOCTU OTCYETa,
npuyeM Yron M3MepsitoT B MaTeMaThyecky NosIoXTElbHOM
HarnpasieHnn (MPOTUB YaCOBOW CTPEKK).

MpumeyaHne 1 — KoopanHatHas cucTema NnocTpoeHa
TakuM 06pa3oM, YTOBbI SIMHWA KOPHS Haxoawnach B BEPTU-
Ka/TbHOM M/I0CKOCTY (T. €. B M/I0CKOCTY — XZ) 1 ocv 6bun
HanpaseHb! HApYXy M3 Hauasa koopayHaT

NcTouHUK

nco
857-1:1998

nco
857-1:1998

nco
857-1:1998

nco
857-1:1998

ISO.TR
25901:2007

ISOTR
25901:2007

ISO.TR
25901:2007

ISOTR
25901:2007

nco
857-1:1998

ISOTR
25901:2007

Homep
noAnyHKkTa

73

521

52.10

314

2.203

2.125

2.353

2.185

5.2.25

2422



OKOHYaHWe Tabnumubl

Yron nosopoTa LwBa

[

K]
4
(5]
6]
|
@8

TepMuH

I1SO 6520-1

I1SO 6520-2

1ISO 14917

ISO 15296

ISO 17658

ISO 17677-1

1SO 25239-1

IEC 60050-851

FOCT P 58904—2020

OnpepenexHune McTOUYHMK Homep
noanyHkTa
Yron mMexay MIocKoCTbio CUMMETpUM WwBa (MHWel, coean-  ISOTR 2.419

HSAIOLLEN LIeHTPbI KOPHA LLUBA W NOC/IEAHEro CIos) 1 nonoxu-  25901:2007
Te/bHON OCbI0 Y WM IMHVEN, NapasiieNibHol OcK Y. npuyemM

Yron U3MepstoT B MaTeMaTyeckyt NosIoXUTEIbHOM Harpas-

NeHun (MPOTVB YacoBOW CTPESIKM) B MONEPEUYHOM CeveHun
paccmaTpuBaemoro Lusa

Buénuorpadgus

Welding and allied processes — Classification of geometric imperfections in metallic materials —
Part 1: Fusion welding (CBapka 1 poacTBeHHble npoueccsl. Knaccudmkaums aedekTos reoMmeTpum
W CM/IOLLIHOCTW B METaJI/IMYECKVX MaTepuanax. YacTb 1. Ceapka nnasneHvnem)

Welding and allied processes — Classification of geometric imperfections in metallic materials —
Part 2: Welding with pressure (CBapka 1 poacTBeHHble npoLecchl. Knaccugmkaums aedekTos reo-
METPUM 1 CM/IOLLHOCTU B META//IMYECKVX MaTepuasiax. YacTts 2. CBapka AaBneHuem)

Thermal spraying — Terminology, classification (Tepmuyeckoe HanbuieHue. TepMuHbI, Knaccudu-
Kauws)

Gas welding equipment — Vocabulary — Terms used for gas welding equipment (O6opygosaHvie
ANns ra3oBoi ceapku. CroBapb. TepMyHbI, MPUMEHseMbIe 419 060pyA0BaHNS A5 ra30BOl CBapK)
Welding — Imperfections in oxyfuel flame cuts, laser beam cuts and plasma cuts — Terminology
(CBapka. [lechekTbl pe3a npy KUCI0POAHON, Ta3epHO 1 NnasmMeHHol peske. TepMuHb)
Resistance welding— Vocabulary — Part 1: Spot, projection and seam welding (KoHTakTHas cBap-
ka. CnoBapb. YacTb 1 ToueuHas, penbedHast ¥ LLOBHas CBapka)

Friction stir welding — Aluminium — Part 1: Vocabulary (CBapka TpeHvem ¢ nepemMeLLBaHNeM.
AntomyHuia. Yactb 1. CrioBapb)

International electrotechnical vocabulary — Part 851: Electric welding (MexayHapoaHbIii 351ekTpo-
TEXHNYECKWIA cnoBapb. YacTb 851. dnekTpocBapka)

31
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