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Llenn n npuHIMIB! cTaHnaptu3anuy B Poccuiickoit ®enepanyn ycranosiaeHsl denepaibHbIM 3akoHOM 0T 27 nexadps 2002 r. N 184-03
"O TEeXHHMYECKOM peryJupoBaHMU", a IpaBUJia IPUMEHEHUS HAlMOHANbHBIX cTaHAapToB Poccuiickoit ®enepanun - T'OCT P 1.0-2004
"Crangaptuszanus B Poccuiickoit ®enepannu. OCHOBHbIC MOJIOXKEHUA".

CaeieHus1 0 CTaHIapTe

1. IToarorosnen ®enepabHBIM rOCyIapcTBEHHBIM yupexaeHueM "Hayuno-y4eOnsrii nentp "Csapka u kouTpois" npu MI'TY um. H.O.
baymana (OI'Y HYLCK npu MI'TY um. H.D. baymana), HanmonansueiM arenrcrsom xouTpois u cBapku (HAKC) u Cankr-IletepOyprexum
rocyJapCTBEHHBIM noauTexHudeckuM yHusepcureroM (CIIOITIY) Ha ocHOBE COOCTBEHHOTO ayTEHTUYHOTO IEPEBOJA CTAHAAPTA, YKa3aHHOIO B
MyHKTE 4.

2. Buecen TexandeckuMm komuTeToM 1o cranaaptuzanuu TK 364 "CBapka u poJCTBEHHBIE ITPOIECCH".

3. YTBepkaeH U BBeaeH B jeiictBue [Ipukaszom denepaabHOr0 areHTCTBA MO TEXHUUECKOMY PETyJIHPOBAHUIO M METPOJIOTHH OT 4 aBrycra
2009 r. N 279-cr.

4. Hacrosmmii ctanmapT UASHTHYCH MexayHapoaHomy crasgapty MCO 17659:2002 "CBapka. MHOros3bI9HBIE TEPMUHBI JJISI CBAPHBIX
coenunenuii ¢ pucynkamu” (ISO 17659:2002 "Welding - Multilingual terms for welded joints with illustrations").

HanmeHoBaHHE HACTOAIIErO CTAHIAPTa M3MEHEHO OTHOCHTEIbHO HAWMEHOBAHMS YKA3aHHOTO MEXKIYHApOJHOro CTaHaapra Jyis
npusenerns B coorsercTBue ¢ ['OCT P 1.5-2004 (myskT 3.5).

HpH MNPUMCHCHUU HACTOALICTO CTaHJgapTa PpEKOMCEHAYCTCS HCHOJIb30BATh BMECTO CCBUIOYHBIX MEKAYHAPOAHBIX CTaHAAPTOB
COOTBETCTBYIOIIUE UM HALTMOHAJIBHBIC CTAHAAPTHI, CBEACHHUS O KOTOPBIX NPUBEACHBI B TOTIOJTHUTEIIBHOM HpI/IJ'IO)KCHI/II/I B.

5. BBeneH BriepBbI€.

Hudopmanus o6 H3MEHEHHMAX K HACTOSILIEMY CTaHIApPTy IyONUKyeTcs B €KETONHO WU3JaBaeMOM HHGOPMAIMOHHOM YKa3aTese
"HanuoHanpHble CTaHAApPTHI", @ TEKCT U3MEHEHUH U IONPABOK - B €KEMECSIYHO U3/1aBacMbIX MH(OPMALMOHHBIX ykasaTessx "HamuoHanbHble
cTangapthl”". B cimyuae mepecMoTpa (3aMeHbI) WIIM OTMEHBI HACTOAIIETO CTAHAApTa COOTBETCTBYIOIIEE YBEJOMIIEHUE OyleT omyOIMKOBaHO B
©KEMECSYHO H37aBaeMOM HHGOpMAMOHHOM Yykaszartene "HaruonambHble cranmapthl. CooTBeTcTByromas HH(GOpMAL¥s, YBEAOMIICHUE H
TEKCTHl Pa3MEIIAlOTCs Takke B MH()OPMAIMOHHON CHCTEMe OOIIEero MOJb30BaHUS - Ha opHIUanbHOM caiite denepanbHOrO areHTCTBa IO
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TCXHUYECKOMY PETYJINPOBAHUIO U METPOJIOI'UHU B CCTU I/IHTepHeT.

BBenenne

Mexnynapoansiit cranpapt UCO 17659 paspaboran texHudeckum komuretoM MCO/TK 44 "Capka W pOICTBEHHBIE IPOIECCHI",
noakomuteroM [1K 7 "Tepmunsl u onpexaeseHus".

Tun coeqvHeHUs: U NOATOTOBKA COEIMHEHHMS IOJ CBAapKy SBJISIOTCS Ba)KHBIMH COCTABJISIOLIMMH CBAPHBIX KOHCTPYKLHUH M 3aBHCAT OT
TOJILMHBI JI€Tallell, MaTepUasoB, MPOLECcCa CBAPKH U IMOJI0KEHHs CBAapHOIO IlIBa B NPOCTpaHCTBe. 1103TOMY NpH YTEHMM HA Pa3HBIX A3bIKAX
HEo0X0AMMO, YTOObI AKBUBAJICHTHBIE TEPMHHBI TOJIKOBAJIMCh OJHO3HAYHO; HEJOpasyMEHUs MOTYT UMETh CEpbe3Hble H JlaKe OIAacHbBIC
MOCJIEACTBHS.

Lenp nmaHHOro craHaapra - JaTh OJHO3HAYHOE MPEACTABJICHHE CBAPOYHBIX TEPMHHOB 00mero ynorpedsienus. Cxematudeckue
HM300paKeHHs TPUBS3aHBI K PYCCKUM, aHIVIMHCKUM M (PaHIly3CKUM TEpMHHAM, OJIHAKO, NMPH HEOOXOAMMOCTH, UX MOXKHO aJanTHpOBAaTh,
J100aBIIsIsE COOTBETCTBYIOIINE TEPMUHBI Ha JIPYTHX SI3BIKAX.

1. Ob6.1acTh NpUMeHeHust

HacTosimuii craHzapT ONMUCHIBAET € MOMOIIbIO Tpa@uuecKoro U300pakeHus: OOJBIIMHCTBO Hamboyiee yMOTPeOUTENbHBIX TEPMUHOB Ha
PYCCKOM, aHIVIHHCKOM H (DPAHIy3CKOM S3BIKaX, OTHOCSIIUXCS K TUIIaM COCIMHEHHUH, UX IIOArOTOBKE U CBAPHBIM ILIBAM.

Hacrosmuii CTaHAAPT MOXKET UCII0JIB30BATHCA CAMOCTOATEIILHO WIK COBMECTHO C APYTrUMH l'[0}_106HbIMI/I CTaHAapTaMu.

[Mpumeuanus. 1. [IpuBeneHHbIC B HACTOSALIEM CTAHAAPTE PUCYHKH SIBJISIOTCS JIMIIL 3CKU3aMH, CITYXKAIMMH JUISl HOSICHEHHS XapaKTePHBIX
0COOCHHOCTEH pa3NYHBIX TUIIOB coeanHeHns. HeoOs3aTenbHO n300pakars 3TH PUCYHKH B TAKOM K€ BHIC HA MPOCKTHBIX MM TEXHHYCCKUX
yeprexax (Hanpumep, corsacHo MCO 2553).

2. B HacrosmeM cTaHAapTe HPHBEACHBI SKBHBAJICHTHBIC TEPMUHBI Ha Tpex odunuanpHeIX sa3pikax MCO (pycckoM, aHTIHICKOM H
(bpaHIly3cKoM).

2. HopMaTuBHBIE CCBUIKH

HI/I)KGCJ'ICI[yIOI_HI/Ie HOPMATUBHBIC CCBUIKHM COACPIKAT IIOJIOKCHUS, KOTOPLIC IMOCPEACTBOM CCBUIOK B HAHHOM TEKCTC COCTaBIIAIOT
TIOJIOKEHUS MEXAYHAPOAHOTO CTaHAapTa. Ecnu cepliku JAaTUPOBAHBI, TO MOCICAYOIINE MTONPABKU K HUM WIHA UX NEPECMOTPBI HE UCIOJIB3YIOT.
O,Z[HaKO Y4acTBYIOIIMM CTOpPOHaM COIJIAIICHUH Ha OCHOBE HACTOSIIETO CTaHaapTa PEKOMEHAYETCA BBIACHUTH BO3MOKHOCTb IPUMEHEHUSA
CaMbIX IMOCJICIHUX H3JaHUI HOPMATUBHBIX JTOKYMEHTOB, YKa3aHHBIX HHIKC. HOCKOJ]be CCBUIKM HE€ JaTHPOBaHbI, TO HCIIOJB3YIOT ITOCICOAHCC
U3JaHUuE NOKYMECHTaA, Ha KOTOpBIf/'I JACTCA CChIIIKaA.

HCO 857-1. Cpapka u poacteeHHsle npoueccsl. CioBapb. Yacts 1. [Ipoueccs! cBapku MeTamion

HCO 2553. CoenuHeHUs cBapHbIE U MasHbIC. Y CIIOBHBIE 0003HAUCHUS HA YEPTEkKAX.

3. TepMUHBI H ONpeIeTeHUs

B HacrosmeM cTaHIapTe IPUMEHEHBI CIICAYIOIIIE TEPMHUHBI C COOTBETCTBYIOIINMH ONPEACIICHUSIMHE.
3.1. CoennHeHMe: COUICHEHNUE JieTalel, KOTOPBhIE Y)Ke COSNHEHBI WM JOIDKHBI OBITh COCIUHEHBI.
3.1. Joint: the junction of workpieces or the edges of workpieces that are to be joined or have been joined.

3.1. Assemblage: disposition relative des P25 oy des bords des P25 & gouder ou qui ont #HH sondimiare

3.2. Caapka IUIaBJICHHCM: CBapKa, OCYLICCTBIIsIEMasi OIUIABICHHEM CONPAracMBIX MOBEPXHOCTEH O€3 NPUIIOKCHUsSI BHEIIHEH CHIIBI,
00BIYHO, HO HE00A3aTeNILHO, JOOABIISICTCS PACIUIABICHHBII IPUCAIOYHBIH METaIIL.

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

NOTE. Filler metal may or may not be added.
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3.2. Soudage par fusion: soudage avec fusion locale sans application d'effort EXFHELEUE  qang lequel les faces 2 souder sont fondues.

NOTE. Un B#t4L gapport peut ou non ®EEE MELlisit

3.3. Capka JaBlieHHEM: CBapKa, OCYILECTBIsieMasi IPUJI0KEHUEM BHEIIHEH CHJIbI M CONPOBOXKAaeMasi MIIaCTUYECKUM 1e(hOpMUPOBaHUEM
CONPSraeMbIX IIOBEPXHOCTEH, 0OBIYHO Oe3 PHCaJOYHOTO MeTalIa.

[Ipumeuanue. ComnpsiraeMbie MOBEPXHOCTH JIOMYCKAETCsI HATPEBaTh, 4TOOBI 00JIerynTh noiaydenue coequnenus (MCO 857-1).

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

NOTE. The faying surfaces may be heated to permit or facilitate joining. [ISO 857-1].

HEQDHLE 4 soudage dans lequel un effort SXTHILEUE gffisant est SEPL M pour provoquer une

plastique plus ou moins forte des faces @ souder, en wairal g mital d'apport.

3.3. Soudage avec pression:
diif ornation

NOTE. Les faces 2 souder peuvent BELe CHaULLHES afin de permettre ou de faciliter la liaison.

3.4. Compsiraemasi MOBEPXHOCTh: MOBEPXHOCTh OJHOM JETallM, KOTOpas NMpeJHa3HauYeHa AJIsl COEJUHEHUS C TIOBEPXHOCTBIO IPYroi JeTaiu
it GOPMUPOBAHHUS COSTUHCHUSI.

3.4. Faying surface: surface of one component that is intended to be in contact with a surface of another component to form a joint.

3.4. Face @ souder: surface de I'une des P&#e#5 destimiie & RLLE pjce en contact avec une surface d'une autre P22 pour constituer
un assemblage.

3.5. YacTH4HOE NPOIUIABJIEHHUE: TIPOILIABJIEHUE, KOTOPOE MPEJAHAMEPEHHO HE SIBJIAETCS MOJHBIM.

3.5. Partial penetration: penetration that is intentionally not full penetration.

3.5, PRIBIEEATION pariie)le: PAIREEALION | o104 airement moindre qu'une pleine Bt
3.6. HemonHoe mporutaBieHue: MPOIUIaBIeHNE, TIIyOHHA KOTOPOTO MEHEE YCTAHOBICHHOM.
3.6. Incomplete penetration: penetration that is less than that required or specified.
exige ou spiici fife .

HnMtration | pinficration .
3.6. Manque de * P moindre que celle

3.7. CTeIKOBOC COCJUHCHHUEC: TUII COCAUHEHUS, TIPU KOTOPOM J€TaJIu JICKAT B 0):[HOI71 IUIOCKOCTH W IPUMBIKAIOT JAPYT K APYI' TOPLOBLIMU
TIOBEPXHOCTSAMMU.

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

3.7. Assemblage bout bout: e d'assemblage dans lequel les FHEES sont 51 e s approximativement dans un 2 [)lan et sont en
g g
contact entre elles.

3.8. INapamienbHoe COeAMHEHHE: TUI COEAMHEHHs], IIPU KOTOPOM JA€Tald MapaieibHbl APYT APYry, HallpuMep NpH IIaKUPOBAHHU
B3PBIBOM.

3.8. Parallel joint: type of joint where the parts lie parallel to each other, e.g. in explosive cladding.

piMces parallmles

3.8. Assemblage ® recouvrement total: type d'assemblage dans lequel les
recouvrant totalement, par exemple en placage par explosion.

sont SLFWHES dang des plans en se

3.9. HaxJ1ecTOYHOE COSIMHCHIE: TUIT COCANHEHHUS, IPU KOTOPOM JICTAIN TapaluieIbHbI APYT APYTy M YaCTHYHO IIEPEKPBIBAIOT JAPYT IPYyTa.
3.9. Lap joint: type of joint where the parts lie parallel to each other and overlap each other.

piMces parallmles

3.9. Assemblage ® recouvrement: type d'assemblage dans lequel les
recouvrant partiellement.

sont SLEWHES  dans des plans en se

3.10. TaBpoBOe coeqUHEHHE IO NPSMBIM YIJIOM: THII COSJUHEHHUS, IPH KOTOPOM AETalH CONPATAIOTCS MOJ NMPAMBIM yriaoM (oOpa3sys T-
oOpazHyto Gopmy).

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

piMces

3.10. Assemblage en T: type d'assemblage dans lequel les sont approximativement perpendiculaires entre elles, formant un T.

3.11. KpecrooOpa3Hoe COeIMHCHHUE: THUII COSIMHCHHS, IPH KOTOPOM JBE JACTald, JISKAllUe B OJHOW IUIOCKOCTH, MPUMBIKAIOT IIOJ
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MPSIMBIM YTJIOM K TPEThel JeTalu, Jiexaleld Mexay HuMu (o06pasys aBoitHyto T-o6pasHyro Gopmy).

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

a

3.11. Assemblage en croix: type d'assemblage dans lequel deux PIMCES sitwdes qangun meme plan sont perpendiculaires @ une

Troisimie  fomant un double T.
3.12. TaBpoBOE COCAMHEHHUE II0/] OCTPHIM YIJIOM: THII COSIUHEHHUsI, IPH KOTOPOM OJ(HA [A€Tajlb IPHMBIKACT K APYTOif 0] OCTPBIM YIJIOM.
3.12. Angle joint: type of joint where one part meets the other at an acute angle.

3.12. Assemblage en angle ® forte inclinaison: type d'assemblage dans lequel les PaycEs

ferms

forment entre elles un angle ouvert et un angle

3.13. Yri0oBoe coeMHEHHE: THIT COSIAMHCHUS, TIPH KOTOPOM yTOJI MEKIYy MOBEPXHOCTSIMH [BYX ACTalcii B MECTE NPHMBIKAHHUS KPOMOK
cBolIe 30°.

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

pimMces armtes

3.13. Assemblage en angle EX¥THLLEUT . tvhe drassemblage dans lequel deux
SupHrieur s 30°

en contact par un chant ou par leurs

forment entre elles un angle

3.14. ToprioBoe coenuHEHNE: TUII COSAMHEHUS, TIPH KOTOPOM YTOJI MEXK/IY MOBEPXHOCTSAMH JIBYX JETalel B MECTE NMPUMbBIKaHUI KPOMOK
cocrasisteT ot 0° mo 30°.

3.14. Edge joint: type of joint where two parts meet at their edges at an angle of 0° to 30°.

pimces

3.14. Assemblage sur chant: type d'assemblage dans lequel deux en contact par leurs 223 forment entre elles un angle compris

entre 0° et 30°.

3.15. CoenHeHHEe HECKOIBKHUX JETANCH: THII COSAMHEHUS, IPU KOTOPOM HE MEHEe TpeX JAeTajlell NPUMBIKAIOT APYT K JAPYry MO JH00bIM
YCTaHOBIICHHBIM YTJIOM.

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

pimces

3.15. Assemblage 2 joints multiples: type d'assemblage dans lequel trios ou plus forment entre elles des angles de valeur

quelconque.

3.16. IlepekpecTHOe COEAMHEHHWE: THIl COCJUHEHMs, IPH KOTOPOM JBE A€TadM (HAampuUMep, NPOBOJOKM) JIeXaT ApYyr Ha JApyre
IepPeceKasiCh.

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

3.16. Assemblage de fils en croix assemblage de ronds en croix: type d'assemblage dans lequel deux PiycEs

ronds, forment une croix.

, par exemple des fils ou des

3.17. MakcuMaibpHasi TOJIIHMHA IIIBa: 3HAYEHHUE, U3BMEPAEMOC OT camoit FJ'[y60KOI71 TOYKU IIPOIUIABJICHHA YIJIOBOI'O LIBa WU Kpaﬁﬂeﬁ
TOYKH KOPHsS CTBIKOBOT'O IIBa 10 HaMBBICILICH TOYKH BBIITYKJIOCTH 1IIBa.

[Mpumeuanue. Vizmepenue 00bIYHO IPOBOJIAT 110 MONEPEYHOMY CEUEHMIO LIBA.

3.17. Maximum throat thickness: dimension measured from the deepest point of the penetration in fillet welds or the extremity of the root
run in butt welds to the highest point of the excess weld metal.

NOTE. This is usually measured from a cross-section.

MPAELSEEUE (otale (soudures bout @ bout): soudures d'angle distance LE&TULHE

suripai sseur

3.17. Gorge totale (soudures d'angle) entre le point le

pHnftration mesurie

et le point le plus haut de la soudures bout @ bout distance

suripaisseur

plus bas de la entre le point le plus bas

de la passe de fond et le point le plus haut de la

NOTE. Cette distance est habituellement L25EHE gy une coupe transversale.

3.18. IIpoexTHast TOJIIMHA [IBA: TOJIIIMHA IBA, yCTAHOBJICHHAS [IPOCKTHPOBIIHKOM.
3.18. Design throat thickness: throat thickness specified by the designer.

3.18. Gorge s e (soudures d'angle) Ml SSnle: T be (soudures bout # bout): gorge SPHMELEINE par le concepteur.

3.19. Teopernueckas TOJIIMHA YIJIOBOTO IIBA: BHICOTA HAMOOJBIIETO PABHOOEIPEHHOrO TPEYroJbHHMKA, KOTOPBIH MOXHO BIMCAaTh B

He sinsiercst opunmanbHpIM W31aHUEM TPETHA3HAUCHO VISl 03HAKOMUTENBHBIX Lieliel. becmiaTHo npeaocTaBiseTcsi KITMeHTaM KOMITaHHH
«/IpeBrpamy - nepeBsiHHbBIE JOMA.



CEYCHUE BEIOJIHEHHOTO IIIBA;
TeOopeTUYecKas TONIIMHA CTBIKOBOTO IIBa: MUHUMAIIbHOE PACCTOSIHAE OT MOBEPXHOCTH JeTanu a0 kKopHs mBa (UCO 2553).

3.19. Actual throat thickness: (fillet welds) the value of the height of the largest isosceles triangle that can be inscribed in the section of the
finalized weld (butt welds), the minimum distance from the surface of the part to the bottom of the penetration [ISO 2553].

3.19. Gorge M1l (soudures d'angle) HpRLSSEUT. Hielle (soudures bout & bout): (soudures d'angle) hauteur duplus grand triangle

i . . i 1T . .. imMce .
izocule pouvant BELE inscrit dans la soudure “EERIMEE (soudures bout 2 bout) distance minimale de la surface de la ¥ 2 la partie

infirieure ge | penetration envers [ISO 2553].

3.20. DddexTuBHAs TONIIMHA [IBA: pa3Mep, KOTOPBIH OMpeesseT Mepeaady Harpy3kd U 3aBUCHT OT (OpMBbI U TITyOWHBI IPOILIABICHUS
LIBa.

3.20. Effective throat thickness: dimension that is responsible for carrying the load, dependent on the shape and penetration of the weld.

Hpaisseur

3.20. Gorge efficace (soudures d'angle) efficace (soudures bout @ bout): dimension qui transmet l'effort et qui Spend 4o 1

Aomit rigue Hnftration
forme #* 9% etdela P de la soudure.
3.21. KareT yrioBoro msa: CTOpoHa HauOOJIbLIEr0 paBHOOSIPEHHOTO TPEYTOJbHUKA, KOTOPBIH MOKHO BIIMCAThH B CEUCHUE LIBA.

3.21. Leg length: side of the largest isosceles triangle that can be inscribed in the section.

3.21. FPUE . soudures d'angle eIt gy plus grand triangle 182%H18 jingerit dans la section.

4. Ucnosib30BaHue SKBUBAJIEHTHBIX TEPMHUHOB

[Mocnenyronme TaGIULBI OTOOPAXKAIOT OOILENPUHATOE YNOTPEOJEHHE TEPMUHOB HAa PA3HBIX S3bIKaX, HO TEPMUHBI, MOKa3aHHbIE KaK
9KBUBAJIEHTHbIE, HEOOSI3aTEILHO B TOUHOCTH COOTBETCTBYIOT JIPYI JPYry IO 3HAUCHUIO M ONpelelieHnIo. B yacTHOCTH, aHTIMHCKUI TepMuH
"fusion face" ("pacruraBisieMas MOBEPXHOCTH") OTHOCHTCS K JIO0OI 4acTH MOBEPXHOCTH 3aTOTOBKHU, PACILIABIAEMOII BO BpeMs CBapKH; B

3aBMCHMOCTH OT KOHTEKCTa STOT TEPMUH MOYKET COOTBETCTBOBATHL (hpaHitysckum TepmunaM "face @ souder" umm "face du chanfrei".

CpasaumMble TepmuHbl, npuMenseMsle B CIIIA, npusenens! B Ilpunoxennn A.

5. Tunsl coeTMHEeHU I

Tun COCAUHCHHUS OIPEACISIOT KOJHUYECTBOM, pasMepaMu U OTHOCHUTEIIbHON OpHCHTaHHCﬁ COCIUHACMBIX z[eTaneﬁ. Ha PUCYHKE 1
CXEMATU1HO ITOKa3aHbI IIPUMEPHI € COOTBETCTBYIOIIMMHU TEPMHUHAMU U TTOSICHCHUSIMU.

a) cThIKoBOe coeHenue Butt joint Assemblage bout bout
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b) napannennnoe coenunenue Parallel joint Assemblage recouvrement total

¢) HaXJiecToO4Hoe coennHeHue Lap joint Assemblage recouvrement
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d) TaBpoBoe coennHenne noja npsavMbiM yriaom T-joint Assemblage en T

U’Q\

e) kpecroodpasHoe coeqnHeHue Cruciform joint Assemblage en croix

/.

f) TaBpoBoe coequHenne moax ocTpbiM yriiom Angle joint Assemblage en angle forte inclinaison

D K
T

He sBnsteTcs opuIpanbHbIM H3JaHHEM IIpeHAa3HAYCHO UL O3HAKOMUTEIBHBIX Leneil. becmnaTHo nmpenocTaBisercs KIMEHTaM KOMIIaHUH
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g) yriosoe coenunenue Corner joint Assemblage en angle

h) TopuoBoe coenunenne nmoa ocTpsiM yriom Edge joint Assemblage sur chant

i) coenunenne HeckoabKkuX aeraneii Multiple joint Assemblage a joints multiples

j) mepexpectHoe coenuHenune Cross joint Assemblage de fils (ou de ronds) en croix

Pucynok 1. Tunsl coennnennii Figure 1. Types of joints Figure 1. Types d'assemblages

6. Tunbl NOArOTOBKHU COeAMHEHMIl 10 CBAPKY H FeOMeTpHsi coeJUHeHHU i

Pucynku 2 - 11 u tabnuusl 1 - 5 WUIIOCTPUPYIOT TEPMHHBI, OTHOCSIIMECS K TOATOTOBKE COCAMHEHMH M T'€OMETPHU COCIAWHEHH.
OO0o3HayeHus, MOKA3aHHbIC HAa DPHCYHKAaX, IPUBEICHBI IEpel] COOTBETCTBYIOLIMMM TepMHUHaMU. JIMHe#HBbIe pa3Mepbl U YINIbl HOKa3aHbI
YHCIIAMH, @ TIOBEPXHOCTH - OyKBaMU. PHCYHKU IpUBEIEHb] B ONUCATENIBHBIX LIEJSAX U HE MOTYT OBITh OCHOBOM /11 TEXHUYECKUX YepTexkei.

He sBiseTcs opuuMaIbHbIM U3IaHUEM TIPEIHA3HAUCHO ISl 03HAKOMUTEINBHBIX Liesiell. becmiaTHo npeaocTaBiseTcsi KITMEHTaM KOMITaHHH
«/IpeBrpamy - nepeBsiHHbBIE JOMA.



4

Pucynok 2. Iloaroropka noj cBapky cTbIKOBOI0 coeluHeHHUs 0e3 ckoca kpomok Figure 2. Preparation for square butt weld Figure 2.
pour soudure bout bout sur bords droits

PucyHok 3. [ToAroToBKa noJ cBapKy CTHIKOBOI0 COEMHEHMSI CO CKOCOM O/IHOIi KPOMKH ¢ MPHTYIUIEHHEM M ¢ nmoakiaakoii Figure 3.
Preparation for single bevel butt weld with backing Figure 3. pour soudure en demi-Y avec support

He sBiseTcs opuuMaIbHbIM U3IaHUEM TIPEIHA3HAUCHO ISl 03HAKOMUTEINBHBIX Liesiell. becmiaTHo npeaocTaBiseTcsi KITMEHTaM KOMITaHHH
«/IpeBrpamy - nepeBsiHHbBIE JOMA.
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PucyHok 4. IToaroroBka moj cBapKy cThIKOBOI'0 COeHHEHHsI ¢ V-00pa3HbIM CKOCOM KPOoMOK U ¢ nputymieHneM Figure 4. Preparation
for single V-butt weld Figure 4. en Y

He sBiseTcs opuuMaIbHbIM U3IaHUEM TIPEIHA3HAUCHO ISl 03HAKOMUTEINBHBIX Liesiell. becmiaTHo npeaocTaBiseTcsi KITMEHTaM KOMITaHHH
«/IpeBrpamy - nepeBsiHHbBIE JOMA.
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Pucynok 5. Iloaroropka noj cBapky c¢TbikoBoro coeaunenus ¢ U-o0pasubiM ckocom kpoMok Figure S. Preparation for single U-butt
weld Figure 5. en U

Tab6muma 1

Tele/[H])l, OTHOCAIIHMECS K MOATOTOBKE CTHIKOBBIX CO€IMHEHU I

TTo3unus Pycckui English Franzais

. supirieure
A Jluuesas nmoBepxHOCTh upper workpiece surface face P de

ince
neTanu la¥
B OGparnas ctopona  reverse side face infHrisure 4o
ince
neTanu la ¥
imce
C BokoBas kpomka  plate edge chantdela P
[JIACTUHBI
D <a> PacmaBisiemast fusion face face @ souder

He sBisieTcs opuIMaIbHBIM U3IaHUEM TIPEIHA3HAUCHO ISl 03HAKOMUTENBHBIX Lieliell. beciaTHo npeaocTaBiseTcsi KITMEHTaM KOMITaHHH
«/IpeBrpamy - nepeBsiHHbBIE JOMA.



MTOBEPXHOCTh (unprepared)

(6e3 ckoca KpOMKH)

E <a> Pacmiaisiemas fusion face (prepared) face du chanfrein
MOBEPXHOCTH

(co cKOCOM KPOMKH)

wrplat

F TloepxHocTh root face , talon
MPHUTYIUICHUS KPOMKH
X Toxpkmanka weld pool backing latte-support

Hpaisseur del

1 Tonmmua mnactuasl  plate thickness ela

pimce

3 Bokosoe pebpo xetanu side edge of workpiece SERTE latiirale ge

la pimce
4 <a>, 3a30p MeXILy Root gap HCHETELENT geg bords
11 <a> cBapuBaeMbIMH
MOBEPXHOCTAMH
5 Pe6po cteikyemoii  Side of gap face ArBLe Jongitudinale
MTOBEPXHOCTH du joint

6 BokoBoe pebpo Side of fusion face ~ 8fRTE lamirale g,

pacruiaBisieMoii joint

TIOBEPXHOCTH

7 JnuHa coemuHenus  Joint length longueur du joint

8 IIpomomsHoe pe6po  longitudinal edge of #E™2 [ongitudinale

CKOILICHHON KPOMKH  preparation du chanfrein
9 Tonmmua coequnenust joint thickness profondeur du joint
10 Pagmyc npu Bepummue root radius rayon 2 fond de
pasnenku chanfrein

12 TIpurynnenue kpomku depth of root face  hauteur du talon

He sinsiercst opunmanbHpIM W31aHUEM TPETHA3HAUCHO VISl 03HAKOMUTENBHBIX Lieliel. becmiaTHo npeaocTaBiseTcsi KITMeHTaM KOMITaHHH
«/IpeBrpamy - nepeBsiHHbBIE JOMA.



14 Bokosoe pe6po side edge of root face #LE2 faciale du

MPUTYIUIEHAS KPOMKH talon
15 Boxkosoe pebpo side edge of Armte faciale du
CKOLLIEHHOW KPOMKH  preparation chanfrein

16 Ilupuna obpabotkn  width of preparation largeur du chanfrein

KPOMKH

17 VYron ckoca kpoMmku angle of bevel angle du chanfrein

18 T'nyOuna o6pabotku depth of preparation profondeur du

KPOMKH chanfrein

19 Ilupuna cxomennoit  width of prepared face largeur de la face du

ITOBEPXHOCTU KPOMKHU chanfrein
20 Illupuna pasmenku  joint width largeur de 'ouverture
21  VYroun pazaenku kpomok included angle angle d'ouverture
44 BBICTYIl KDOMKH land Fiure

<a>Cwm. pazgen4 <a> See Clause 4, use <a> Voir article 4,
00 ucnonb3oBanuu  of equivalent terms. utilisation de termes

mquivalents
9KBUBAJIEHTHBIX .

TEPMHUHOB.

He sinsiercst opunmanbHpIM W31aHUEM TPETHA3HAUCHO VISl 03HAKOMUTENBHBIX Lieliel. becmiaTHo npeaocTaBiseTcsi KITMeHTaM KOMITaHHH
«/IpeBrpamy - nepeBsiHHbBIE JOMA.



Pucynok 6. IloaroroBka noj ceapky TaBpoBoro coequHenus Figure 6. Preparation for fillet weld (T-joint) Figure 6. pour soudures
d'angle sur assemblage en T

He sBiseTcs opuuMaIbHbIM U3IaHUEM TIPEIHA3HAUCHO ISl 03HAKOMUTEINBHBIX Liesiell. becmiaTHo npeaocTaBiseTcsi KITMEHTaM KOMITaHHH
«/IpeBrpamy - nepeBsiHHbBIE JOMA.
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Pucynok 7. IloaroToBka noj cBapKy TaBpoBOro coeMHEHHUs ¢ IBYCTOPOHHUM ckocoM Kpomku Figure 7. Preparation for double-bevel
T-butt welds Figure 7. pour soudures d'angle sur assemblage en T avec double chanfrein

Tabauna 2

Tele/lel, OTHOCHALHECH K NOAT0TOBKE TABPOBBIX coeIMHEeH Uit

Io3unus Pyccknii English Ehaands
E PacnnaBnsemas fusion face (prepared) face du chanfrein
MMOBEPXHOCTh
I <a> Pacnnasisemas fusion face (fillet face ® souder
IIOBEPXHOCTh weld)

Hpaisseur del

1 Tonmmua mnactuasl  plate thickness ela

pimce

4, 3azop mMexmy root gap HCELTENENT geg bords

He sBiseTcs opuuMaIbHbIM U3IaHUEM TIPEIHA3HAUCHO ISl 03HAKOMUTEINBHBIX Liesiell. becmiaTHo npeaocTaBiseTcsi KITMEHTaM KOMITaHHH
«/IpeBrpamy - nepeBsiHHbBIE JOMA.



11 <a> cBapuBaeMbIMH

JeTAIAMU

7 <a> Jlnuna coemuHeHus  joint length longueur du joint

s}

IpososHoe pe6po  longitudinal edge of #TETE [ongitudinale

CKOIIICHHOW KPOMKH  preparation du chanfrein

12 Ipurymnenue kpomku depth of root face  hauteur du talon

13 Tpomomsroe pe6po  longitudinal edge of STETE [ongitudinale

MPUTYIUICHUS] KPOMKH  root face du talon

14 Boxkosoe pebpo side edge of root face #FELE faciale du
[PUTYTUIEHUS] KPOMKI talon

15 Bokosoe peGpo side edge of ALETE faciale du
CKOIIICHHOI KPOMKH  preparation chanfrein

16 Illupuna obpabdorku  width of preparation largeur du chanfrein

KPOMKH

17 VYron ckoca kpomku angle of bevel angle du chanfrein

18 TI'my6una o6paboTku depth of preparation profondeur du

KPOMKH chanfrein
20 IHupuna pazgenku  joint width largeur de I'ouverture
21  VYron pazaenku kpoMmok included angle angle d'ouverture

<a> Cwm. paznen4  <a> See Clause 4, use <a> Voir article 4,

00 ucnonb3oBanuu  of equivalent terms. utilisation de termes

muivalents
SKBUBAJIEHTHBIX .

TEPMHUHOB.

He sinsiercst opunmanbHpIM W31aHUEM TPETHA3HAUCHO VISl 03HAKOMUTENBHBIX Lieliel. becmiaTHo npeaocTaBiseTcsi KITMeHTaM KOMITaHHH
«/IpeBrpamy - nepeBsiHHbBIE JOMA.
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Pucynok 8. [ToaroroBka noj cBapky CTbIKOBOro coeJHHeHus ¢ oToopToBkoii kpomok Figure 8. Preparation for butt weld between
plates with raised edges Figure 8. Assemblage bords

Tabuuna 3

Tele/lHLI, OTHOCHINHUECH K MOATOTOBKE CTHBIKOBOI'0 COCIMHECHUSA C OTGOPTOBKOﬁ KPOMOK

Io3unus Pycckwmii English Franzais

D <a> PacmiaBnsemast fusion face face @ souder
MOBEpXHOCTH (0e3  (unprepared)

cKOca KPOMKH)

1 Tonmmua maactunel  plate thickness Epaisseur de la P"F

22 Jmuna or6oproBku  length of raised edge longueur du bord

KPOMOK rel ewvit

23 TpononmsHoe pebpo  longitudinal side of 2FE* Jongitudinale du

oT6opTOBaHHOM KpoMKH raised edge bord relevr

24  Creik oT60pTOBaHHEIX abutment of raised ~ 2FE™ Jongitudinale du

KPOMOK edge joint

He sBnsteTcst opuIpanbHbIM H3JaHHEM NIpeAHAa3HAYCHO UL O3HAKOMUTEIBHBIX Ieneil. becmnaTHo nmpenocTaBisercs KIMEHTaM KOMIIaHUH
«/lpeBrpan - 1epeBsiHHBIE JOMa.



25 Boicota ot6oproBkn  depth of raised edge hauteur du bord T&1EvH

KPOMKH

26 Pammyc or6oproBku radius of raised edge rayon de pliage du bord

KPOMKH

<a>Cwm. paznen4 <a> See Clause 4, use <a> Voir article 4,
00 ucnons3oBanuu  of equivalent terms. utilisation de termes

mquivalents
9KBUBAJIEHTHBIX .

TEPMUHOB.

k\,\\‘;\\’\“\\r\‘
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a) kpyrJble BoicTynbl Round projections Bossages ronds

He sBnsteTcs opunuanbHbIM H3JaHHEM NIpeIHAa3HAYCHO UL O3HAKOMUTEIBHBIX Ieneil. becrmaTHo nmpenocTaBisercs KIMEHTaM KOMIIaHUH
«/lpeBrpany - 1epeBsiHHBIE JOMa.
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b) ynnunennsie BoicTynsl Elongated projections

Bossages

¢) KoJiblieBbIe BLICTYNBI Annular projections Bossa;

ges annulaires

Pucynok 9. ®@opmsl coeanHennii npu peiasednoii ceapke Figure 9. Forms of projection welds Figure 9. Formes de bossages

Tabauna 4

He siBnsieTcs o (ULHATBHBIM U3 JTAaHUEM IT peaHa3HAYECHO JUISL O3HAKOMUTEIIBHBIX nesneil. becrmatHo I PENOCTaBIAETCS KIMEHTaM KOMIIaHUU

«/IpeBrpamy - nepeBsiHHbBIE JOMA.



Tele/IHbl, OTHOCHIIIHECH K IMOATOTOBKE COCAMHECHUSA 1MO/T peJIbe(l)Hle CBapKy

To3umus Pycckwmii English Franzais

1 Tommmua mactunsl  plate thickness VEREERET de 1o BAURE

27 lar BeicTyna pitch (of projections) entraxe (des bossages)

28 Beicora BeicTyna  projection height  hauteur du bossage

29 Jlnuua BhicTyma  projection length  longueur du bossage

30 Ilwupuna BeicTyna  projection width  largeur du bossage

31 Jluamerp BeicTyma projection diameter S1EWIELE gy hossage

32 Jluamerp konbleoro annular projection  J1ZWHELE gy hossage

BBICTYIA diameter annulaire
33 Paccrosaue 1o kpast edge distance distance au bord
JeTau (de la BIMES)

Pucynoxk 10. Céopka nmoa KOHTAKTHYIO0 TOYEYHYIO  IIOBHYIO CBapKH ¢ pa3aasiuBanneM kpomok Figure 10. Configuration for spot,

He sBiseTcs opuumaabHbIM U3IaHUEM MIPEIHA3HAUCHO ISl 03HAKOMUTENBHBIX Liesiell. becmiaTHo npeaocTaBiseTcsi KITMEHTaM KOMITaHHH
«/IpeBrpamy - nepeBsiHHbBIE OMA.



seam or mash welds Figure 10. Configuration pour soudurepar points, la molette ou

Pucynok 11. Céopka moa mioBHYI0 KOHTAKTHYIO CTHIKOBYIO cBapKy 1o ¢ouibre Figure 11. Configuration for foil-seam-welds Figure 11.

Configuration pour soudure

2 ]a molette avec feuillard d'apport

Tele/lel, OTHOCHIIHECH K c60p1¢e noJx CBapry JaBJIEeHHEM HaXJIECTOYHBIX coeIUHEeHUI

[o3unus Pyccknii English Framaais

G Oobnacts Haxnectkn  lapped area surface de recouvrement

H Iloepxnocts koHTaKTa foil contact surface surface de contact du

¢ donbroit feuillard

1 Tommunua maactunsl  plate thickness HERLEIERE: g 1a BEWNE

2 1lupuna neramu workpiece largeur de la PEUES

5 Pebpo creikyemoit  side of gap face  #TE™ |ongitudinale du

[OBEPXHOCTH joint
34 Jlnuna Haxnectku  lap length longueur de recouvrement
35 Ilupuna Haxiectku lap width largeur de recouvrement

Tabmuma 5

He saBasercs O(I)I/II_H/IaJ'ILHLIM NU3JaHUCM NTPEAHA3HAYCHO 11 O3HAKOMUTEIIbHBIX ueneﬁ. Becmnatho NPEAOCTaBJIAICTCS KIIMEHTAM KOMITaHUN

«/IpeBrpamy - nepeBsiHHbBIE JOMA.



36 [lnuna donbru foil length longueur du feuillard

37 Ilupuna dosbru foil width largeur du feuillard

38 Tommuna Goneru  foil thickness MPELSSEUT 4 feyillard

Pucynku 2 - 8 oTHOCATCSI K TMIIAM MOATOTOBKH COEIMHEHHI U T€OMETPUU COEAMHEHHH IPU CBapKe IIaBJIeHHEM, pUCYHKH 9 - 11 - npu
CBapKe JaBICHUEM.

B HCKOTOPBIX CliydasiX COOTBECTCTBYIOILIUEC HI/I(prBI;IC 0003HaYEHUsT Ha Pa3HbIX PUCYHKAaX OTHOCATCA K OAHUM H TEM XK€ TCpMHUHaAM,
OJTHAaKO 5TO HE BCET/Jla CIIPABE€VINBO JIS1 BCEX PUCYHKOB, IIPUBEICHHBIX B HACTOAIIEM CTaHAAPTE.

7. llIBbI NpHU cBapKe NJaBJeHHEM

TCpMHHBl, OTHOCAIIHUECA K THIIOBBIM IIIBaAM, BBIIIOJTHCHHBIM CBapKOﬁ IJIaBJICHUEM, IIPUBCACHBI Ha PUCYHKE 12. Ha PUCYHKE 13

CXEMAaTHUYHO ITOKa3aHbI ICMEHTH! CTHIKOBBIX IIBOB, HA PHCYHKax 14 m 15 - 3JIeMEHTHI YIVIOBBIX IIBOB Pa3IMYHON (OPMBI, Ha pUCyHKe 16 -
9JIEMEHTBI MHOTOIIPOXOJHBIX LIBOB.

4
3
2
3 | | 9
11 4
t 7 \6
26/ 5

a) CTHIKOBOI OB ¢ V-00pa3Hoii pa3aenkoii kpomok Single V-butt weld Soudure bout bout en V

o)

S

He sBiseTcs opuuMaIbHbIM U3IaHUEM TIPEIHA3HAUCHO ISl 03HAKOMUTEINBHBIX Liesiell. becmiaTHo npeaocTaBiseTcsi KITMEHTaM KOMITaHHH
«/IpeBrpamy - nepeBsiHHbBIE JOMA.



b) yriosoii moB Fillet weld Soudure d'angle

Pucynok 12. IIpumeps! mBoB npu cBapke miaapjaeHuem Figure 12. Typical examples of fusion welds Figure 12. Exemples types de
soudures par fusion

Tabuuna 6

TepMPlel, OTHOCHAIIHECH K CBAPHBIM COCIMHCHUSAM IIPH CBApPKe NJIaBJICHUEM

To3umus Pycckuit English Framsais
1 OcHOBHOM MeTaT parent metal wital de base
2 Mertamu mBa weld metal wital fondy

3 30Ha TEPMHYECKOTO heat-affected zone zone thermiquement

BITHSIHUS affectue
4 3oHa CBapHOro weld zone zone Foudie
COEIMHEHNS

5 TI'myOuna nporutaBieHus fusion penetration pinfitration
6 I'panmna msa fusion line zone de liaison
7 Kopens mBa root of weld racine (de la soudure)
8 IllupuHa mBa weld width largeur de la soudure
9 Beicora BeImykJIoCcTH mBa  excess weld metal suripal sseur
10 Karer yrioBoro mBa  leg length ot
Suripai sseur

11 Bplcora BIIyKJIOCTH KOPHS penetration bead ala

mBa thickness racine

- HrMtration
25 TI'myOuHa mporuiaBieHus root penetration P ala

KOpHS IlIBa racine

He sinsiercst opunmanbHpIM W31aHUEM TPETHA3HAUCHO VISl 03HAKOMUTENBHBIX Lieliel. becmiaTHo npeaocTaBiseTcsi KITMeHTaM KOMITaHHH
«/IpeBrpamy - nepeBsiHHbBIE JOMA.



26 30Ha MpOIUIABICHHUS fusion zone zone de dilution

b) cThIKOBOIi OB ¢ MOJHBLIM NpomniasaeHueM Full penetration butt weld Soudure pleine

€) CTBIKOBOH 1LIOB ¢ HENOJHBIM NponJiasjieHneM Incomplete penetration butt weld Soudure avec manque de

He sBiseTcs opuuMaIbHbIM U3IaHUEM TIPEIHA3HAUCHO ISl 03HAKOMUTEINBHBIX Liesiell. becmiaTHo npeaocTaBiseTcsi KITMEHTaM KOMITaHHH
«/IpeBrpamy - nepeBsiHHbBIE JOMA.



i 14
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d) cTpikoBoOi 0B TaBpoBoro coennnenusi Butt weld T-joint Soudure en demi-V sur assemblage enT

Pucynok 13. IIpumeps cTbikoBbIX mBoB Figure 13. Typical examples of butt welds Figure 13. Exemples types de soudures bout a bout

Tabmuma 7

TepMHHbl, OTHOCHAIIHECH K CTBIKOBBIM IIBAM IIPH CBapKe IJIaBJICHUHEM

Io3unus Pycckuit English Fransais

Hpaisseur

12 <a> MakcumaibHas TONIMHA Ba maximum throat totale

thickness

13 <a> IlpoexTHas TonmuHa mBa design throat Hpsisseur: Lhudrioue

thickness

14 <a> Teoperuueckas Tonmuua actual throat MPALSSEUL rielle

mBa thickness

Hpaisseur

15 <a> DddexruBHas TommuHa mBa effective throat efficace

thickness

16 VYron nepexona msa k  weld toe angle  angle de raccordement

OCHOBHOMY METaJLTy

17 iunHa niBa weld length longueur de la

soudure

He sBnsteTcs opUnuanbHbIM H3JaHUEM IIpeIHAa3HAYCHO UL 03HAKOMUTEIBHBIX Ieneil. becrnaTHo nmpenocTaBisercs KIMEHTaM KOMIIaHUH
«/lpeBrpan - 1epeBsIHHBIE JOMa.



18 Yemyituatas nosepxuoctb weld surface with  surface de la soudure

Ba bead ripples avec vagues de
solidification
27 IllupuHa BBITYKIOCTH KOPHA root width largeur du cordon 2
IIBa la racine
<a> Cwm. paznen 4 <a> See Clause 4, <a> Voir article 4,
00 HCIOIb30BaHUU use of equivalent utilization de termes
Hquivalents

SKBHUBAJICHTHBIX TEPMHUHOB. terms.

8. ToJiuuHA yrjI0BbIX IIBOB

B cBsi31 ¢ TeM, 4TO CYIIECTBYIOT pa3invHble (JOPMBI YIIIOBBIX IIBOB, HEOOXOIUMO YUUTHIBATH PA3JIMYHBIC 3HAUCHUS PA3MEPOB UX TOJLIMH
(cM. Taroke pucyHoK 12 b).

12

a) (14) 6oabiue, yem (13) (14) greater than (13) (14) plus grand que (13)

He sBiseTcs opuuMaIbHbIM U3IaHUEM TIPEIHA3HAUCHO ISl 03HAKOMUTEINBHBIX Liesiell. becmiaTHo npeaocTaBiseTcsi KITMEHTaM KOMITaHHH
«/IpeBrpamy - nepeBsiHHbBIE JOMA.



b) (14) mensiue, yem (13) (14) smaller than (13) (14) plus petit que (13)

Pucynox 14. Tormmuns! yriosbix mBos Figure 14. Throat thicknesses for fillet welds Figure 14. Gorges des soudures d'angle

Tabuuna 8

Tele/lHBI, OTHOCHALIHMECH K TOJIIHHE YIVIOBBIX LIIBOB

[osuuus Pycckuit English Fransais

12 MakcumainpHas ToJIMHA mBa maximum throat thickness gorge totale

13 IlpoekrHas Tommuuna mBa design throat thickness gorge LR Lae

14 Teopernueckas TonmmuHa actual throat thickness gorge Litelle

mBa

15 D¢dexrusnas Tonumua mBa effective throat gorge efficace

thickness

He saBnsercs O(I)I/II_[I/IaJ'ILHLIM HU3JaHUEM NTPEAHA3HAYCHO IS O3HAKOMUTEIIbHBIX ueneﬁ. BecmnathHo NPEAOCTaBJIACTCS KIIMEHTAM KOMITaHUN

«/IpeBrpam - nepeBsiHHbBIE JOMA.
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a) yruoBoii BeImyk.blii moB Convex fillet weld Soudure d'angle convexe

He sBiseTcs opuuMaIbHbIM U3IaHUEM TIPEIHA3HAUCHO ISl 03HAKOMUTEINBHBIX Liesiell. becmiaTHo npeaocTaBiseTcsi KITMEHTaM KOMITaHHH
«/IpeBrpamy - nepeBsiHHbBIE JOMA.
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b) yrioBoii BoruyThlii moB Concave fillet weld Soudure d'angle concave

He saBasercs O(I)I/II_[I/IaJ'ILHLIM HU3JaHUEM NTPEAHA3HAYCHO IS O3HAKOMUTEIIbHBIX ueneﬁ. Becmnatho NPEAOCTaBJIAICTCS KIIMEHTAM KOMITaHUN

«/IpeBrpamy - nepeBsiHHbBIE JOMA.
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14

¢) yraosoii moB c 3a3opom Fillet weld with gap Soudure d'angle avecjeu

He sBiseTcs opuuMaIbHbIM U3IaHUEM TIPEIHA3HAUCHO ISl 03HAKOMUTEINBHBIX Liesiell. becmiaTHo npeaocTaBiseTcsi KITMEHTaM KOMITaHHH
«/IpeBrpamy - nepeBsiHHbBIE JOMA.
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d) yrioBoii moB ¢ pasubiMu kateramu Fillet weld with unequal legs Soudure d'angle

He sBisieTcs opuIMaIbHBIM U3IaHUEM MIPEIHA3HAUCHO ISl 03HAKOMUTENBHBIX Liefiell. beciaTHo npeaocTaBiseTcsi KITMEHTaM KOMITaHHH
«/IpeBrpamy - nepeBsiHHbBIE JOMA.



12 , 15

e

€) yriioBoii moB ¢ HenoJHbIM npomniaBiaenneM Fillet weld with incomplete penetration Soudure d'angle avec manque de partielle

He sBnsteTcs opunuanbHbIM H3JaHHEM NIpeIHAa3HAYCHO UL O3HAKOMUTEIBHBIX Ieneil. becrmaTHo nmpenocTaBisercs KIMEHTaM KOMIIaHUH
«/lpeBrpany - 1epeBsiHHBIE JOMa.



f) yraoBoii mos ¢ riayooxum nponiiasijennem Fillet weld with deep penetration Soudure d'angle partielle

fiali st rocidi HrMtration
ri=alisHe par un P a forte ¥

Pucynok 15. IIpumeps! yriaoBbix mBoB pasaudHoii popmsl Figure 15. Typical examples of fillet welds with different shapes Figure 15.
Exemples types de soudures d'angle avec configurations

He sBiseTcs opuuMaIbHbIM U3IaHUEM TIPEIHA3HAUCHO ISl 03HAKOMUTEINBHBIX Liesiell. becmiaTHo npeaocTaBiseTcsi KITMEHTaM KOMITaHHH
«/IpeBrpamy - nepeBsiHHbBIE JOMA.



a) CTBIKOBOJ 1IOB ¢ V-00pa3Hoii pa3aeikoii KpoMok u ¢ npuTymjieHneM Single V-butt weld with root face Soudure en V d'un seul

b) cTHIKOBOIi 1II0B TABPOBOI0 COEAMHEHNUS C OHOCTOPOHHeEIH pa3neikoii kpomku Single bevel T-butt weld Soudure en demi-V sur
assemblage en T

He sBisieTcs opuIMaIbHBIM U3IaHUEM MIPEIHA3HAUCHO ISl 03HAKOMUTENBHBIX Liefiell. beciaTHo npeaocTaBiseTcsi KITMEHTaM KOMITaHHH
«/IpeBrpamy - nepeBsiHHbBIE JOMA.
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€) CTHIKOBOIi 1I0B ¢ V-00pa3Hoii pa3aeIKoii KPOMOK M ¢ moaBapoYHbIM BajukoM Single V-butt weld with sealing run Soudure en V avec
reprise l'envers

d) cThIKkoBOiIi OB ¢ X-00pa3Hoii pa3eikoii kpomok Double V-butt weld Soudure en X

He sBiseTcs opuuMaIbHbIM U3IaHUEM TIPEIHA3HAUCHO ISl 03HAKOMUTEINBHBIX Liesiell. becmiaTHo npeaocTaBiseTcsi KITMEHTaM KOMITaHHH
«/IpeBrpamy - nepeBsiHHbBIE JOMA.



€) MHOronpoxojusliii yrjaosoi mos Multi-run fillet weld Soudure d'angle multipasse

Pucynok 16. IIppumepbl MHOTONPOXOAHBIX IIBOB NPH cBapke miaBieHuem Figure 16. Typical examples of multi-run fusion welds Figure
16. Exemples types de soudures par fusion multipasses

Tabuma 9

Tele(lel, OTHOCHAIIMECH K COeAUHEHUAM ¢ MHOIOIIPOXOAHBIMU HIBAMHU NPU CBapKe IUIaBJIeHUEM

IMo3unus Pyccxuit English Ehaands

5 TI'mybuna mpomnaBineHus fusion penetration PHERLEAEE

10 Karer yrmosoro mBa  leg length et

. surHpaisseur
11 BsIcoTa BEITYKJIOCTH KOpHS penetration bead m 2 1a

mBa thickness racine

19 T'panuusl npoxonoB Ha  toe raccordement

HapyHOU MOBEPXHOCTH LIBA

He saBnsercs O(I)I/II_[I/IaJ'ILHLIM HU3JaHUEM NTPEAHA3HAYCHO IS O3HAKOMUTEIIbHBIX ueneﬁ. BecmnathHo NPEAOCTaBJIACTCS KIIMEHTAM KOMITaHUN

«/IpeBrpam - nepeBsiHHbBIE JOMA.



20 KopHeBoii npoxo[ root run passe de fond

21  Cnoit 3amnoaHsIOmuX layers of filling passes de remplissage
IIPOXOJ0B runs

22 Crno#t 00JIUIIOBOYHBIX layer of capping passe(s) terminale(s)
IIPOXOJ0B runs

23 TloxBapo4HBIW BaJIUK sealing run reprise a l'envers

24 Tlepsslii mpoxoj ¢ 006patHO#i first run on the BRERASE passe
CTOPOHBI second side 'envers

25 TI'myOuna mporuiaBieHus  root penetration PRAMLESLION 2 la

KOpHSI LIBa racine

9. llIBBI NpH CBapKe AaBJIeHHEM

TepMHHBI, OTHOCAIIMECH K TUITIOBBIM IIBaM, KOTOPbIC BbINIOJIHECHBI CBapKOﬁ JABJICHUCM, IPUBCACHBI HA pPUCYHKE 17.

a) LIOB ¢ I'PaToOM IPH CTBLIKOBOIi cBapke conporusieHueM Butt weld with upset Soudure avec bourrelet de refoulement

He sBisieTcs opuIMaIbHBIM U3IaHUEM MIPEIHA3HAUCHO ISl 03HAKOMUTENBHBIX Liefiell. beciaTHo npeaocTaBiseTcsi KITMEHTaM KOMITaHHH
«/IpeBrpamy - nepeBsiHHbBIE JOMA.
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b) 0B ¢ rpaTOM NpH CTHIKOBON CBapKe omiaBieHneM nuiu TpenneM Butt weld with flash (flash or friction) Soudure avec bavure ou de
friction

¢) moB npu npuBapke mmmibkn Arc stud weld Soudure de goujon

_{

d) moB npu To4Ye4HOii KOHTaKTHOII cBapke Spot welds Soudure par points

€) III0B NMPH MOBHOI1 KOHTaKTHOH cBapke Seam weld Soudure en ligne continue par points

He sBiseTcs opuumaabHbIM U3IaHUEM MIPEIHA3HAUCHO ISl 03HAKOMUTENBHBIX Liesiell. becmiaTHo npeaocTaBiseTcsi KITMEHTaM KOMITaHHH
«/IpeBrpamy - nepeBsiHHbBIE OMA.
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f) ABoOJiHOI1 psig CBApHBIX TOYEK, PACHOJIOKEHHBIX B IaXMaTHOM nopsiike Double row of staggered, spaced spot welds Double de
soudures par points en quinconce

35

¥
y|

g) 1IOB NPU TOYe4YHOI KOHTaKTHON cBapke Resistance spot weld Soudure par points

33

LI S NN |
2 s & @ 4

34 '.'.: p.’
32

h) wos npu peavednoii ceapke Projection weld Soudure par bossage

He sBiseTcs opuuMaIbHbIM U3IaHUEM TIPEIHA3HAUCHO ISl 03HAKOMUTEINBHBIX Liesiell. becmiaTHo npeaocTaBiseTcsi KITMEHTaM KOMITaHHH
«/IpeBrpamy - nepeBsiHHbBIE JOMA.



Pucynok 17. IIpumeps! mBoB npu cBapke aapjaeHueM Figure 17. Typical examples of welds made using pressure Figure 17. Exemples
types de soudures avec pression

Tabmuma 10

Tele/IHbl, OTHOCHALIHMECH K IIBAM IIPH CBapKe daBJICHUEM

To3umus Pycckuit English Franzais
4 30Ha CBapHOTO weld zone zone Scudiie
COCAMHEHUS
30 BeimaBneHHbli MeTaiul  upset metal bourrelet de refoulement
31 TIpar flash bavure
32 Snpo ceapHoit Toukn  weld nugget noyau de la soudure

33 Jluamerp simpa cBapHoii nugget diameter diameter du noyau

TOYKH

34 TommuHa sinpa cBapHOl nugget thickness HERLIIERE gy noyau
TOYKH

35 BwstuHa indentation indentation

36 [I'myOuHA BMATHHEI indentation depth profondeur d'indentation

37 3ona konTtakTa Mexxay — weld interface  interface
CBApUBAECMBIMH JICTATSIMU

38 Jnuna mBa weld length longueur de la soudure

39 Illar cBapubix Touek  weld pitch entraxe (des points de

soudure)

40 TIlepexpwiTHe cBapHBIX  nugget overlap recouvrement des noyaux

TOYCK

He sinsiercst opunmanbHpIM W31aHUEM TPETHA3HAUCHO VISl 03HAKOMUTENBHBIX Lieliel. becmiaTHo npeaocTaBiseTcsi KITMeHTaM KOMITaHHH
«/IpeBrpamy - nepeBsiHHbBIE JOMA.



drcal age

41 IlpononbHoe cMmelleHue — stagger des noyaux

TOYCK B COCCAHUX psAlax

. it Eangies
42 PaccTostHEE MEXLy psaaMu row pitch MCALERILENE des el

CBapHBIX TOYCK

43 Paccrosnue no xpast  edge distance  distance au bord (de la

etam pimce )

45 Hlnuibka stud goujon

10. TIpumepsI MIBOB NPH CBapKe NJIABJIeHHEM COeIHHEHUIl Pa3THYHBIX THIIOB U ¢ PA3JIMYHOI NMOATOTOBKOIi AeTaseii Mo cBapKy

[IpuMepb! THITOB COEMHEHUH U IIBOB M MOJATrOTOBKH JETalleii IPU CBapKe IIaBJICHUEM NpuBe/ieHbl Ha pucyHkax 18.01 - 18.39 B tabnune

11.
Tabmuua 11
MoaroToeka Aetanen
PucyHoK Twvn coeguHEHUA XapaKTepucTuka Wwea o ceapky
18.01 P CruixoBoe Nponnaenexve nonHoe Bea ckoca KpoOMOK W 3a30pa
_‘ T ) E: Butt Full penetration Close square
F: Bout & bout A pleine pénétration Bords droits
18.02 P: Crbikosoe Mponnasnexue fonHoe Bea ckoca kpomok
-% , Close square (single-V,
& \ Butt Full penetration unpreparad)
Bout & bout A pleine pénétration Bords droits
135° < a < 180°
Crblkosoe Mponnasnexwe nonHoe Ot6opToBKa KPOMOK
18.03 Butt Full penetration Raised edges
AR "
Bout & bout A pleine pénétration Bords relevés
&7 3 fldloaps

MoagroToRKa AeTanew
Pucytek THN coBRNHBHUA XapakTepucrika wea i
18.04 p: CTeikoBOE MponnasneHye YacTiniHoe Bea ckoca KpOMOK 1 3azopa
-ﬁi‘_ E: Butt Partial penetration Close square
F: Bout & bout A pénétration partielle Bords droits
P: [BYCTOPOHHWIA G NOMHEIM Bes cxoca kpomok W 3asopa
EiTLMOR0e nponnasneHnem
18.05 9
_ Butt Full penetration butt welded Close square
from both sides
CEo -
N A pleine pénétration, Bords droits
Bout & bout exécutée des deux cotés
CTbiKOBO® MNponnasneHwe nonHoe V-06pasHblii CKOC KPOMOK C
NPUTYMNEHUEM U C 3330POM
Butt Full penetration Single-V with root faces and
u root gap
Bout & bout A pleine pénétration EnV
Mponnasnexue nonHoe Bea ckoca KpOMOK € 3a30pom
18.07 s W € noaknankon®
Butt Full penetration Open square with backing
bar®/stripd
Bout & bout A pleine pénétration Bords drolts avec
latte-support?

He sBnsercs O(IJI/II_[I/IaJ'ILHLIM NU3JaHUCM NTPEAHA3HAYCHO 11 O3HAKOMUTEIIbHBIX ueneﬁ. Becmnatho NPEAOCTaBJIAICTCS KIIMEHTAM KOMITaHUN

«/IpeBrpamy - nepeBsiHHbBIE JOMA.




MoaroToBka AeTaned
PucyHok Twn coeguHeRus XapakTepHcTika LBa A DR
P Mponnaenexve nonHoe V-06paaHblit CKOC KDOMOK M ©
18.08 CThIKOBOE adcile
m “ E Full penetration Single-V with backing
[ Balt bar?/strip?
F: Bout & bout A pleine pénétration en V avec latte-support®
=H MonHoe nponnasneHve c V-06pasHblil CKOC KPOMOK C
18.09 Cruikosoe NOABaPOUYHLIM LIBOM npuTynneHuem
-?- E Butt rFuurlll penetration with sealing | Single-V with root faces
F: Bout 3 baut A pleine pénétration avec enY
reprise a l'envers
18.10 p [BYCTOPOHHWIA € NONHBIM X-0GpasHbiit CKOC KPOMOK G
w CriroBos nponnaeneHuem MPUTYNNEHMEM W C 3330pOM
-f i- E Butt Full penetration welded from | Double-V with root faces and
S Y both sides root gap J
F: A pleine pénétration en X ou en double V
Bout 4 bot exécutée des deux cotés
P: [BYCTOPOHHMIA C YaCTUUHLIM | [iBYCTOPOHHAR G V-06pasHsi-
181 CrhikoBOE nponfasnexnem MW CKOCaMK KPOMOK W C Mpu-
E Partial penetration welded Double-V
&> Bt from both sides
F: A pénétration partielle en double Y
Bl bt exécutée des deux cotés
Pucyrok Tun coeprHeHUs XapakTepucTuka Lsa nop.r;;:a::a::;;aneﬁ
18.12 B CreikoBoe CTbIKOBOW U YrTIOBOM LUOB C V-06paaHbiid CKOC KPOMOK C
YacTu4HBIM NponnasnexHuemM nputynneHnem
% - E Butt Butt and fillet partial Single-Vs
# penetration
Fi Bout & bout A pénétration partielle Avec chanfrein en Y d'un
exécutée des deux cdtés seul coté
18.13 P: CrbikoBOS [BYCTOPOHHUIA C NCNHLIM X-06pa3Hblit CKOC KDOMOK €
nponnasneHnem NPUTYNNEHWEM W C 3230pOM
\ %, E Butt Full penetration welded from | Double-V with root faces and
I a=
F: Bout & bout A pleine pénétration En X ou en double V
exécutée des deux cdtés
18.14 CrbikoBOE YrroBoit fBYCTOPOHHMIA Be3 ckaca KpOMOK M 3a3opa
E: Butt Fillet welded from both sides | Close square
e F: Bout & bout A pénétration pleine Bords droits
exécutée des deux cotés
18.15 P CrbikoBog Mponnasnewxwve nonxHoe OQHOCTOPOHHWIA CKOG KpOM-
’ KU C MPUTYNNEHUEM W C 3830-
7 pom
-‘af‘ E: Butt Full penetration Single-bevel with root face
and root gap
F: Bout & bout A pleine pénétration En demi-V

He sBnsercs O(IJI/II_[I/IaJ'ILHLIM NU3JaHUCM NTPEAHA3HAYCHO 11 O3HAKOMUTEIIbHBIX ueneﬁ. Becmnatho NPEAOCTaBJIAICTCS KIIMEHTAM KOMITaHUN
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NoproToeka getanei

pénétration partielle

Pucyrok Tun coepvHeHUA XapakrepucTika Wea oA cBapky
P: CrbixoBoe Mponnasnetxne nonHoe ¢ OpQHOCTOPOKHMIA CKOC KPOM-
NOOBAPOYHLIM LUBOM Ki G MPUTYNNEHUEM W G 3830~
pom; Gonee ToncTas
1818 NnacTuHa yToHeHa
E: Butt Full penetration with sealing Single-bevel with root face
iw run and root gap; thicker plate
% tapered ]
F: Bout a bout A pleine pénétration avec En demi-V avec délardage
reprise a l'envers de la téle la plus épaisse
P: CTblkoBOE KEMBUHWPOBEHHBINA: CTHIKC- ORHOCTOROHHWA CKOC KpOM-
18.17 BOW W YTNOBOW C NoABapoY- Ki C MpUTYTNeHWeM W C 3830~
HbIM LIBOM pom
E: Butt Compound of butt and fillet Single-bevel with root face
with sealing run and root gap
F: Bout a bout A pleine pénétration avec En demi-V
reprise a I'envers, plus
soudure d'angle
P: CThiKOBOE [BYCTOPOHHWA C NONHbIM OnHOGTOPOHHMiA CKOC KPOM-
18.18 nponnaeneH1em KW C NPUTYNNEHKEM W C 3830~
pom
E: Butt Full penetration welded from | Single-bevel with root face
both sides and rcot gap
F: Bout & bout A pleine pénétration plus En demi-V
deux soudures d'angle
MoaroToBka netaned
Pucywok THn coeauHeHUS XapakTepucTuka Wwsa nof Gaaky
P: Taeposoe noa Mponnasnexue nonHoe OpHOCTOPOHHWUIA CKOC KpOM-
NpAMEIM YFRoM KW C NPUTYNMNEHWEM W C 3830~
pom
B T Full penetration Single-bevel with root face
and root gap
F: EnT A pleine pénétration En demi-V
18.20 P Tasposoe nog Yrnoeoi oQHOCTOPOHHMI Bes ckoca kpoMKu 1 3a3opa
NpAMLIM Yriom
5&‘ T Fillet welded from one side Close square
“ EnT Soudure d'angle exécutée Bords droits
d'un seul cbté a pénétration
partielle
P Tasposoe nof | YrmoBoi A8YCTOPOHHWIA € NO- | Bea ckoca kpomku 1 3a3opa
na NPAMbIM YTIoM | NIHBIM TponnaBnexHuem
, E: T Full penetration fillet welded | Close square
iii from both sides
" F: EnT Double soudure d'angle & Bords droits
pleine pénétration
18.22 P: Taepoeoe rog YrnoBoit ABYCTOPOHHUA Eea ckoca kpomku U 3asopa
NPAMBIM Yrnom
l E: T Fillet welded from both sides | Close square
&l D ;
— F EnT Double soudure d'angle & Bords droits

He sBnsercs O(IJI/II_[I/IaJ'ILHLIM NU3JaHUCM NTPEAHA3HAYCHO 11 O3HAKOMUTEIIbHBIX ueﬂeﬁ. Becmnatho NPpEAOCTABIISICTCA KIIMECHTAM KOMIIaHUHU
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MoproToBka petanen

PucyHok Tun COBAMHEHNA XapakTepucThka Wea 1oz ceapky
P: TaspoBoe nof, | [BYCTOPOHHWMIA C NOMHBIM [lBYCTOPOHHMA CKOC KPOMKI
NpAMBIM YTIIOM | nponnaenesnem ¢ 3830pOM
E: T Full penetration welded from | Double bevel with root gap
both sides
F: EnT A pleine pénétration EnK
exécutée des deux cdtés
P: TaspoBoe nog O8yCTOPOHHIA G NONHBLIM [BYCTOPOHHUIA CKOC KPOMKM
npsMeim yriom | nponnaenenviem. KomBuHa- € 3a30pOM
18.24 UMR CTBIKOBOTO W YTNoOBAro
weoe
E: T Full penetration welded from | Double bevel with root gap
both sides Combined butt
and fillets
F: EnT Double soudure d'angle & EnkK
pleine pénétration plus
soudures d'angle
P: TaspoBoe nog [OBYCTOPOHHUIA € YACTMYHBIM | [IBYCTOPOHHMIA CKOC KPOMKK
NPAMBIM YINOM | NponnaeneHuem C NpUTYNneHneM
E: T Partial penetration welded Double bevel
from both sides
F: EnT Double soudure dangle & En demi-Y double
pénétration partielle
MogroToeka geTane
PucyHok Tun coepuHeHUA XapakrepucTuka Wwea 1I0R, caapky
18.26 P: Tasposoe nog Mponnaenexue nonHoe OOHOCTOPOHHMIA CKOC KPOM-
CCTPbIM Yrnom k¥ C 3830pOM
f E: Angle Full penetration Single-bevel with root gap
=
I > Enangle 3 A pleine pénétration dans En demi-V
. 3 faible I'angle ouvert
45" sa 50 inclinaison
B Tasposoe nog Yrnoeo# Bea ckoca KPOMKY W 3a30pa
OCTPbIM YoM
E: Angle Fillet Close square
E Enangle aforte | A pleine pénétration dans A bord droit
inclinaison I'angle ouvert
P: KpecrooBpas- CTbIKOBOI [BYCTOPOHHMIA C [1B8YCTOPOHHUIA GKOG KPOMOK
Hoe NOMHLIM NPONMARNEHUEM
E: Cruciform Full penetration butt welded Double bevel
from both sides
F: En croix Doubles soudures d'angle 3 | En double K
pleine pénétration exécutées
des deux cotés
P: KpecTooGpas- Yrnoeoit 4ByCTOPOHHUA Ees croca kpoMoK W 3asopa
Hoe
E: Cruciform Fillet welded from both sides | Close square
it En croix Doubles soudures d'angle @8 | Bords droits
pénétration partielle
exécutées des deux cotés
MNogroToeka fetaneit
PucyHok Tun coefrHEHNA XapakTepucTuka wea 7103 CBapKY
18.30 P: HaxnectouHoe | Yrnosoit Bea ckoca KpoMKiA
A1 e | Fillet Square edge
f____; F: A recouvrement | Soudure d'angle 4 clin Bords droits
0"<o <5 partiel
P: HaxnectoyHoe Mpo6ouHbIiA OteepcTine() B ogHOM nnac-
18.31 nnu napan- TWHE
nensHoe
A8 Yo |E Lap or parallel | Plug Hale(s) in one plate
ARG Arecouvrement | En bouchon Trou(s) dans I'une des tdles
total ou partiel
P: HaxnectouHoe YrnoBoi no aamkHyToMy KoH- | OTBepcTue(s) B oAHOA nnac-
18.32 WM napan- TYPY ThHe
Iy nensHoe
N % @ E: Lap or parallel Fillet welded all round Hole(s) in one plate
i A recouvrement | En entaille Trou(s) dans I'une des tdles
total ou partiel
P: HaxnecTouroe | ToueuHbld, NonyueHHsIA OrcyTtcreyer
WnW napan- npu CBapke NNasreHuem
nensHoe
E: Lap or parallel Fusion spot None
E A recouvrement | Par paints par fusion Aucune

total ou partiel

He sBnsercs O(IJI/II_[I/IaJ'ILHLIM NU3JaHUCM NTPEAHA3HAYCHO 11 O3HAKOMUTEIIbHBIX ueneﬁ. Becmnatho NPEAOCTaBJIAICTCS KIIMEHTAM KOMITaHUN
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MoaroToska AeTanen

<a> MoxeT ObITh OCTAIOIIASCS WM HEOCTAIOIAsICS ITOIKIIa KA.

<a> May be temporary or permanent.

<a> La latte-support peut ®**# permanent ou non.

Pucyrok Twn coeanHEHHA XapakTepucTHKa Wwea 110A cBapKY
Yrrosoe CTbIKOBOW € NONHLIM OQHOCTOPORHMM CKOC KpOM-
nponnaeneHuem KW C NpUTYNNeHWeM 1 C 3a3o-
pom
Corner Full penetration butt welded Single bevel with root face
and root gap
En angle A pleine pénétration En demi-V
extérisur
18.35 ¥Yrnoeoe Yrroso# Kpomiku obpaBatsisaioTcs
(npu HeOBXOAUMOCTH)
Corner Fillet Edges prepared as
o necessary
En angle Soudure d'angle  pleine Bords droits
30° s o< 135° extérieur pénétration
18.36 Yrnosoe Yrnosoid gBYCTOPOHHUA Bes ckoca KpomoK
‘ C NOMHLIM NPONNABNEHUEM
-iiiéﬁ Corner Full penetration fillet welded | Square edge
l from both sides
En angle Double soudure d'angle Bords droits
extérieur & pleine pénétration
n "
PucyHok Tun coeanHEHWA XapaKTepvcTvka Wwea onrg;:né(:aii;anen
Yrroeoe Yrnosoi ABYCTOPOHHUIA € Bea ckoca kpomok
18.37 4acTUYHLIM NponnasneHuem
R Corner Partial fillet welded from both | Square edges
© sides
En angle Double soudure d'angle Bords droits avec
extérieur & pénétration partielle chevauchement partiel
des piéces
18.38 Topuosoe Mponnaanexu1e Topuos Bea croca KpoMoK
nonvoe
Edge Edges fully covered Square edges
Sur chant Avec fusion totale des deux Bords droits
chants
0°<a530°
18.39 HaxnecrouHoe CoepuHeHwve c ycTynom Bes ckoca kpoMok
) Ha nucte
NWIJ Lap Joggle joint Square edges
//// A recouvrement | Soudure & bord soyé Bords droits
) partiel

P, E, F - o0o3HaueHHe pyccKOro, aHMIMIICKOTO M ()PaHIly3CKOTO SI3BIKOB

COOTBECTCTBCHHO.

[Ipunoxenue A

(cripaBOYHOE)

He sinsiercst opunmanbHpIM W31aHUEM TPETHA3HAUCHO VISl 03HAKOMUTENBHBIX Lieliel. becmiaTHo npeaocTaBiseTcsi KITMeHTaM KOMITaHHH
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CPABHEHUE C TEPMUHAMM, IPUMEHAEMBIMHA B CIIIA

Ilynxr/  |TepMuH Ha pycCKOM sI3bIKE, TepMUH Ha aHTIIHIICKOM TepMuH, IpUMEHSIEMBbIH
PUCYHOK |[OpHMEHSIEMBbI B HACTOSIIEM s13pIKE, TIPUMEHSIEMBII B CILIA
craHgapTe B UCO 17659
3.8 [lapasiensHOE coeTMHEHUE parellel joint edge joint
3.11 Kpectoobpasznoe cruciform joint double T-joint
coeHeHHEe
3.12 TaBpoBOE COoeAMHEHHE [Angle joint skewed T-joint
101 OCTPBIM YIJIOM
3.15 CoelHEHHE HECKOJIBKUX Multiple joint multiple member
nerasei joint
2 CTBIKOBOE COCIMHEHHE Square butt weld single square
0e3 ckoca KPOMOK groove weld
3 (CTBIKOBOE COEIMHCHUE single bevel butt single bevel groove
CO CKOCOM OJIHOM KPOMKH weld weld
4 (CTBIKOBOE COEIMHEHUE Single V-butt weld single V-groove
c V-00pa3HbIM CKOCOM weld
KPOMOK
5 (CTBIKOBOE COCIMHEHUE single U-butt weld single U-groove
c U-00pa3HbIM CKOCOM weld
KPOMOK
8 (CTBIKOBOE COCZIMHEHUE C butt weld between edge flanged weld
OTOOPTOBKON KPOMOK plates with raised
edges
AnpaBUTHBIN yKa3aTeb HA PyCCKOM SI3bIKe
Pucynox/myHKT IMo3unus
B
Banuk nmonBapo4HsbIii Pucynoxk 16 c¢) 23

Bu cThIKOBOTO 1IBa 00U

BwMmsaruna

BricoTa BBIITYKJIOCTH KOPHS 1IBa

BbicoTa BBINTYKIIOCTH HIBa
BericoTa BhIcTyNA

BeicoTa 0TO0PTOBKH KPOMOK
Brictyn kounbiieBoit

BricTyn kpoMku

Beictyn kpyribrit

BeicTyn yamMHEHHBIH

r

I'myOuna BMATHHBI

I'my6una 00pabOTKKH KPOMKH

I'nyOuna nporiaBieHus

I'myOuna nporiaBieHus KOpHs IIBa

Pucynok 13 a)

Pucynok 17 g) 35

Pucynok 12 a)u 16 a), b) 11
Pucynok 12 a), b) 9
Pucynok 9 a), b), ¢) 28
Pucynox 8 25
Pucynox 9 ¢)
PucyHox 5 44
Pucynok 9 a)

Pucynox 9 b)

Pucynok 17 g) 36
Pucynku 4 u7 18
Pucynox 12 a),b)u 16e) 5

Pucynok 12 b) u 16 e) 25

['paHuIa npoxoja Hapy»HOU OBEepXHOCTH PucyHok 16 a) - e) 19

1mBa

I'panuna misa

Pucynok 12 a), b) 6
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I'par
A

Juametp BeICTYIA

Z[I/IaMeTp KOJIbLIIEBOT'O BBICTYTIIA

JlnameTp sizipa CBapHOW TOYKH

JlnuHa BeIcTyna

JlnrHa HAXJEeCTKH

JlnHa 0TOOPTOBKHM KPOMOK
JlnmuHa coeiHEHU S

JmnHa ¢onbru

Pucynok 17 b), c) 31

Pucynok 9 a) 31
Pucynox 9 ¢) 32

Pucynok 17 d), e), g), h) 33

Pucynok 9 b) 29
Pucynox 10 34
Pucynoxk 8 22
Pucynku 2, 5u 6 7
Pucynoxk 11 36

JuHa niBa Pucynku 13 a)u 17 ), f) 17,38
3
3a30p MeX/y CBapUBAEMBIMHU ITOBEPXHOCTAMH Pucynku 2 - 7 4ull
30Ha KOHTaKTa MEX/y CBApMBACMbIMU Pucynok 17 a), b) 37
JeTasiMu
30Ha npoIuaBIeHus Pucynok 12 a), b) 26
30Ha CBapHOTO COCAMHEHHUS Pucynku 12 a), b) 4
u 17 a), b), ¢)
30Ha TEPMHYECKOTO BIMSHUS Pucynok 12 a), b) 3
K
Karer yriosoro msa 3.21; Pucynku 12 b) 10
ulé6e)
Kopens mBa Pucynok 12 a), b) 7
Kpomka mactubl 6okoBast Pucynok 2 C
M
Mertainn BbIIaBICHHBIN Pucynok 17 a) 30
Mertann ocHOBHOIT Pucynok 12 a), b) 1
Mertan mBa Pucynok 12 a), b) 2
O
O061acTb HaXJIECTKU Pucynox 10 G
II
IlepekpriTHe CBapHBIX TOYECK Pucynok 17 e) 40
[ToBepxHOCTB AeTaNN IULIEBAS Pucynku 2 u 3 A
IToBepxHOCTH KOHTaKTa C (GOIBroi Pucynoxk 11 H
IToBepXHOCTB NMPUTYTIIICHUS KPOMKH Pucynku 3 - 5 F
IToBepxHOCTH pacruiaBisiemMast Pucynku 6 u 7 1
IToBepxHocTh pacmnasisemas (0e3 ckoca Pucynku 2,3 u 8 D
KPOMKH)
[ToBepxHocTb pacmiasisemas (co ckocom  Pucynku 3,4, 5u7 E
KPOMKH)
[ToBepxHOCTH compsiraemas 34
IToBepxHOCTH LIBa uelTyifyaTas Pucynok 13 a) 18
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IToaroroBka 1oy cBapKy CTHIKOBOTO PucyHnok 2
coeMHEeHHs 0e3 cKoca KPOMOK

[ToaroroBka noj cBapKy CTBIKOBOTO Pucynoxk 3
COCIMHEHUS CO CKOCOM O/THOM KPOMKH C
MPUTYIUICHUEM U C TTOKIIAIIKON

IToaroroBka 1moj cBapKy CTHIKOBOTO Pucynok 8
COCIMHEHHS ¢ OTOOPTOBKON KPOMOK

[ToaroroBka moj cBapKy CTBIKOBOTO Pucynoxk 5
coequHeHNst ¢ U-00pa3HBIM CKOCOM KPOMOK
IToaroroBka 1oy cBapKy CTHIKOBOTO Pucynoxk 4
coeauHeHus ¢ V-00pa3HbIM CKOCOM KPOMOK

U TIPUTYILUIEHUEM

IToaroroska moj cBapKy TaBpoOBOTO Pucynok 6
COeTMHEHHs
IToaroroBka moa cBapKy TaBpOBOT'O Pucynok 7

COCIUHEHUSA C IBYXCTOPOHHUM CKOCOM

KPOMOK
ITonknanka Pucynoxk 3 X
IIpuMepbI CTHIKOBBIX IIBOB Pucynoxk 13

[Ipumeps! IIBOB MpH CBapke IU1aBIeHUEeM  PucyHok 12

[IpuTynnenue KpoMKu Pucynku 3,4,5u7 12

[Ipornnanenye HeMoNMHOE 3.6

IIpoxoxa kopHeBoii Pucynok 16 a) - d) 20

IIpoxoxa ¢ 0OpaTHOM CTOPOHBI MEPBBI Pucynox 16 d) 24

P

Paguyc oTOOPTOBKH KPOMKH Pucynok 8 26

Paguyc npu BepivHe paznenku Pucynok 5 10

Paccrosinue 1o kpast neranu Pucynox 9 a), b), ¢) 33
Pucynoxk 17 f) 43

PaccrosHEe MexIy psAfaMu cBapHBIX TodeK Pucynok 17 f) 42

Pebpo neranm 6okoBoe PucyHnok 2 3

Pebpo oT6opTOBaHHON KPOMKH MpO10JibHOE PucyHok 8 23

PeGpo mputymnineHns KpoMKH 60KOBOE Pucynku 4, 5u7 14

Pe6po mputymieHuss KpOMKH IIPOJoNbHOe  PucyHku 6 u 7 13

Pebpo pacmaBisieMoii moBepxXHOCTH O0KoBoe PucyHOK 2 6

Pebpo ckoieHHOH KpOMKH 00KOBOE Pucynku 4 u 7 15

PeOpo ckoLIeHHOH KPOMKH MPOA0JIBHOE Pucynku 5 u 7 8

Pebpo cThIKyeMOil OBEPXHOCTH Pucynku 2 u 10 5

Psin 1BOIIHOI CBapHBIX TOYEK, Pucynok 17 f)

PacCIIOJIOKEHHBIX B IIaXMaTHOM ITOPAIKE
C

COopka 1o KOHTAaKTHYO TOYEUHYIO U IOBHYIO PucyHoxk 10
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CBapKH C pa3/iaBIMBaHUEM KPOMOK
COopka 1o/1 NIOBHYHO KOHTAKTHYHO CThIKOBYO PucyHok 11

cBapKy 1o (oubre

CBapka JaBjIeHHEM 33

Caapka Iu1aBJIeHHEM 3.2

Crioii 3aMOJHSOIINX POX0/I0B Pucynok 16 a) - d) 21
Ci10it 00JIMIIOBOYHBIX IPOXOI0B Pucynok 16 a) - d) 22
CMelleHne TOUEK B COCETHUX PAAax Pucynoxk 17 f) 41
IIPOJI0JIBHOE

CoenuHenue 3.1

CoenuHeHnue KpecTooOpasHoe 3.11; Pucynok 1 e)
CoeaMHEHNE HAXJIECTOYHOE 3.9; Pucynok 1 c)
CoeanHeHnEe HECKOJIBKUX JeTallei 3.15; Pucynoxk 1 1)
CoennHeHNE TapajuIeIbHOE 3.8; Pucynok 1 b)
CoennHeHNE TIEPEKPECTHOE 3.16; Pucynok 1 j)
CoeanHEHNE CTHIKOBOE 3.7; Pucynok 1 a)

CoenuHeHNE C yCTYNIOM Pucynok 18.39

CoenuHeHne TaBpoBOE 10 OCTPbIM yriioM  3.12; Pucynok 1 f)

CoenuHeHue TaBpoBoe o npsimbiM yriioM  3.10; Pucynok 1 d)

CoeanHeHnEe TOPLOBOE 3.14; Pucynok 1 h)
CoenMHEHUE yIIIOBOE 3.13; Pucynok 1 g)
CropoHa geraiu obpaTHas Pucynku 2 u 3 B
CTBIK OTOOPTOBAaHHBIX KPOMOK Pucynok 8 24
T
TonmuHa MIIaCTUHBI Pucynku 2 - 6,8,9a), 1
10, 11
TonmuHa coeuHEeHUsS Pucynku 2 - 5 9
TonmuHa donbru Pucynok 11 38
TonmuHa mBa MaKCHUManbHas 3.17; Pucynku 13 a) - d), 12

14 a),b)u 15 a), f)
TommuHa mBa MpoeKTHast 3.18; Pucynku 13 a) - d), 13

14 a),b)n 15 a) - )

TonmuHa 1mBa TeopeTHYeCKas 3.19
Pucynku 14 a), b) 14
nl15a)-1)
TomnmuHa siipa cCBapHOW TOYKH Pucynok 17 g), h) 34
ToNImKHBI yTIOBBIX IIBOB Pucynoxk 14
v
VYron nepexoza 1mBa K OCHOBHOMY MeTaity PucyHnok 13 a) 16
VYroun pa3nenku KpoMoK Pucynkmu 4, 5 21
VYron ckoca KpOMKU Pucynku 4, 5u7 17
)
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dopma coenuHenuii npu penbedHoit cBapke Pucynox 9

1

Iar BeicTyma Pucynok 9 a), b), ¢) 27

Iar cBapHBIX TOUCK Pucynoxk 17 d), f) 39
[IInpuHa BBIMTYKIOCTH KOPHS LIBa Pucynox 13 a) 27
Ilupuna BeICTYyIIA Pucynok 9 b), ¢) 30
Iupuna peranu Pucynoxk 11 2

Iupuna HaXnecTku Pucynoxk 10 35
[Inpuna 06paboTKH KPOMKH Pucynku 4,5u 7 16
upuHa pa3ienku CoeANHEHUS Pucynku 3 - 5, 7 20
IlIupuHa CKOIIEHHOW TOBEPXHOCTH Pucynok 4 19
upuna donbru Pucynok 11 37
Inpuna mBa Pucynoxk 12 a) 8

[[ToB npu npuBapke MIMMWILKU Pucynok 17 c)

1loB npu penbedHOM cBapKe Pucynok 17 h)

1IoB npu CTHIKOBOIA CBapKe € rpaToM Pucynok 17 b)

[1loB mpu CTHIKOBOM CBapKe CONPOTUBICHHEM Pucynok 17 a)
[lloB npu TOYEYHOM KOHTAKTHOM cBapke  PucyHok 17 d), g)
IlIoB mpu MIOBHON KOHTaKTHOM CBapke Pucynoxk 17 e)
IIoB CTBIKOBOIi C HEMOJIHBIM NpoIUIaBieHueM Pucynok 13 ¢)
IIloB cThIKOBOIL ¢ V-00pa3Hoii pa3nenkoil  PucyHok 12 a)
KPOMOK

[oB cThIKOBOI1 ¢ V-00pa3Hoii paznenkoit  PucyHok 16 c)
KPOMOK H C IIOABAaPOYHBIM BaIHKOM

IlloB cThIKOBOIL ¢ V-00pa3Hoii pa3nenkoil  PucyHok 16 a)
KPOMOK U C IIPUTYIUICHHEM

[oB cTrIKOBOIT ¢ X-00pa3Hoil paznenkoit  Pucynok 16 d)
KPOMOK

1IoB cTBIKOBOI C MOJIHBIM HpoIUIaBiIeHHeM  PucyHok 13 b)
IoB cTBIKOBOM TABPOBOT'O COETUHEHUS Pucynok 13 d)
[1oB cTBIKOBOIT TaBPOBOTO coeMHEHN ¢ PrcyHOK 16 b)

OJHOCTOPOHHEH pa3eKoi KPOMKHU

1oB yrnosoit Pucynok 12 b)

IoB yrnoBoii BOTHYThIi Pucynok 15 b)
[IloB yra0BOM BBITYKJIBIHA Pucynok 15 a)
IlIoB yrinoBoit MHOTOIIPOXOIHBIHN Pucynok 16 e)

1oB yrnosoii ¢ riy6okum nporuiaBiesuemM  Pucynok 15 )
IoB yrnoBoii ¢ 3a30poM Pucynox 15 ¢)

[IloB yrioBo# ¢ HEMOMHBIM IpoIuIaBieHueM Pucynok 15 e)
111oB yri10BO#i C pa3HBIMU KaTeTaMU Pucynok 15 d)

Inuneka Pucynok 17 ¢) 45
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A

Sapo Touku cBapHOit Pucynok 17 g), h) 32

AndaBUTHBIN yKa3aTe/lb HA aAHIJIMHCKOM fI3bIKe

Figure/reference  Identification

A
abutment of raised edge Figure 8 24
actual throat thickness 3.19

Figures 14 a), b) and 15 a) 14

to f)
angle joint 3.12; Figure 1 f)
angle of bevel Figures 4, 5 and 7 17
annular projection diameter ~ Figure 9 ¢) 32
annular projections Figure 9 ¢)
arc stud weld Figure 17 ¢)
B
butt join 3.7; Figure 1 a)
butt weld T-joint Figure 13 d)
butt weld with flash Figure 17 b)
(flash or friction)
butt weld with upset Figure 17 a)
C
concave fillet weld Figure 15 b)

configuration for foil-seam- Figure 11
welds
configuration for spot, Figure 10

seam or mash welds

convex fillet weld Figure 15 a)

corner joint 3.13; Figure 1 g)

cross joint 3.16; Figure 1 j)

cruciform joint 3.11; Figure 1 e)

D

depth of preparation Figures 4 and 7 18
depth of raised edge Figure 8 25
depth of root face Figures 3,4, 5and 7 12

design throat thickness 3.18
Figures 13 a) to d), 14 a), 13
b) and 15 a) to f)

double row of staggered, Figure 17 f)

spaced spot welds
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double V-butt weld Figure 16 d)

E

edge distance Figure 9 a), b), ¢) 33
Figure 17 f) 43

edge joint 3.14; Figure 1 h)

effective throat thickness ~ 3.20 15
Figures 13 b), ¢), d),
14 a), b) and 15 a) to f)

elongated projections Figure 9 b)

excess weld metal Figure 12 a), b) 9

F

faying surface 34

fillet weld Figure 12 b)

fillet weld with deep Figure 15 f)
penetration

fillet weld with gap Figure 15 ¢)
fillet weld with incomplete  Figure 15 e)
penetration

fillet weld with unequal legs Figure 15 d)

first run on the second side Figure 16 d) 24
flash Figure 17 b), ¢) 31

foil contact surface Figure 11 H
foil length Figure 11 36

foil thickness Figure 11 38

foil width Figure 11 37

forms of projection welds ~ Figure 9

full penetration butt weld ~ Figure 13 b)

fusion penetration Figure 16 ¢) 5
fusion face (fillet weld)  Figures 6 and 7 |

fusion face (prepared) Figures 3,4, 5 and 7 E

fusion face (unprepared) Figures 2, 3 and 8 D
fusion line Figure 12 a), b) 6

fusion penetration Figures 12 a), b), 16e) 5
fusion welding 32

fusion zone Figure 12 a), b) 26

G

general view of butt weld  Figure 13 a)

H

heat-affected zone Figure 12 a), b) 3
I

included angle Figures 3 - 7 21
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incomplete penetration 3.6

incomplete penetration butt ~ Figure 13 c)

weld

indentation Figure 17 g) 35

indentation depth Figure 17 g) 36

J

joggle joint Figure 18.39

joint 3.1

joint length Figures 2, 5 and 6 7

joint thickness Figures 2 - 5 9

joint width Figures 3 - 5and 7 20

L

land Figure 5 44

lap joint 3.9; Figure 1 ¢)

lap length Figure 10 34

lapped area Figure 10 G

lap width Figure 10 35

layer of capping runs Figure 16 a) to d) 22

layers of filling runs Figure 16 a) to d) 21

leg length 3.21 10
Figures 12 b) and 16 ¢)

length of raised edge Figure 8 22

longitudinal edge of Figures 5 and 7 8

preparation

longitudinal edge of root face Figures 6 and 7 13

longitudinal side of raised ~ Figure 8 23

edge

M

maximum throat thickness 3.17
Figures 13 a) to d), 14 a), 12

b) and 15 a) to f)

multiple joint 3.15; Figure 1 1)

multi-run fillet weld Figure 16 ¢)

N

nugget diameter Figure 17 d), e), g),h) 33
nugget overlap Figure 17 e) 40
nugget thickness Figure 17 g), h) 34
P

parallel joint 3.8; Figure 1 b) 1
parent metal Figure 12 a), b)

partial penetration 3.5 11

penetration bead thickness ~ Figures 12 a) and 16 a), b) 27
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pitch (of projections) Figure 9 a), b), ¢) C

plate edge Figure 2 1

plate thickness Figures 2 - 6, 8, 9 a), 10,
11

preparation for butt weld ~ Figure 8

between plates with raised

edges

preparation for double-bevel Figure 7

T-butt welds

preparation for fillet weld ~ Figure 6

(T-joint)

preparation for single bevel Figure 3

butt weld with backing

preparation for single U-butt Figure 5

weld

preparation for single V-butt Figure 4 31
weld

preparation for square butt  Figure 2 28
weld

projection diameter Figure 9 a) 29
projection height Figure 9 a), b), ¢)

projection length Figure 9 b) 30
projection weld Figure 17 h)

projection width Figure 9 b), ¢)

R

radius of raised edge Figure 8 26
resistance spot weld Figure 17 g)

reverse side Figures 2 and 3 B
root face Figures 3 - 5 F

root gap Figures 2 - 7 4 and 11
root of weld Figure 12 a), b) 7

root penetration Figures 12 b)and 16e) 25
root radius Figure 5 10

root run Figure 16 a) to d) 20
root width Figure 13 a) 27
round projections Figure 9 a)

row pitch Figure 17 f) 42

S

sealing run Figure 16 c) 23
seam weld Figure 17 e)

side edge of preparation Figures 4 and 7 15
side edge of root face Figures 4, 5 and 7 14
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side edge of workpiece Figure 2 3
side of fusion face Figure 2 6
side of gap face Figures 2 and 10 5
single bevel T-butt weld Figure 16 b)

single V-butt weld Figure 12 a)

single V-butt weld with root Figure 16 a)

face

single V-butt weld with sealing Figure 16 c)

run
spot welds Figure 17 d)

stagger Figure 17 f) 41
stud Figure 17 c) 45
T

throat thicknesses for fillet Figure 14

welds
T-joint 3.10; Figure 1 d)
toe Figure 16 a) to ) 19

typical examples of butt welds Figure 13

typical examples of fusion  Figure 12

welds
U
upper workpiece surface Figures 2 and 3 A
upset metal Figure 17 a) 30
w
welding using pressure 33
weld interface Figure 17 a), b) 37
weld length Figure 13 a) 17
Figure 17 e), f) 38
weld metal Figure 12 a), b) 2
weld nugget Figure 17 g), h) 32
weld pitch Figure 17 d), f) 39
weld pool backing Figure 3 X
weld surface with bead ripples Figure 13 a) 18
weld toe angle Figure 13 a) 16
weld width Figure 12 a) 8
weld zone Figures 12 a), b) and 4
17 a), b), ¢)
width of preparation Figures 4, 5 and 7 16
width of prepared face Figure 4 19
workpiece width Figure 11 2
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AngaBUTHBII yKa3aTeab Ha GPaHIy3CKOM sI3bIKE

Figure/Paragraphe  Identification
A
angle d'ouverture Figures 3 & 7 21
angle de raccordement Figure 13 a) 16
angle du chanfrein Figures 4, Set 7 17
ALKLE faciale du chanfrein  Figures 4 et 7 15
ALKEE faciale du talon Figures 4, 5 et 7 14
arnte latirale o1, Piuce Figure 2 3

arrte latirale du joint BFETE Figure 2 6

ArBte |ongitudinale du bord Figure 8 23
rel evi

ArEte Jongitudinale du Figures 5, 7 8
chanfrein Figures 2, 10 5

ArBte |ongitudinale du joint Figure 8 24
ArBte |ongitudinale du talon Figure 7 13
assemblage Paragraphe 3.1

assemblage @ bords T&1evis

Figure 8
assemblage 2 joints multiples Paragraphe 3.15; Figure 1 i)

assemblage ® recouvrement  Paragraphe 3.9; Figure 1 ¢)
assemblage @ recouvrement  Paragraphe 3.8; Figure 1 b)
total

assemblage bout ® bout Paragraphe 3.7; Figure 1 a)
assemblage de fils (ou de Paragraphe 3.16; Figure 1 j)
ronds) en croix

assemblage en angle ® forte  Paragraphe 3.12; Figure 1 f)

inclinaison

assemblage en angle EXTHLIEUL  paraoraphe 3.13; Figure 1 g)
assemblage en croix Paragraphe 3.11; Figure 1 e)
assemblage en T Paragraphe 3.10; Figure 1 d)
assemblage sur chant Paragraphe 3.14; Figure 1 h)
B

bavure Figure 17 b) et ¢) 31
bossages a11on i Figure 9 b)

bossages annulaires Figure 9 ¢)

bossages ronds Figure 9 a)

bourrelet de refoulement Figure 17 a) 30
C

chant de la P1%%€ Figure 2 C
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configuration pour soudure ®  Figure 11
la molette avec feuillard

d'apport

configuration pour soudure par Figure 10

points, @ la molette ou

paricrasement

ot Paragraphe 3.21; 10
Figures 12 b) et 16 )

D

Rcal e o noyaux Figure 17 f) 41

dismmtre 4y possage Figure 9 a) 31

dismmtre 4y possage annulaire Figure 9 c) 32

diammtre 4y pnoyau Figure 17 d), €), g) eth) 33

distance au bord (de la PAHER Figure 9 a), b) et c 33
g

Figure 17 f) 43

double Ean gl de soudures  Figure 17 f)

par points en quinconce

E

HCALLEMENt & |5 pacine Figures 3,4, 5 et 7 11
soartement geg pords Figures 2 et 6 4
HEAITEWENT gog TROHES gy 174 0
entraxe (des bossages) Figure 9 a), b) et ¢) 27
entraxe (des points de Figure 17 d) et f) 39
soudure)

MPELITEUT! Je 1o PAMEE Figures2 2 6,8,9a), 1

10et 11
fipaiaseur du feuillard Figure 11 38
fipaisseur du noyau Figure 17 g) et h) 34
Hpaiaseur efficace Paragraphe 3.20; 15

Figure 13b) & d)

Mped SaEUr e lle Paragraphe 3.19; 14

Figure 13 a) ® d)
fpaisseur thioricue Paragraphe 3.18; 13
Figure 13 a) # d)
MERLSSEUL totale Paragraphe 3.17; 12
Figure 13 a) 2 d)
exemples types de soudures Figure 13

bout  bout

exemples types de soudures par Figure 12
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fusion

F
face ® souder Paragraphe 3.4
Figures 2, 3, et 8 D
Figure 6 I
face du chanfrein Figures 3,4, 5et7 E
face infiiricure gy PLHEE Figures 2 et 3 B
face FUDBC EUR de la PLHEE Figures 2 et 3 A
formes de bossages Figure 9
G
gorge efficace Paragraphe 3.20; 15
Figures 13 b), ¢) et d),
14a)etb)et15a) 2 f)
gorge tHelle Paragraphe 3.19; Figures 14
14a)etb)et15a) 2 f)
gorges des soudures d'angle  Figure 14 45
gorge thidrique Paragraphe 3.18; Figures 13
13a) ® d), 14a)etb) et
15a) & f)
gorge totale Paragraphe 3.17; Figures 12
13a) & d), 14a)etb)
et15a) 2 f)
goujon Figure 17 ¢) 45
H
hauteur du bord £=1&vi Figure 8 25
hauteur du bossage Figure 9 a) ® ¢) 28
hauteur du talon Figures 3,4, 5et 7 12
I
indentation Figure 17 g) 35
interface Figure 17 a) et b) 37
L
largeur de la face du Figure 4 19
chanfrein
largeur de la piuce Figure 11 2
largeur de la soudure Figure 12 a) 8
largeur de l'ouverture Figures 3,4, 5et 7 20
largeur de recouvrement Figure 10 35
largeur du bossage Figure 9 b) et ¢) 30
largeur du chanfrein Figures 4, 5 et 7 16
largeur du cordon 2 laracine Figure 13 a) 27
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largeur du feuillard Figure 11 37

latte-support Figure 3 X

Lirree Figure 5 44

longueur de la soudure Figure 13 a) 17
Figure 17 e) et f) 38

longueur de recouvrement Figure 10 34

longueur du bord T&lev# Figure 8 22

longueur du bossage Figure 9 b) 29

longueur du feuillard Figure 11 36

longueur du joint Figures 2, S et 6 7

M

manque de gl L Paragraphe 3.6

L , talon Figures 3,4 et 5 F

uital de hase Figure 12 a) et b) 1

wiEtal fondy Figure 12 a) et b) 2

N

noyau de la soudure Figure 17 g) et h) 32

P

passe de fond Figure 16 a) 2 d) 20

passes de remplissage Figure 16 a) 2 d) 21

passe(s) terminale(s) Figure 16 a) & d) 22

PugkLEEL100 Figures 12 a) etb) et 16 ¢) 5

25

PHRMELALION. & 1, racine Figures 12 b) et 16 ¢) 24

PRI LAt AR partielle Paragraphe 3.5

PEEMIME e

passe & l'envers Figure 16 d)

PEIDRIALIN en U Figure 5

priparation .y Figure 4

PLHpOLALIon pour soudure bout Figure 2

A bout sur bords droits

riparation .
PEMD pour soudure en  Figure 3

demi-Y avec support du bain

REHPRLALIEY pour soudures  Figure 6

d'angle sur assemblage en T

PLupaLatlon pour soudures  Figure 7

d'angle sur assemblage
en T avec double chanfrein
profondeur d'indentation Figure 17 g) 36

profondeur du chanfrein Figures 4 et 7 18

He sBiseTcs opuuMaIbHbIM U3IaHUEM TIPEIHA3HAUCHO ISl 03HAKOMUTEINBHBIX Liesiell. becmiaTHo npeaocTaBiseTcsi KITMEHTaM KOMITaHHH
«/IpeBrpamy - nepeBsiHHbBIE JOMA.



profondeur du joint Figures 2, 3,4 et 5 9

R

raccordement Figure 16 a) 2 ¢) 19
racine (de la soudure) Figure 12 a) et b) 7
rayon 2 fond de chanfrein  Figure 5 10
rayon de pliage du bord F21&¥H Figure 8 26
recouvrement des noyaux Figure 17 e) 40
reprise @ I'envers Figure 16 c) 23

S

soudure ® pleine PunitLIEE A0 Figure 13 b)

soudure avec bavure Figure 17 b)

-~
& HENCELERR ou de friction

soudure avec bourrelet de Figure 17 a)
refoulement

soudure avec manque de Figure 13 ¢)
pHOMtration

soudage avec pression Paragraphe 3.3
soudure bout ® bout en V Figure 12 a)
soudure d'angle Figure 12 b)

Hnitration
soudure d'angle &

Figure 15 e)
partielle
soudure d'angle 2 pleine Figure 15 f)

pHOMtration

soudure d'angle BRI ae Figure 15 d)

soudure d'angle avec jeu Figure 15 ¢)
soudure d'angle concave Figure 15 b)
soudure d'angle convexe Figure 15 a)

soudure d'angle multipasse ~ Figure 16 )
soudure de goujon Figure 17 ¢)

soudure en demi-V sur Figures 13 d) et 16 b)
assemblage en T

soudure en ligne continue par Figure 17 e)

points

soudure en V avec reprise ®  Figure 16 ¢)
l'envers

soudure en V =¥2EUTHE gy Figure 16 a)

seul G

soudure en X Figure 16 d)
soudure par bossage Figure 17 h)
soudage par fusion Paragraphe 3.2
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soudure par points Figure 17 d)

rusistance

soudure par points Figure 17 g)

SuEMpatoseur Figure 12 a) et b)

9

SUTMDALSSEUT & |y racine Figures 12 a)et 16 a)etb) 11

11

surface de contact du Figure 11 H

feuillard

surface de la soudure avec ~ Figure 13 a) 18

vagues de solidification

surface de recouvrement Figure 10 G

T

talon Figures 3,4 et S

\Y%

vue d'ensemble d'une soudure  Figure 13 a)

bout & bout

Z

zone de dilution Figure 12 a) et b) 26

zone de liaison Figure 12 a) et b) 6

zone Soudite Figures 12 a) et b) et 4
17 a), b) et ¢)

zone thermiquement 2EEE5THE  Figyre 12 a) et b) 3

[Ipunoxenue b

(cripaBoYHOE)

CBEJIEHHUSI O COOTBETCTBUU HALIMOHAJIbHBIX CTAHJIAPTOB POCCUICKOMN ®EJEPALIMU CCHLIOYHBIM

MEXIYHAPOJIHBIM CTAHJAPTAM

O0603HaYeHHE CCHUIOYHOTO
MEXKIYHAPOIHOI0 CTaHAapTa

(O0o03HaYeHNE ¥ HANMEHOBAHUE COOTBETCTBYIOLICTO
HAallUOHAJIBHOI'O CTaHAapTa

HCO 857-1

T'OCT P UCO 857-1-2009. CBapka 1 poJICTBCHHBIE
rpoueccol. Cnoaps. Yacts 1. IIponeccs! cBapku
MeTamioB. TepMUHBL M OIpeIeneHus

HCO 2553

<>

<*> COOTBETCTBYIOIIMII HAIlMOHAJBHBIN cTaHmapt orcyrctByer. Jlo ero
YTBEpKIECHHS PEKOMEHIYETCs HCIONIb30BaTh MIEPEBOJ HA PYCCKUI SI3bIK JaHHOTO
MEXAyHapoaHOro craniapra. IlepeBoj AaHHOTO MEXKIYHAPOAHOrO CTaHIApTa
Haxoxutcsa B GenepanbHoM HHGOPMALMOHHOM (OHJIE TEXHHYECKUX PETIAMEHTOB U

CTaH/IapTOB.

Tabmuma A.1

He sBnsercs O(IJI/II_[I/IaJ'ILHLIM NU3JaHUCM NTPEAHA3HAYCHO 11 O3HAKOMUTEIIbHBIX ueneﬁ. Becmnatho NPEAOCTaBJIAICTCS KIIMEHTAM KOMITaHUN

«/IpeBrpamy - nepeBsiHHbBIE JOMA.
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