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BBeneHue

Cepus gokymeHToB ISO/TR 25901 nog obwum HanMeHoeaHWemM «CBapka U pOoACTBEHHbIE MPOLECChI.
CrioBapb» BKIKOYAET B ceBA cnefyioLlpe YacTu:

- vacTe 1. OBLKe TEPMUHLI;

- YacTb 3. CBapouHble NpoUecchl;

- vacTb 4. [lyrosag ceapka.
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HAUMUOHANBHBLIAN CTAHAOAPT POCCUUCKOWN SGEALEPALUUMN

Ceapka 1 poACTBeHHble Npouecchbl
CINOBAPb
YacTte 4

[yroeasa cBapka

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

Aara BBeaenna — 2020—10—01

1 O6nactTb NpUMeHeHUs

HacTodALLMI cTaHAapPT CoAEPXKUT TEPMUHBI K ONPeAEneHna NPUMEHUTENBHO K AYTOBOW cBapke. OH He
COAEePHKUT TEPMKWHBI M onpefeneHunA, OTHOCHALWMeCA K cnelanbHbIM Npoueccam 1Unn K 0CcoBeHHOCTAM CBapku
W POACTBEHHBIX MPOLECCOB, KOTOPbIE paccMaTpUBaKOTCA B APYTMX YacTax UK B Apyrux ctaHaapTax MCO.

B HacTodLeM cTaHgapTe TEPMUHBI cUCTEMATU3MPOBaHbI. MNPUNoXeHWe A COQEpKUT yKasaTelb CO BCe-
MW TEPMUHAMM, MPUBEAEHHEIMK B andaBUTHOM MOpAAKe ¢ CCbINOYHBIMKM HOMepamu. [NprBeaeH Takke nepe-
BOA, TEPMWMHOB Ha OpaHLy3CKUA A3BIK; TEM CaMblM OXBadeHbl TPU ouLManbHbIX Asblka MCO (aHMmUACKUA,
o paHUy3CcKUiA U PYCCKUIA). HemeLKniA nepeBof, NpeacTaeneH ANa MHgopMaLMmi 1 Nof, OTBETCTBEHHOCTL opra-
Ha-uneHa MepmaHum (DIN).

MpumevyaHune 1 — TonbKe TEpMUHBI HA OPULUANBHBIX A3bIKAX (AHIMUACKOM, (PPaHLY3CKOM U PYCCKOM) CuUMTa-
HOTCA TepMUHaMK W onpegeneHunamu MCO.

MpuMmeuyaHune 2 — Bee aTu TepMUHB AOCTYNHLI Ha nnatdgopme I1SO Online Browsing Platform (OBP): https://
www.iso.org/obpluil.

2 TepMuHbI U onpegeneHua
B HacTosLlEM cTaHAApTe NPUMEHEHbI CNeayoLMe TEPMUHBI C COOTBETCTBYIOLLMMU ONPeaeneHUAMM:

2.1 Npoueaypbl CBapku

2.1.1 ceapka UMNynbLCHaa AyroBas NNaBAWMMCA 3NEKTPOAOM B aKTUBHOM raze (pulsed MAG
welding): [lyroeasi cBapka B aKTUBHOM rase NNassLLMMCS ANEKTPOAOM C UCTIONL30BAHWEM MMMYNLCHOTO ToKa.

MpuMmeuaHune 1 — MAG pacwmudposbiBaeTca kak Metal Active Gas. Kak npaBuno, 3alUTHLIA ra3 COCTOUT U3
cMmecu 0,5 % unn Gonee KMCNopoga Unu yrriekncnoro rasa.

2.1.2 ceBapka MMNYNbCHaA AYroBasA NNaBAWMUMCA 3NEKTPOAOM B WHEPTHOM rase (pulsed MIG
welding): [lyroBasi cBapka B MHEPTHOM ra3e NNaBsALWMMCS NEeKTPOAOM C UCNONb30BaHWEM UMMYNBCHOIO ToKa.

NMpumeuyaHmne 1— Kak npaBurio, 3almTHLIN ra3 COCTOUT U3 aproHa, renua unu ux CMecm.

2.1.3 cBapka UMNYNbCHaA AYroBasa BoNb¢g)paMOBLIM 3NEeKTPOAOM B HHEPTHOM rase (pulsed TIG
welding): [lyroBas cBapka B MHEPTHOM rase BONbLPPAMOBBLIM 3MEKTPOAOM C UCMOMNBL30BAHWEM UMNYNBCHOMO
TOKa.

W3gaHue omumnanbHoe
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MpumMmeuaHune 1 — Kak npaBuno, 3allUTHLIA ra3 COCTOUT U3 aproHa, rennua unu ux cMecu.

2.1.4 ceapka ayrosana ToueuyHan (arc spot welding): Jlyrosasa cBapka, Npu KOTOPOA HaxmnecToqHOe Co-
efWHEeHWe Mosy4aloT NpornnasneHvem OaHOW AeTanu JYepes ApYrylo, B pesynsrarte Yero obpasyeTcs OB Ha
npuneraioLLmMx NoBEPXHOCTAX.

2.1.5 cBapka pyroeas ToueyHaa NNAaBAWMMCA 3NMEKTPOAOM B UHepPTHOM rase (MIG spot welding):
Ceapka gyroeas TouedHas (2.1.4) B MHEPTHOM rase NNaBALLMMCA 3NEKTPOAOM.

Mpumeuanune 1 — Kak npaBuno, 3aliUTHLIA rA3 COCTOWT U3 aproHa, rennua Unu ux cMecu.

2.1.6 cBapka AyroBas ToY@4YHaA BoNb¢gpamMoOBLIM NEKTPOAOM B HHepTHOM rase (TIG spot welding):
Ceapka gyroeas TouedHas (2.1.4) B MHEPTHOM rase BoNb@PamOoBLIM AMEKTPOAOM.

MpumMeuanune 1 — Kak npaBuno, 3alWuTHbI ra3 COCTOUT U3 aproHa, rennsa unn nx cMecu.

2.1.7 cBapka gyroBas MUKponnasMeHHaa (microplasma arc welding): MNnasmeHHaa gyrosas cBapka
Ha cBapoYHLIX Tokax (2.2.8) meHee 10 A.

2.1.8 ceapka no yskomy 3asopy (harrow gap welding): [lyrosaa csapka, Npu KOTOPOW PaCCTOAHKUA
MEXAY KPOMKaMK OCHOBHOMO METanfna HacTonbko Manbl, YTo TpebyeTca cneuvannanpoBaHHoe cBapoyHoe
obopyaosaHve.

MpuMeyaHune 1 — B OCHOBHOM UCNONb3YETCA ANA COEANHEHNA U3AeNuin 6ONLLION TONLWUHBLI C LENbo YMEHb-
LIeHWA pacxofa NpucajodHoro MarTepuana.

2.2 TexHuKa CBapKu

2.2.1 ceapka ¢ HakKnoHOM BneBo, CBapKa yrnom enepep, (push technique, forehand welding): Csapka,
NPy KOTOPOW SNEKTPOA, HAKMOHEH B CTOPOHY, 06paTHYIO HanpaBneHMIo CBAPKW.

Mpumeuanune 1 — Yron HaknoHa anekTpoaa (2.2.10) Goriee 90°.

2.2.2 cBapka ¢ HaKfoHOM BNpaBo, cBapka yrnom Hasan (pull technique, backhand welding): Ceapka,
MpW KOTOPOI ANEKTPOL HaKNOHEH B CTOPOHY, COBNaAaloLLYyI0 C HarnpaBneHnem cBapKu.

MpumevaHune 1 — Yron HaknoHa anekTpoga (2.2.10) meHee unu paseH 90°.

2.2.3 cBapKa ¢ nonepeyHbiMK KonebaHuaMM (weaving): Ceapka, Npv KOTOPONX LUOB BLINOMHAETCA C
konebaHnAMK SNEeKTPOAa Nonepek HanpaeeHna CBapKM.

2.2.4 pasMax nonepeyHoro koneGaHua (weaving width): LUnpuHa 30HBI NonepedHbIX KonebaHuin npu
cBapke ¢ nonepeydHbIM KonebaHuem (2.2.3).

2.2.5 amnnutyaa nonepevyHoro konebaHua (weaving amplitude): MNonosuHa pasmaxa nonepeyvHoro
konebanua (2.2.4).

2.2.6 yacTtoTa nonepeyHoro konebaHua (weaving frequency): KonuyecTso konebaHwii B aWHULY Bpe-
MEHW.

2.2.7 WwoB NpM CBapKe ¢ nonepevyHbIMU koneGaHuamm (weave bead): Lo, obpazytoLmitcsa npy ceap-
Ke ¢ nonepeyvHbiMiK konebaHmamm (2.2.3).

2.2.8 cBapoyHbIi Tok (welding current): Tok, reHepupyeMblil CBAPOHHBIM MCTOYHUKOM NUTAHWA B NPO-
Liecce cBapku.

2.2.9 paGoumii yron HaknoHa anekTpoaa (work angle): Yron mexay ocblo arekTpofa M NoBepxXHOCTLI0
pertanem B NrocKOCTH, NEPNEHAMKYNAPHON K HanpaBieHWo CBapKM.

2.2.10 yron Mexay 3neKTpoAoM U U3denunem, yrosl Mexay ropenkoi U usgenuem (electrode angle,
torch angle): Yron mexay ocklo arnekTpoga M NpoLoiibHOW OCHIO CBAPWUBAEMOTO COEWMHEHMA B HaNpaBneHnK
CBapKM.

2.2.11 yron oTknoHeHuA (travel angle): Yron, foononHawmWi oo 90° yron Mexay aneKkTponoM U uaje-
nnem (2.2.10).

2.2.12 ckopocTb nogavyu NpoBonokM (wire feed rate, wire feed speed): AnvHa NPEBONOKK, pacnnas-
NAEMON B €AMHULYY BPEMEHW.

2.2.13 aneKTpoa ANA CBapku MeTogoM onupaHua (contact electrode): MokpbIThIM anekTpor (2.4.1)
CO cneyuanbHbIM NOKPLITMEM, NMO3BONAWMM ONUPaTbeA Ha OCHOBHOW METann ANA NydlWero ynpaeneHus
ANWHOR ayru (2.3.12).
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2.3 XapaKTepUCTUKH CBApPOYHOro npouecca

2.3.1 nepeHoc MeTanna, nepeHoc Kanenb (metal transfer, droplet transfer): lNpoyecc nepexopa pac-
NraeneHHoro SNeKTPOAHOrC MeTanna B CBAPOMHYIO BaHHY Yepes ayry.

2.3.2 KpynHoKanenbHbIi nepeHoc (globular transfer): MNepeHoc meTanna (2.3.1), ocywecTBNAEMbIIA
KannaMu guameTpomM Gonee guameTpa NpoBONoYHONo snekTpoaa (2.4.9).

2.3.3 cTpyiiHbIA nepeHoc (spray transfer): MNepeHoc metanna (2.3.1) B Byae DLICTPO YCKOPAIOLWMXCA
Kanenb 4MameTpoM MeHee guaMeTpa NPoBONOYHOro anekTpoga (2.4.9).

2.3.4 nepeHOC € KOPOTKUMMU 3amMblKaHWAMM (dip transfer, short circuiting transfer): MNepeHoc Metanna
(2.3.1), NpW KOTOPOM TOK KOPOTKOIO 3aMbIKaHWS CNocoBCTBYET OTPLIBY PacnnaBleHHOro SneKkTpofHoro MeTar-
na BO BPEMA KOPOTKOTO 3aMblKaHUs 3a CHET SNEKTPOMAarHUTHOrO NuHY-apdekTa.

2.3.5 yacToTa nepeHoca kanenb (particle transfer frequency, droplet transfer frequency): Yucno ka-
nefb, NepeHocUMBIX C KOHL@ MNaBALerocs anekTpoaa Yepes Ayry, B e4vHULY BPeMeHM.

2.3.6 ocHoBHasA gyra (main arc): NpwW NNasMeHHOR OyroBoi cBapke Ayra, Bbigenawwasa Tennoty Ans
CBapKu.

2.3.7 pexypHana gyra (pilot arc): ManoamnepHas gyra Mexay arneKTpogoM M Nnasmoobpasyiowmm co-
nnom nna3MeHHoW ropenku (2.6.6), cnyxalwasn gns MoHusaLUWmn rasa v obnerdyeHns 3axnraHinsg OCHOBHOM AyTH
(2.3.8).

2.3.8 pyra npaMoro agelcTeuA (transferred arc): [yra, ropawlag Mexay anekTpoaoM nnasMeHHoH! ro-
penkn (2.6.6) 1 nagenvem.

2.3.9 pyra koceeHHoro aeiicteuna (non-transferred arc): [lyra, ropslias MEXAy SNeKTPOA0M W Mnasmo-
06pasyroLLMM CONMoM NNasMeHHoM ropenku (2.6.6) Unnm MeTanMsayMoHHOro NUCTonNeTa.

MpumedaHune 1—Kagenne He ABNAETCA YACTLIC BNEKTPUYECKON Len.

2.3.10 HanpsxeHWe ayru (arc voltage): SNekTpUYeCKUA NOTEHLMAN MeXAy SNeKTPOA0M 1 U3Aenvem.

2.3.11 HanpaxeHUe 3axuraHua Ayru (striking voltage): MuHMMansHoe HanpaxeHwe, HeobxogMMoe
ONS 32KUraHua Oyru.

2.3.12 anuHa ayru (arc length): PaccTosHWe OT KOHLUa CBapoyYHOro arnekTpoaa A0 NOBEPXHOCTU CBapOY-
HOWM BaHHbI.

MpuMeyaHune 1 — BTeueHue cBapkn NMaBALWLNMCS SNEKTPOAOM AIMHA AYTH MOXET U3MEHATBLCA B 3aBUCMMOCTH
OT npouecca NnepeHoca MeTanna (2.3.1) no mepe dopPMUPOBAHUA U NEPEHOCA Kanernb B CBAPOMHY IO BaHHY.

2.3.13 BpemMa ropeHua ayru (arc time, arcing time): Bpems, B TedyeHWe KOTOpOro noaaepxneaeTcsa ro-
peHue gyru.

2.3.14 Bpema umnyneca (pulse time, pulse duration): AnNUTENEHOCTL OAHOMO UMNYNbCA.

2.3.15 npoaomxuTenbHOCTL BKIoYeHUA (duty cycle, duty factor): lna sapaHHoro uHtepeana spe-
MEHW OTHOLLUEHWE NPOAOITHMUTENBHOCTA HEMPEPLIBHOM paboTbl NoA, HArpy3koM k obLLel NpoaormKUTENEHOCTU
paboTbl.

2.3.16 MarHuTHOe AyThe (arc blow, magnetic arc blow): OTknoHeHWe ayrK oT 3afaHHOro HanpaeneHus
rnof, BO3AerNCTBMEM MarHMTHOIC NosA.

2.3.17 paccTofiHKe oOT conna ao uapaenua (stand-off distance): PacctosiHne oT rasosoro conna go wus-
fenua.

n puMmedaHune 1 — PaccroaHue oT conna A0 N3AENUA NoKasaHoO Ha PUCYHKE 1, no3nyuA 3.

2.3.18 oTKpbITbIf BbINET anekTpoaa (stickout): PacctoaHne mexay ra3oBbIM COMMOM W KOHLIOM NPOBO-
NoYHoro snekTpopa (2.4.9).

MpumMmedaHne 1 — OTKPLITHIA BHIMET aMNeKTpoaa NOKasaH Ha pucyHKe 1, noauymna 4.

2.3.19 ebinet anekTpoaa (electrode extension): PaccTosiHue OT TOKOMOABOAALLEND HAKOHEYHUKA (2.6.2)
unu yaHri (2.6.1) oo KoHUa NpoBONodHOro anekTpopa (2.4.9).

MpuMedvaHne 1— Bbiner anekTpofa NokasaH Ha pucyHke 1, nosuuus 5.

2.3.20 paccTofiHMe OT TOKONOABOAALLErO HakOHeuYHWKa o uzgenus (contact tip distance, contact
tube distance): Pacctoanne Mexay TOKONOABOAALLMM HAKOHEYHUKOM (2.6.2) M MECTOM CBapPKU.

MpuMeuaHne 1 — PaccrosiHne OT TOKONOABOAALLENO HAKOHEMHUKA O U3AENUSA MOKa3aHO Ha PUCYHKe 1, no-
3uyna 6.
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1— TOKOMNOABOAALLWMIA HAKOHEYHWK; 2 — ra3oBoe Comnno; 3 — paccTosiHve OT conna Ao u3aenus; 4 — OTKPbITbIN BbINET 3/1EeKTPOAa;
5 — BblNIET 3/1€KTPOAA; 6 — paccTosiHie OT TOKOMoABOAA A0 M3fenust; 7 — MeCTo CBapku; S— usgenve

PucyHok 1 — PaccTosaHusa

2321 koapchmumeHT Hannasku (deposition coefficient): [lna onpeneneHHoro asnektpoga Mac-
ca HannaBfEHHOr0 MeTa/na npyu CTaHAapPTHLIX YC/OBUAX 3a amnep-MuHYTYy BblpaXaeTCs OTHOLIEHUEM:
Macca/Tok mBpems.

2.3.22 shpekTBHOCTL Hannaeku (deposition efficiency): [na nokpbitoro anektpoga (2.4.1) otHowe-
HUE Macchl MeTasifia, HanaB/eHHOro NpU CTaHAAPTHLIX YCMOBUAX, K 06LEei M3pacxofoBaHHoli Macce 6e3
yueta orapka (2.4.21).

2.3.23 appekTBHOCTL anekTpona (effective electrode efficiency): Ans nokpbitoro snektpoaa (2.4.1)
OTHOLLEHNE Macchl MeTas1a, HanjaB/IEHHOTo NpU CTaHAAPTHBIX YCMIOBUAX, K MAcce M3pacxof0BaHHOMO a/ieK-
TPOZHOTO CTEPXKHS.

2.3.24 nHomuHanbHaa adekTMBHOCTL anekTpoda (nominal electrode efficiency): [na nNoKpbITOro
anektpopa (2.4.1) oTHolweHNe Macckl MeTanna, HannaBNeHHOro Mpu CTaHAAPTHLIX YCIOBUSAX, K Macce 13pac-
XO[,0BAHHOTO CTEPXHA HOMUHA/ILHOTO AMaMeTpa.

2.3.25 koathduumeHT mncnonbsosanma snektpoga (overall weld metal recovery): [n8 NOKPLITOrO
anektpoga (2.4.1) oTHoweHMe Macchl METaa, HaNaB/EHHOTO MpU CTAHAAPTHBIX YC/I0BUSAX, K 06Lieil Macce
NCNoMb3yeMoro 371eKTpoaa, BKuas nokpbitue u orapok (2.4.21).

2.3.26 npununaHne meTanna usgenua K anekTpoay (electrode pick-up): 3arpAsHeHne HennassALero-
cs anektpoga (2.4.20) metannom wnm okanvHol B TEUEHWE CBapPKM.

2.3.27 BbicTyn (protrusion): Mpy npuBapke LINWIEK HAYANILHOE PACCTOAHUE MEX/Y KOHLOM LUMUILKA W
TOPLOM MeXaHu3ma KpernyieHus.

MpnmeyaHne 1— BbICTyn nokasaH Ha puUCyHKe 2, no3uumsa 3.

1— wnunbka; 2— MexaHn3M KpenneHusi; 3 — BbICTyn

PucyHok 2 — Tpumep BbICTyna
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2.4 CeapoyHble maTepuanbl

2.4.1 aneKkTpoa NOKPbLITLIA, 3NeKTpoA WTYYHbIA (covered electrode, stick electrode): MnasAwmiica
ANEKTPO/, B BUAE CTEPXKHSA, COCTOALLMA U3 METANNNYECKON CEPALIEBUHBI C MOKPLITUEM.

2.4.2 3neKkTpop, ¢ KUCNbIM NOKpbITUEM (acid electrode): SnekTpoa NOKpLITHIM (2.4.1), B NOKPLITUM KO-
TOPOro COAEPKUTCA Bonbluasa A0NSA KUCMbIX MaTepuanos.

2.4.3 aneKTpopa, ¢ 0CHOBHLIM NMOKpbITHeM (basic electrode): BnekTpop NokpbITeIA (2.4.1), B NOKPLITUMA
KoToporo coaepxurcea 6onbluasa aona kapboHata kanbuma U gropuaa.

2.4.4 aneKTpoa ¢ uennonosHbiM NoKpbiTHeM (cellulosic electrode): DnekTpoa NoKpbITbIM (2.4.1), B
NOKPbLITHA KOTOPOTO CoAepXnTcs Bonbluas Aons Uennonoseol.

2,45 3neKkTpoA C KOHTpPONMpPYEMbIM cogepxaHueMm eogopopa (hydrogen controlled electrode):
ONeKTPoa, NOKPLITHIA (2.4.1), NPW NPaBUNBEHOM UCNOMNB30BaHW KOTOPOTO COAepKaHWe AnddY3UOHHOTO BOAO-
poaa B HanNaBNeHHOM MeTarmne MeHslle ONpPeAeneHHOro YPOoBHA.

2.4.6 anekTpopa, pymnoeblii (rutile electrode): SnekTpop, NOKpLITLIA (2.4.1), B NOKPLITUK KOTOPOIO CO-
pepxutcs bonblas Aons ABYOKUCKH TUTaHa.

2.4.7 aneKkTpop, ¢ Xene3HbIM NOPOWKOM B NOKPLITHM (iron powder electrode): BnekTpop NOKpLITHIA
(2.4.1), B NOKpLITMK KOTOPOTrO copepxuTca Bonbluan A0Ns KXenesHoro NopoLLKa ANA AOCTUXeHUA 3ddekTrs-
HOCTW Hannaeku (2.3.22) He meHee 100 %.

2.4.8 anekTpoa BbicokoadhhekTHBHBIN (high efficiency electrode): OnekTpog ¢ XenesHbiM NOPOLLKOM
B NOKPLITUK (2.4.7) ¢ appeKTUBHOCTLIO Hannaeku (2.3.22) bonee 125 %.

2.4.9 anekTpopA, NpoBorioYHbIN (wire electrode): MNnasAwmiAcA anekTpog, B BUAE NPOBONOKW.

2.4.10 anekTpoA NpPoOBOSIOMHLIA cnnowWHOM (solid wire electrode): BnekTpog NPOBONOYHLIA (2.4.9)
CMNMOLWHOro CEYEHUS.

2.4.11 anekTpog Tpybuarslii (tubular cored electrode): SnekTpop nposonovHeIA (2.4.9) B BUpe Tpybkw.

2.4.12 anekTpopa Tpy6uaTthiii ¢ hntocoMm (flux cored electrode): SnekTpop TpybyaTtoli (2.4.11), copep-
Xallui drioc.

2.4.13 anekTpogd TpyouaThlii ¢ MeTannm4yeckum nopouwkom (metal cored electrode): Snektpog Tpy6-
YaThlI (2.4.11), conepXallmil METaNNUYECKMA NOPOLLOK.

2.4.14 anekTpoa neHTo4HbIN (strip electrode): MnaBAWMACA 3NEeKTPOA B BUAE NEHTHI.

2.4.15 aneKTpoA NEHTOM HBIW CNINOLHOM ceveHud (solid strip electrode): OnekTpop, NneHTouHbIN (2.4.14)
CMNMOLWHOro CEYEHUS.

2.4.16 aneKTpog, NeHTOuYHbIA NopolwKoBbIi (Nonblit) (cored strip electrode): GnekTpoa NEHTOYHLINA
(2.4.14) c BHyTPeHHel NonocTLHo.

2.4.17 npoBonoKa CnnolwHoro ceyeHua (solid wire): MNpucagodHas NpoBOMoKa CrNOWHOO CEYeHns,
He ABNAOLLAACH YaCTbIO ANEKTPUHECKOM LIENK.

2.4.18 npyTOK nopolKoBbli (TpyG4aTsIit) (tubular cored rod): MNpucagouHblid NpyTok B dhopme TpyGkw,
He ABNAKLMACA YacThio 3NEKTPUYECKOM LEnn.

2.4.19 npoBonoka nopolkoBas (Tpydyartan) (tubular cored wire): MNpucagoyHas npoeonoka B popme
TPYGKKW, He ABNAIOWAACH YacTbiO ANeKTPUHECKOR Lienu.

2.4.20 anekTpoa HennaesawuicAa (non-consumable electrode): GnekTpon, KOTOpLIM HE NNaBWUTCA B
npoLecce CBapKu.

2.4.21 orapok (stub end, stub): OcTatok snektTpoga UK NpUcafo4Horo NpyTka nocne ceapku, KOTOpLIR
HE MOXET BbITb UCMONE30BaH.

2.5 XapaKTepucTUKH CBApPOYHOro MCTOYHUKA NUTAHKUA

2.5.1 cTaTuyeckana XapakTepucTuka (static characteristic): 3aBucumocTs Mexay HanpsxeHueM K To-
KOM Ha BhIXOfHbIX 3a3KMMax CBapPOYHOMO UCTOMHMKA NUTaHMA NP 0BbIMHOM HarpysKe.

2.5.2 puHaMHyeckan XapaKTepucTuka (dynamic characteristic): 3aBMCUMOCTL MEXAY OCHOBHLIMM Ma-
pameTpamMmn CBaPOYHOIO MCTOMHWKA NUTAHWMA NP MTHOBEHHOM M3MEHEHW OHOTO W3 NapaMeTpoB.

2.5.3 napalowan xapakTepucTuka (drooping characteristic). BHelwHAs cTaruyeckaq xapakTepucTmka
(2.5.1) cBapOYHOTO UCTOMHMKA NUTAHWA ¢ OTPULATENbHBIM HaKNOHOM He MeHee 7 B/100 A B HOpManbHOM
fWanascHe CBapKM.

2.5.4 wecTKana xapakrepuctHka (flat characteristic, constant voltage characteristic). BHelwHAs cTaTuye-
ckas xapakTepueTuika (2.5.1) UCTOYHKKa CBapPOYHOIO TOKa, KOTopasa B HOPManbHOM AiManasoHe CBapKU TaKkoBa,
YTO NPW YBENWYEHUN TOKa HanpsxeHne nubo ymeHbLIaeTes MeHee vem Ha 7 B/100 A, nubo ysenuuneaetca
MeHee Yem Ha 10 B/100 A.
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2.5.5 HanpaxeHUe XonocToro xopaa (no-load voltage, open-circuit voltage): HanpaxeHue Mexay Bbl-
XOOHBIMK 3aXMMaMM CBAPOYHOIO UCTOYHMKA NUTAHWUA NPW PaspbiBe BHELLHEW CBAPOYHOW LenW, MCKoYas
Kakoe-nrbo HanpaxeHwe 3axkuraHna oyri unu ctabunusaymm ayru.

2.6 CeapoyHoe obopyaoBaHue

2.6.1 naHra (collet): YcTpoicTeo N5 3axmMma Hennaesiuerocd anekTpoaa (2.4.20) B cBapoYHON ropernke.

2.6.2 TokonogBoAAWMA HakoHeYHUK (contact tip, contact tube): CMeHHan AeTanb B NepeaHen Yactu
Topenkn AN NofBofa cBapo4Hore Toka (2.2.8) 1 HanpasieHus NPoBONoYHOro anekTpoaa (2.4.9).

2.6.3 ceapoyvHbIil nuctoneT (welding gun, gun): lopenka ¢ pyKoATKOKM, pacnonoXeHHOW NoYTH NepneH-
AVKYMAPHO NO OTHOLLEHWIO K KOPNYCY rOpenkm.

2.6.4 anexkTpopoaepxatens (electrode holder): MIHCTpyMEHT AN 3aXKMMa, HanpasneHWa WU NOAKNoYe-
HUA MOKPLITOro anekTpoaa (2.4.1) K cBapoYHON LiEnu Npu anekTprUYeckor U3oNAaLun cBapLyMka U ceapod-
Horo oneparopa.

2.6.5 ceapoyHan ronoeka (welding head): Ysen cBapo4HOi MaLlMHbI UMM poBoTa co BCTPOEHHOW CBa-
POYHOW ropenkon.

2.6.6 nnasMeHHas ropenka (plasma torch): CapodHas ropernka ¢ Hennasawmmcs anekTpoaom (2.4.20)
1 nnasmoobpasyoWw M CONMoM AR CO30aHWUA CHaTOW NMa3MeHHOW AyTU.

2.6.7 cBapoyYHbIi BbiNpAMUTENL (welding rectifier): MCTOUHWMK NUTaHWUS Ana AyroBon ceapku (2.6.12),
COCTOALLMM 13 HEeMNoABUKHOro NpeobpasoBaTena NEPEMEHHOT0 TOKa B CBAPOYHLIA NOCTOAHHBIN TOK.

2.6.8 ceapovHbIi npeobpazoBartenb (welding converter): McTouHWK nUTaHWA ANsA AYroBOA cBapku
(2.6.12), cOCTOALMI N3 3NEKTPUYECKOrO ABUraTensa 1 cBapoYHoro reHeparopa (2.6.10).

2.6.9 TpaHcchopmaTop ana ayroeoi ceapku (arc welding transformer): TpaHcdopmatop, npeaHasHa-
YeHHBIM ANA NUTaHKWA CBaPOYHON AYTI.

2.6.10 ceapoyHbl# reHepaTtop (welding generator): leHepaTtop, NpeAHa3HaYeHHbIA ANA NMATaHWA OfHOR
UMK HECKOMBKMX CBAPOYHbLIX AYT.

2.6.11 cBapou4HbIi arperat ¢ gepurartenem (engine driven welding power source): CBapo4HbIi UCTOM-
HWK 0N AYroBOW cBapky (2.6.12), cOCTOALLMIA M3 ABKUraTens 1 cBapodHoro reHeparopa (2.6.10).

2.6.12 ncToYHUK NUTaHKUA ANA AYroBoi cBapku (arc welding power source). OBopyaoBaHWe Ana no-
Aaqv Toka W HanpAXeHWs C XxapakTepucTUKamMK, OTBEYaIoLL MK TpeBoBaHWAM K BbINOMHEHWIO AYTOBOI CBAPKU
W POACTBEHHbIX NPOLIECCOoB.

2.6.13 cBapoOYHbIA MCTOMHWUK NUTaAHUA € Najalolleid XapakTepuMCTHKOW (drooping characteristic
welding power source): VcToUHWMK nuTaHusa agNns gyrosol ceapku (2.6.12) ¢ napaiowen xapakTepucTUKON
(2.5.3).

2.6.14 cBapoOYHbIA UCTOYHHUK MUTAHUA C XKECTKOH XapakTepUCTUKOM (constant-voltage welding power
source): VICTOUHWK NUTaHWa 0N\ AYroBOM cBapKK (2.6.12) C MEeCTKOW XapaKkTepucTukom (2.5.4).

2.6.15 neHan (quiver): MNopTaTneBHaA Tapa ANA COXpaHeHWs NOKPbIThIX SNEKTPoaoB (2.4.1) cyxumu.
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AncdaBuUTHBIA yKasaTenb TePMUHOB Ha aHIMUACKOM A3bIKe
€ NepeBooM Ha (PPAHLY3CKMIA U HEMeUKUA A3bIKN

AHrIUACKUA Homep OpaHuyacKuii Hemeummii
TEPMUH MyHKTa nepeeop, nepeeos
A
Acid electrode 242 Electrode acide Sauerumhiillte Stabelektrode
Arc blow 2.3.16 Soufflage magnétique de l'arc Blaswirkung
Arc length 2312 Longueur de Farc Lichtbogenlange
Arc spot welding 214 Soudage a l'arc par points Lichtbogenpunktschweilten
Arctime 2313 Temps d'arc Lichtbogenbrennzeit
Arc voltage 23.10 Tension & larc Lichtbogenspannung
Arc welding power source 2612 Source de courant de soudage Lichtbogen-Schweilstromquelle
alarc
Arc welding transformer 269 ;I'ransformateur de soudage a Schweiltransformator
‘arc
Arcing time Cm. Arctime (2.3.13)
B
Backhand welding Cwm. Pull technique (2.2.2)
Basic electrode 243 Electrode basique Basischumhlilite Stabelektrode
C
Cellulosic electrode 244 Electrode cellulosigue Zelluloseurnhllte Stabelektrode
Collet 261 Pince porte-électrode Elektrodenklemmhulse
Constant voltage characteristic Cw. Flat characteristic (2.5.4)
Constant-voltage welding power 2.6.14 Source de courant de soudage a | Konstantspannungs-Schweilds-
source caractéristique plate; source de tromquelle
courant de soudage a tension
constant
Contact electrode 2213 Electrode-contact Kontaktelektrode
Contact tip 262 Tube-contact Stromkontaktrohr
Contact tip distance 23.20 Distance tube-contact/point de Kontaktrohrabstand
soudage
Contact tube Cm. Contact tip (2.6.2)
Contact tube distance Cm. Contact tip distance (2.3.20)
Cored strip electrode 2.4.16 Electrode en feuillard fourrée Fullbandelektrode
Covered electrode 2.41 Electrode enrobée Umhdiilite Stabelektrode
D
Deposition coefficient 2.3.21 Coefficient de depot Abschmelzkoeffizient
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Mpodomxenue mabnuibt

power source

a caractéristique tombante

AHrWACKA Homep OpaHUy3cKid Hemeukui
TEPMUH MyHKTa nepeBoa nepeson
Deposition efficiency 23.22 Rendement global effectif Abschmelzfaktor
Dip transfer 234 Transfert par courts-circuits Werkstoffiibergang im
Kurzschluss
Drooping characteristic 253 Caractéristique tombante Fallende Kennlinie
Drooping characteristic welding 26.13 Source de courant de soudage Schweil3stromguelle mit fallen-

der

Droplet transfer

Cwm. Metal transfer (2.3.1)

Droplet transfer frequency

Cwm. Particle transfer frequency (2.3.5)

Duty cycle 23.15 Facteur de marche Einschaltdauer
Duty factor Cm. Duty cycle (2.3.15)
Dynamic characteristic 252 Caractéristique dynamique Dynamische Kennlinie
E
Effective electrode efficiency 2323 Rendement effectif d’'une Effektive Ausbringung
électrode
Electrode angle 2210 Angle d’inclinaison de Elekirodenanstellwinkel;
I'électrode; angle d'inclinaison Schweillbrenneranstelllwinkel
de la torche
Electrode extension 2.3.19 Longueur de fil libre Freies Drahtelekirodenende
Electrode holder 264 Porte-électrode Stabelektrodenhalter
Electrode pick-up 2.3.26 Encrassement de I'électrode Anlegierung an der Elektrode
Engine driven welding power 261 Groupe électrogéne de soudage | Schweillumformer mit Antrieb
source durch Verbrennungsmotor;
Schweilaggregat
F
Flat characteristic 254 Caractéristique plate; Flach fallende
caractéristique constante Stromquellenkennlinie
Flux cored electrode 2412 Fil fourré de flux Pulvergefillte Drahtelektrode

Forehand welding

Cwm. Push technique (2.2.1)

G
Globular transfer 232 Transfert globulaire Groltropfiger
Werkstoffiibergang
Gun Cm. Welding gun (2.6.3)
H
High efficiency electrode 248 Electrode a haut rendement Hochleistungselektrode
Hydrogen controlled electrcde 245 Electrode a hydrogéne contrélé | Wasserstoffkontrollierte
Stabelektrode
I
Iron powder electrode 247 Electrode a la poudre de fer Eisenpulver-Stabelektrode
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AHrnnicKuia Homep dpaHUy3CKUiA Hemevkumii
TePMUH MyHKTa nepeeop, nepeeoa
M
Magnetic arc blow Cwm. Arc blow (2.3.16)
Main arc 236 Arc principal Hauptlichtbogen
Metal cored electrode 2413 Fil fourré de métal Metallgefiillte Drahtelektrode
Metal transfer 231 Transfert de métal Werkstoffibergang
Microplasma arc welding 217 Soudage microplasma Mikroplasmaschweilien
MIG spot welding 215 Soudage MIG par points Metall-lnertgaspunktschweilten
N
Narrow gap welding 218 Soudage sur chanfrein étroit; Engspaltschweilien
soudage narrow gap
No-load voltage 255 Tension a vide Leerlaufspannung
Nominal electrode efficiency 2324 Rendement nominal d'une Nennausbringung
électrode
Non-consumable electrode 2.4.20 Electrode non consommable Nicht abschmelzende Elektrode
Non-transferred arc 2.3.9 Arc non transféré Nicht tbertragener Lichtbogen

0

Open-circuit voltage

Cwm. No-load voltage (2.5.5)

Overall weld metal recovery 2.3.25 Rendement global Gesamtausbringung
P
Particle transfer frequency 235 Fréquence de transfert du métal | Tropfenubergangsfrequenz
Pilot arc 237 Arc pilote Pilotlichtbogen;
Hilfslichtbogen;
Zundlichtbogen
Plasma torch 286.6 Torche plasma Plasmaschweissbrenner
Protrusion 2.3.27 Dépassement Ubel'stand
Pull technique 222 Soudage en tirant; soudage a Schleppendes Schweilten
droite
Pulse duration Cm. Pulse time (2.3.14)
Pulse time 2314 Durée de Fimpulsion Impulszeit
Pulsed MAG welding 211 Soudage MAG pulsé Metall-Aktivgasschweilen mit
Impulslichtbogen
Pulsed MIG welding 212 Soudage MIG pulsé Metall-Inertgasschweillen mit
Impulslichtbogen
Pulsed TIG welding 213 Soudage TIG pulsé Wolfram-Inerigasschweilben mit
Impulslichtbogen
Push technique 221 Soudage en poussant; soudage | Stechendes Schweilien
a gauche
Q
Quiver 26.15 Carquois Kécher
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Mpodomxenue mabnuubt

AHTAWACKAA Homep DpaHUy3CKIii Hemeukui
TEPMUH MyHKTa nepesog, nepeson
R
Rutile electrode 24586 Electrode au rutile Rutilumhillte Stabelektrode

S

Short circuiting transfer

Cwm. Dip transfer (2.3.4)

Solid strip electrode 2415 Electrode en feuillard pleine Massivbandelektrode

Solid wire 2417 Fil plein Massivdraht

Solid wire electrode 2.410 Fil-électrode plein Massivdrahtelekirode

Spray transfer 233 Transfert par pulvérisation Feintropfiger Werkstoffibergang
Stand-off distance 2.3.17 Distance buse/piece Gasdisenabstand

Static characteristic 251 Caractéristique statique Statische Kennlinie

Stick electrode Cwm. Covered electrode (2.4.1)

Stickout 2.3.18 Longueur terminale du fil; Freie Drahtelektrodenlénge
stickout

Striking voltage 2.3.1 Tension d'amorgage Zlndspannung

Strip electrode 2.4.14 Electrode en feuillard; feuillard Bandelektrode

Stub Cm. Stub end (2.4.21)
Stubk end 2421 Chute d'électrode Elektrodenrest
T
TIG spot welding 216 Soudage TIG par points Wolfram-
Inertgaspunktschweilten
Torch angle Cwm. Electrode angle (2.2.10)
Transferred arc 2.3.8 Arc transféré Ubertragener Lichtbogen
Travel angle 221 Angle de traine (no German term)
(pas de terme allemand)
(kein deutscher Begriff)
Tubular cored electrode 2.4.1 Fil fourré; fil-électrode fourré Fulldrahtelektrode
Tubular cored rod 2.4.18 Baguette tubulaire fourrée Fillstab; Rohrstab
Tubular cored wire 2419 Fil tubulaire fourré Falldraht
w
Weave bead 227 Passe large Pendelraupe
Weaving 223 Balayage Pendeln; pendelndes
Schweilten
Weaving amplitude 225 Amplitude de balayage Pendelausschlag
Weaving frequency 226 Fréquence de balayage Pendelfrequenz
Weaving width 224 Largeur de balayage Pendelbreite
Welding converter 26.8 Convertisseur de soudage SchweiRumformer (mit Antrieb

durch Elektromotor)

10
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QxoryaHue mabuybt
AHINNACKMIA Homep OpaHLUy3CK1iA Hemeumii
TEPMUH MyHKTa nepesoq neperos
Welding current 228 Intensité de soudage Schweildstrom
Welding generator 26.10 Générateur de soudage Schweil3generator
Welding gun 26.3 Pistolet Schweil3brenner,;
Schweil3pistole

Welding head 265 Téte de soudage Schweilkopf
Welding rectifier 26.7 Redresseur de soudage Schweilgleichrichter
Wire electrode 249 Fil-électrode Drahtelekrode
Wire feed rate 2212 Vitesse de dévidage du fil Drahtvorschubgeschwindigkeit

Wire feed speed

Cm. Wire feed rate (2.2.12)

Work angle

229

Angle d'inclinaison

SchweilRbrennerneigungswinkel

1"
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MpunoxeHue B
(cnpaBoyHoe)

AncdaBuTHBIA yKasaTens TepMUMHOB, OTHOCALLMXCH K AYroBoOil CBapkKe
W onpeneneHHbiX B UCO 857-1:1998 u ISO/TR 25901:2007,
HO He BKNIOYeHHbIX B HACTOAWMIA CTaHAAPT

Tepmunbl u3 ISOTR 25901:2007 n UCO 857-1:1998, He BKMNIOUEHHLIE B HACTOSALLMIA CTAHAAPT, NPUBEAEHB HUXE,
€CNKN OHW ycTapenu, cokpalleHsl Uy Bownun B gpyrie yactu ISOMTR 25901.

TepmuH OnpepeneHue McTouHKK Homep
a
OeyxanekrpogHan Cm. NCO 857-1:1998, Tabnuua 3 (konuuecTteo anekTpofos — aea) | MCO 857- 8.2
cBapka I 1:1998
1]
C 4
!
3 : ’ 0
‘ 4
2 |
\
1
1 — uspenue; 2 — ayra; 3 — anekTpog,
4 — WCTOMHUK NUTaHWA
M
MHorosnekTpogHan Cm. MCO 857-1:1998, Tabnuua 3 (konuuecTso anekTpodos bonblue | UCO 857- 84
ceapka Tpex) 1:1998
o
OpHoanekTpogHas Cm. MCO 857-1:1998, Tabnuya 3 (konuuecTteo anekTpoaocs —opuH) | UCO 857- 8.1
cBapKa [ 1:1998
—~L
i o
4
I 0
3
2
1
1 — nzpenue; 2 — ayra; 3 — 3NEKTPoA,
4 — WNCTOMHUK NUTaHUA
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TepMuH OnpeaeneHne NCTOYHMK Homep
M
MoroHHaa aHeprua E| — aneKTpuyeckan sHeprua, pacxoyemas Ha eAnHULY ANAHbI MCO 857- | 52.21
WBa U BEIMACTIAEMan NO hopmMyne: 1:1998
_ -y
Ej - T:
rae U — cBapovHoe HanpsxeHue;
| — cBapOYHLIA TOK;
V — cKopoCTh CBapKM
C
Ceapka HeCKONbKUMU Cm. MCO 857-1:1998, Tabnuua 4 (pacnonoxeHne npucagouHelx me- | MCO 857- 9.4
anekTpogamMu, CMELLeH- | Tanmnos WKW HennaesaWKWXca anekTpogoe: Gonee gbyx anekTpogos, | 1:1898
HbIMW BLOMb HAaMpaBne- | CMeLeHHBIX BAOMb HaMNpaBneHWsa ceapkn)
HWA CBapKK
Ceapka napannenbHel- | Cm. MCO 857-1:1998, tabnuya 4 (pacnonoxeHwe npucagodHelx | NCO 857- 9.1
MW SreKTposamMu METANMOB UMW HEMNAaBALWMWXCA SNEeKTPOAoB. HA OfHOW NMuHUK, nog | 1:1998
NPAMBbIM YIIOM K HANpaBneHWIo CBapKn)
[+]
2
o
1 — CBApHON WOB, 2 — UCTOYHUK NNTaHKA, 3 — INEKTpoa,
4 — pyra;, 5— napenue
Ceapka anekTpogaMu Cm. CO 857-1:1998, Tabnuuya 4 (pacnonoxeHue npucagouHoro | MCO 857- 92
C NPOAOCMEHLIM K MO- METarna UNu HeNNaBALWMXCA AMEKTPOAOB. PAAOM, € NpoAoNbHEIM U | 1:1998
nepeYyHbIM B3aUMHBIM nonepeyYHLIM B3aMHbLIM CMELLEHUEM B HANPaBNEHUU CBapKW)
CMEeLlSHNEM
1 — CBApPHOIi WOB, 2 — UCTOYHWUK MUTaHKA,; 3 — JNEKTpoA,
4 — pyra, 5 — nsgenue

13
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Okorvarue mabnuubt

TepMuH OnpeaeneHne NCTOMHUE Homep

Ceapka TaHgemMom Cwm. MCO 857-1:1998, Tabnuua 4 (pacnonoxeHue npucagouHbix Mme- | NCO 857- 93
TannoB UKW HEMMABALWMUXCA ANEKTPOAOB: ABa aNeKTpoaa, pacnono- | 1:1998
XEHHLIX OAWH 3a APYTMM B HANpPaBNEeHWN CBapKK)

1 — cBApHOI WOB; 2 — UCTONHUK MMTaHNA, 3 — INEKTpoA,
4 — pyra; 5— unzpenue

T

TpexanekTpogHas Cm. NCO 857-1:1998, Tabnuua 3 (konuuecTso anekTpogos — Tpu) | MCO 857- 83
cBapKka 1:1998

v

1 — uspenue; 2 — NpucaAoqHbIA MeTann, 3 — cBapoyHan ronoBKa,
4 — WCTOYHUK MUTaHKA

€]
SehcperTusHbIA KM T, — OTHOLWeHWe 3PdeKTUBHOR NOrOHHOM| 3HeprK kK noroHHol aHep- | MCO 857- | 5.2.23
npouecca Harpesa rMK, BelYMCNAETCA no doopMyne: 1:1998
=&
n=E,

14



[1] 1SO 6520-1

[2] 1SO 6520-2

[3] 1SO 14917

[4] 1SO 15296

[5] 1ISO 17658

[6] 1SO 17677-1

[7]1SO 25239-1

[8] IEC 60050-851
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Bubnuorpachua

Welding and allied processes — Classification of gecmetric imperfections in metallic materials —
Part 1: Fusion welding (Ceapka n pogcTeeHHbIe Npouecchl. Knaccudnkauus AedekTos reoMeTpumn
CMIOLWHOCTK B METANMNUYEcKkMX maTepranax. Yacte 1. Ceapka nnasneHnem)

Welding and allied processes — Classification of geometric imperfections in metallic materials —
Part 2: Welding with pressure (Ceapka n poacTBeHHbIE Npouecchl. Knaccudukauua aedekros reo-
METPUW U CNNOLIHOCTH B METAITMIMYECKNX MaTepranax. YacTb 2. CBapka AaBneHnemM)

Thermal spraying — Terminology, classification (TepMuuyeckoe HanbineHne. TepMuHb, Knaccudmrka-
Lus)

Gas welding equipment — Vocabulary — Terms used for gas welding equipment (Obopynosanve
AnA razoeoi ceapkn. Cnoeapb. TepMuHbl, NpUMeEHsieMble ArA oBopyA0OBaHMA ArA ra30BOW CBapPKK)

Welding — Imperfections in oxyfuel flame cuts, laser beam cuts and plasma cuts — Terminology
(Crapka. Jedekrbl pe3a Npy KNCNOPOAHOW, NAa3EePHOW U NIasMeHHOR pe3ke. TepMUHbI)

Resistance welding — Vocabulary — Part 1: Spot, projection and seam welding (KoHTakTHasa ceapka.
Crniopapb. YacTb 1. ToueuHag, penbedHan U LWOBHAA cBapKa)

Friction stir welding — Aluminium — Part 1: Vocabulary (Csapka TpeHnem ¢ nepemewmnsaHuem.
AnoMuHuiA. Yactb 1. Cnosapb)

International electrotechnical vocabulary — Part 851: Electric welding (MexayHapoaHbI aneKTpo-
TEXHUYECKWA croeapb. YacTk 851. SnekTpocsapka)
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