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IRIEATE-FE 12

1 EE
AERERLE T IR0 PR EARTE AR 8 X R3S 44
AbREIE T HE T B FhrdE . ATbrdE. BIRRAE. HoOThRdE. bR AECL R S HARFFE . 2
PRI SRS 55
2 RIEFEMEX
2.1 AT ZEHE
2.1.1 HRHIE resistance welding (RW)
TAAE G, i AR A AL, R R TR (B Rl ™ A= 1 Ha BH #8321
Jiiks A 1.

Yt )
] O ) EEe
=5 Ig =
[4 5 ’
H— LS 4
b ) o

FLK
(a) JRHLE (b) 2R

K1 AR EE
2.1.2 HH SR  resistance spot welding (RSW)

TAFEERE R 2, I EAE P AR 18], ) A e S AR A B 48 B i B FEL LR 792,
K 2,

K
) v
~ 3¢ K&K

f
B

Kl 2 HFH R R A
2.1.3 R )5 roll spot welding
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B LA B B N E T R B 18], FEIRFC IR ISR BN I Wr sl b i viit,  DAIRTS —
5E [ BELAR R FBEL SR TV
2.1.4 FES SR stitch welding
L RBE R, AR d% — s I Ta) TR) s B B e, Fa ARt SAIE) A B3R 3 — e FE S, WAl T il
HL T B i, A AR U Bk AT IR T
2.1.5 FE /8 push welding ; poke welding
DA A BRI IR s 58 i) FEL RELAR - ] 3.

B3 F ks E R

2.1.6 WH SJE direct spot welding
b TR AR A LSS T R0 H 53 L 5 R R L SR I TV, A 4.

Fll

!

B4 U R R E A

2.1.7 BATHI /S48 indirect welding
AAE TAF 1 —THIFH — A B ARt 0 s g, 0 B 5 B HB BEL AR R v, &l S

| YIS IIIIII, A
l\\\( DI \\«W
Kl 5 Fi R R
2.1.8 fki /48 impulsed spot welding; pulsation welding
2
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7 L PR B — MR, 2 U I R )RR T2 Fln: Rk SRR AR A K

2.1.9 % 5iJ5 multiple spot welding
FHPRRT B BA b B, [R] I e i B 4518 1 428 AR P JR e P AN BRI AN BLE IR RO R TV

kK 6.
]

ezezed || b

=1
T
Fl6 % rfn

2.1.10 HELSIE series spot welding
FH H3 E5G P B [ B e e P A B s A AR R B S R T, ] 7,
o

o
\MAN
e ~

(i ciiiiiiiiiiids i
EUIIIIITIIINIIINNINNINNY
7 AR

2.1.11 K#:5)8 spot weld-bonding
e 5 F B AU A2 5 I FH R 77 2% o 6 R P s R e e S T R DU 2, BABSGE 3 Sk 0 A PR RE 3 T 1k
2.1.12 4§ resistance projection welding (RPW)
FE AT R A T AR (ERISein D s, RS 5y — AR SRR, 20 oA s n A E
T R IE R AT R R BRI, Il 8,

| F

v

f

e

K8 iRt A
2.1.13 % 5148 multiple projection welding
RN s R 3 P 56 BRSBTS DA R R ) R PR TV
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2.1.14 H[H%%)E resistance seam welding (RSW)
TSR A I BT R F Ak (], RERINE T2, R s e akim i, M
PAF— SRR EE N PR T, WK 9.

K 9 IR R E R
2.1.15 Bik4%J8 step-by-step seam welding
TAF R A O B TR il 2 18], R IR Bk 5, R R b E e, B
BT, sl B AE B AT S ORI F B SRR
2.1.16 Xi#:4%/8 butt seam welding
L PHARIEET, TR A TR, A IR T 535 ki B & B h 4% . SEX g
FENT DR FH AR SE RN B S 3000 FE 4212 L.
2.1.17 E-F4%)5E mash seam welding
H AR, TAFBEER BN (LB 1.5~3 %), fEEERFEE, BLERES TR
FERTAARSE R T, W 10,

7771 [ 7y, A
H% NN |

(@) VIHEIRTS (b) JRIE4EH
Kl 10 - FaEftneE R
2.1.18 HiFHAXT/E upset welding (UW); upset butt welding;resistance butt welding
TAF A o e 2, A e A RS PR, R R A T O e 1 F B T, i 11,
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AR 2-JeHIN 3-BHARASH 88 ; F-RED): F-THER)
B R AR R R

2.1.19 FHELEHE parallel welding
K 2 AR B R 7 2, R B LA IFAT I 5 st A T 2 A8 R SR A 1) F BRI T,

w2,
o]

—

I

K12 AT R B A
2.1.20 [AEXTIE flash welding (FW);flash butt welding
TSRO R 3, el FYER R T TR A G, SR Ja Bt Tk, fE ZELL NG, I
B —weBE G, MR T ) 6 SR 7, Wi 13,

1A, 2-SRA A, 3-BHIEAR RS F-REJ); F-T80: v/-r/qﬁlﬁiiﬁ
K13 ERHEs K
2.1.21 A% flashing ; flash
N EXTIERES S TRl o A5 A H AR PR A 1 2 e R R L &1

2.1.22 f#RBEJE stored energy welding
5
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MU BRI E A A A A, R R T R R I A A e BELAR T 2
2.1.23 HEMEHEE capacitor discharge welding
M FH A A (10 B B TR s A e F B R R T VR
2.1.24 E#HRHE pressure-controlled resistance welding (RW-PC);hydromatic welding
H s 94 ) 22 AH A, R PP Se 2 AN i B AR 2
2.1.25 “PATEFRSE parallel gap welding
PR [E]ERAR /N 1)~ 47 FEAR 56 B FLBEL LR
2.1.26 “FAT74%)5 parallel seam welding
M PIAFATIREC 58 M B B PRI . @ H T R 7o i34,
2.1.27 =HiHEFEE high-frequency resistance welding
o8 At e A3 AR5 77, R P v A E ARV SR AR ) R B AGEAT R I g v, i 14
g

FHpT
B4 mai e B s B
2.1.28 =S PHZEE high-frequency seam welding (RSEW-HF)
P R v A L R D AR P B R SR TR T B 4% (0 FR B AR, ik 15,

s

FHL L
KI5 A B 4% s 2
2.1.29 = PHXI4E high-frequency upset welding (UW-HF)
S5 PR HORT 2 () At I v SRR s 0, R R v R R AR I P B AT R ) T
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K16 A P B m = A
2.1.30 Mifi/§ percussion welding
R Jon s ety T A R A e ok TR A A 1 R I A PR B IABAT AR 1 207 v
2.1.31 /KM JE induction welding (IW)
— b B S P JE ST, 5 2 P I T ) AR AN 7 A SN FELAL R P 3 P v AR B FRL A A T AR
(1) HE REAR TV
2.1.32 RN HPHX 4 induction upset welding (UW-I)
M P R RV AE T e T A TR i O i 7 R 1) B S A
2.1.33 /&R HFHS%ME  induction seam welding (RSEW-I)
P R RN FLIRAE F8 e A R0 B GE U R N R . S0, 2.1.16 RS BHAE SR
2.1.34 HH%EFJE resistance brazing (RB)
W A ELEE DL R Bl R A e E A R DR b, R A B RGEAT B TR
2.1.35 #JEJE hot press welding,hot bar
FEEJERTR, F RTTE EAR Sk ™ AR 1 i BE R 3 3 A SR 7 v
2.1.36 HEF:E stud welding (SW)
JH I EE IR B BH A 4 J WA R A SR A B 3 T A~ T 1 Ve St o Sk i TR S 4R
JE B B IE R SRR B AN R ISR A S R T iR, AR R I AN IR B
2.1.37 $98E pull arc welding
WA R ELAR EAS IR B ) 40 22 X R AE— S J70, SRR DGR . JefEgr 22 o i, S8 @ i
FPUE R, P R F IR FH AR R Th P R4z .
2.1.38 Tii%% upsetting; upset
DR S P BELRT AR IR, 6 A SRt R s Fp4ed e, ek a5 & A R AR W BB AR T, SET S I
IR 5.
2.1.39 Ti#% /1 upset force
TR Bt i 25 TAF 45 A iy o
2.1.40 T4k B & upset distance
PRI SIS0 A R P BELKS R B, DTG T AR 81 58 il TR () T AR e
2.1.41 HARIE S electrode force
O BE SR R SEARE, JE F AR N AE A 77 (RS AE — AR R ot in s 77 i s B A
A, AL B IMBIE 1250
2.1.42 F&EHEMWES] dynamic electrode force
HIBE R fE b, AR INTE A B SEhr ik J1id i
2.1.43 FHAHEME S static electrode force
AR A T, AR R AR TAMEANIE FR (R B, FEAR i DD AE T A AR e il g .
2.1.44 HRHIEIE S theoretical electrode force
L BEAR R DA B B AR ), ANELHE BRI 5 10 s R B T 77
2.1.45 FHEPHJEHEHISS resistance welding control
7
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T () MG P 428 i F BELAR 0 55 BRI« 18 805 e S (1) FE T a2
2.1.46 ##d; hammering
L BH s AR R, s B s TR T IR
2.1.47 HARIEFE electrode skid
HOBH SR R FNGESRT, AR AR S I &
2.1.48 4MHIE extension
PRI SISt A R P BELK R B, A2 DA AN SRR i 7 B HH P B2 o
2.1.49 WY& flash distance
DN R BT, 2% R AR R DA S A T B 1 A i =
2.1.50 Ti4%EE upset speed
DAL XA F B R R, THAR M B Bl Je B RS Bl B
2.1.51 HAREEMLTE electrode contact surface
HRH SR W EFNGEIRET, FEIRJIERR, MRk I S T A B el 1 X 3
2.1.52 [NJEH A flash current
NDEXT A, IR B T A A F .
2.1.53 T4k HJ% upset current
DA S X6 AT B RO, T B ot A4 A YA
2.1.54 [B|‘KEH¥i temper current
AR SR, A T HGE R S SRR, Rk GRS, Bt n i el K ke B, HAE /D
TR F R
2.1.55 Fi# YR preheat current
P LA PR Bl o TR FRR, T s T .
2.1.56 /5083 welding cycle

e B85 P — A 2 B2 AT TP 085 o T 6 5 1 2 A o o L R O 5 3 2 P
17 FR, RN P R T ST AR T R
A T E
BT . EEh 1
N I S |
i | E o RN \ .
mln )\ | -
I L | \ |
| \ I \ |
JREEAIR
B EES ,
| |
' I i\
! | | \ .
< e T
FRUTRT ] || e (] A | P | wek (DT B i o 7 N
i \‘ETJY HJ 8] HJ 8] S A Sa]
£ SRHEG S .

B17 R R B

2.1.57 FiER[E squeeze time

CERUERCS O i AN ER 5B iey) 1 VR RE S A e b S EN: U SRSt T (< S
2.1.58 #JER}[E] forge-delay time

HIBE s AR b, MR K AR R Bt B s S ih s R R], ] 17,
2.1.59 Fi#HS[E preheat time

A BE ORI R, TR PR B R T [R), ] 17
2.1.60 Jn#f[A] heat time

CENUENSPC % 3 L 8 e i LI HES 32t N I P 1] S
2.1.61 ®&IF[E cool time

Z Mk B B AR e AR R b, SR AR IR 2 TRl TRl BR B T), anfEl 17

8
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2.1.62 ¥ K} [E quench time

2 kb F BHL AR AR R, AR Bk e PR [B] K BRI AR IR RR AR N [R], 7RI B X e Pt v 21

FUBARIREL, i 2.17,

2.1.63 [B]/kH}[E temper time

P S R R, LK B R A RREER ], Wi 17,
2.1.64 ZEFFIF[A] hold time

A PHAR I R, AN — AN PR IR 45 R B FEAR R ) R AR S < TRl fa), anf& 17,
2.1.65 HLFEWESE) up slope time

FE BE AR R, A2 H A MGE F T R0 S K B T R AR FR R T ), & 17
2.1.66 FEIIEIEATE downslope time

A PHAR I AR, R R IE W PR PR IR SE T R B i 2 it i|), k] 17
2.1.67 /54 B weld interval

2 KPP A A% 1 FE B R AR, A bkl CRLRE Z [ Ve B 1A]D AL 5 I B
2.1.68 TGP B preweld interval

A PHAR I FR AR IR B AR IE R B B, o Bt & Pk
2.1.69 J5/5EHrBt postweld interval

L PHAR I FE ARk 4 R 2 sEAR R s I B, B B AT TR K.
2.1.70 ARIERFE] off time

HIBH R B A I AR T, A AR IR B 2 (Rl R TRl BR s T), a0l 17
2.1.71 [RDEH(E flash time

AR RE Y, DGR B )4 2B ]
2.1.72 T4k} ] upset time

B U AR BRI X SR R, TR A R 8], ELFE A HE TOURBNT () RN G S THUA T [
2.1.73 A H T4} [E upset current time

P, BELOT S B DAL SISt e m it A P YA P T B T B
2.1.74 WreEB T4 [A] upset current-off time

B BEU BRI X K R, A YA P T T B
2.1.75 W& TH faying surface

A RE SR RS, R UPERTE, B A R R i) R, ] 18,

Pt A W S |e— / e
7

Y7 ,
77 DHNHM MMM

B L 148 Tt
K18 F AR L) T

iR

2.1.76 /5 HA weld interface
IR BR S S R SR 2 RIS [EARIE R AR ERL R, SRR E S T2 mpih 5t
FLPH A R S, Al 2,18
2.1.77 451X depth of fusion
TR RS AT B R BRI BH AR REEE R, RIAZNERKNERE, wE
2.18.
2.1.78 %% nugget
I P R R EREER, fE TN FIE R A SR X
2.1.79 ¥5#%JR~F nugget size
9
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P AR B R IEZ R E (HR) , 0K 18. HmFH4EE Y, 51 B TR 11584 (7
MO BERE.
2.1.80 HLFHJESE A resistance spot weld
I P R, R TG AT R R X, A T 2 Y.
2.1.81 HLFHIEIE%E resistance seam weld
T A BHEESRE, 7R TR G T VR R T 1R T R P 4%
2.1.82 JEE R~ spot weld size
FA BH SO B IR B B T A A BT
2.1.83 /542 R~ seam weld size
PO BEL M5 TR B8 () 4 5 THI R 5% i P
2.1.84 #2iEF penetration rate
HEBH SR R ERGEIR  T AR, RIS BRI E o L.
2.1.85 FEA4R/E governing metal thickness
FE % RO R R R A S S
2.1.86 HAEZEIR electrode indentation
HIH SRR AR, @R, FE AR b= AR S s AR T ARAR LA MR
2.1.87 JEJE indentation
i FARAE TAF R R MR
2.1.88 JEJRIASE depth of indentation
AR 2 R IR A PR T
2.1.89 L * indentation rate
JEIRVRFE 5 BEMROEI E r L.
2.1.90 3 sheet separation
O BH U IR BRI Y S A% G A T B I ) R DR FIAR A S I R
2.1.91 4ifL shrinkage void
e 4 B 7 A [T R Hh RIS A = AR 1Y) B B AR AR B S O
2.1.92 k5% electrode pickup
O BH SR R AR AR SR TR AR 1 0 4 B AL I I 5
2.1.93 ®ijlk expulsion splash
P BHL RS IR BRGNP AR S A T S /NS 4 S R B SR, B
T2 R R E & prsl.
2.1.94 EEEH] weld burr
DGR TE R fG, B 5% H Ik B A AR Sk A R T ) B R 42 )8
2.1.95 Ki4 flash
FA BELRT AR B DN SRR 58 0 fe it D TR 20955 H (%) 40 A 7 2 S i J) 1 ) 4
2.1.96 riFE weld space
FEBE AR A, SRR S TR O
2.1.97 i4ifE edge distance
R (EUREE) FOBIRSIA MRS .
2.1.98 43 shunt
A PRI AR, AR X I LA ()l T st (1) FR AT
2.1.99 #fmHPH contact resistance
O BEAR A, A b b T2 LA R 25 5 9 o R 2 0 R AR B i e R, 5 A fk el LA AR T4
Fef FBH
2.1.100 %3 corona
FA BELAR A A % 2 A AR 2 X 3, (AU 152 XD
2.1.101 HLiKFAr electrode life
PR eRAR R P, 3 P PR IR AL Bl B e [ PR A R B R A K R R
2.1.102 HHZ2H electrode mushrooming

=l

10
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F B8 i [ 7 SR e = TR R 0 VR T IR KT &
2.1.103 Wk s expulsion point

XTHL AR S HRE, T/ R AR TR A f /MR FRIRUE -
2.1.104 ZJk#4E multiple-impulse welding

HH 22 A 0k i 58 ) F AR LR, & 19,
2.1.105 Bk pulse

T?}ﬁ@%iﬁ?ﬁﬁ@fﬁﬁﬂlﬁ@, K 19,

H
it

W i

Jik P S )

P

Jik P S )

ik S ) Jik i (7]

-t -

— |————— ikl i) B )

\

pIERY BT

K119 A5 b B AR AL FLIAL I

A

2.1.106 JkE}[E pulse time

Jokf A RF SR TR], anEE 19,
2.1.107 Bk [F)&KES ] interpulse time

7] — I ke A B A AT e J TR ) TR B B T, ] 19,
2.1.108 fin# ik impulse

L BELJR A ) — IR R I G R, SR & — N E AN ikl
2.1.109 HEHIEHE resistance welding current

FEL BELARE A B — UK [l % o ) AR
2.1.110 HFHSEHE resistance welding voltage

T R AR AR 2 TR & ) T AR L o
2.1.111 ##E overlap

B — A% 5 — IS RSy, ik 20,

7

NN N\

> e RS

K20 #EErsEl

\

2.2 HBHAR B K A2 44 1]
2.2.1 HFHEHL resistance welding machine
FARTE R BRIE L ) B4, B4E RURNL. EIRHL. RHENL. RN
2.2.2 fEHL spot welding machine
AT FRRH AR I B & o EBRIR FRASON TAT i n s 7 A% SR FiL, R = A i) L BEL B A
WA AT B s DL SE bRz, & 21,
2.2.3 48l projection welding machine
11
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BEAT B FH AR BT I BE 4% o FLEARCA P RCIR BRE A M T R, SRR LA R A — AN UL
AR, e 221,
2.2.4 WEE, B throat depth
HBH SR s SEIRNLH, AR ORI AR I BN S s DR . ARG, ] 2.21.
2.2.5 Wk, HUBEFE throat height
HIBH s T SRR /NS, i 21,
2.2.6 HLE arm
TERURAL O ENLEREEIENL A, ML B 2 A1 FH R 22 2% ra T i Bl P Al R 1 i o Tl D s 7,
A SRRSO TAMER.
2.2.7 B horn
TERUREHL IEALERAE IR, SEENLE b ke A B AR A ()8 . P T AR R . AL
VAR E . N L HARE Cupper horn) AR HEARE (lower horn) , 1l 21,
2.2.8 Hit}EE electrode holder
AL A, BRI AR S Eﬁ.lﬂiﬁﬂé‘, PSR R A& S AT (e, aif 21,

2 3

m /o

A

— | T
§ 7 6 5
L-ANHEAIA s 2-4R e s 3-BRIS AR R8s 4- T UTFoe; S-48HI8s; 6-TRATAM; 7-RE1 RS 8-Hl&; 9- Rk
B 10 TR 1-FUB R 12-MRER 13- (I EE
B21 s GO AL
2.2.9 % fHJ5EHL multiple spot welding machine
HA PR P LA B AR, EARES) ARG O, AT BLE 3R] IR s e 5 P A~ B~ BA
SRR L
2.2.10 #2841 seam welding machine
BEAT PO PHEEIR I FH BB A o X PP B CHI & —AY) nRSI R Bk, HRE SRR
TR T, il 22.

12
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2 34 5 6

//
4
% —#
N
PN
gﬂ
/
/ 1 //
9 8 7
LML 2-JRRE RS 3-PHARAR RS 4-015; S-ThRATHIN; 6-FWIIFFR; 7-456lds&; 8-&3hlig;
9-W I R4t
E22 445 M1
2.2.11 HPAXTEHL resistance butt welding machine
F T e BB a6 o SRS, il AR — AN LA Bk B 5 — LA A HEsE, WL
P A J5 DR ) ARz e, R B AN A T A o T 28— 5 L SE U, ] 23,
5 5
4 \ 6

\

N 7
~

— v 8
TEIN [#9%h

10 9
1058 2-WL 3R AT S-TCEHM: 6EBNEE, TR S EIRSE: 9 BHEASE S, 10-450%
SEHOR L 11-32 Ly FF

K23 GHEHL

08

L

9%}

:\it

2.2.12 [NYEEHL flash welding machine
M T RO R B . SRS, iR AR E AT gk AR — A ai s, PiL
AP A s e A PR 1) R I B0 R B T AT TS NG, RSB ik AR AR TN D, S TR IN AR
—ERRE G, RN T ) e R .
2.2.13 REBFHFHIENL secondary rectifier resistance welding machine
FEAE 2% — I el PR R D3 A i, AIRAS ELUR FEL A AR FEAR AL
2.2.14 HHHEVHBAEN. medium frequency DC resistance welding machine
KHAGASEA, WA A TAEZSEm R 1kHz 7247, IRGCR A RN 2 AR R A B FR i
H 1) L BELIEAL o
2.2.15 S BHAENL frequency converter resistance welding machine
SR FH AT iR A2 R, A8 e #s ARSI B IR 54 A IR AR # AN (R A3 R 30T 77 Y P e 1) LR
FENL, AR T 0 F AT R M AN g ZE ]
2.2.16 FHEEA KA medium frequency welding transformer

13
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F TS BLIR F PR L AR A TR 2, bl R AT T AR R 28 R IR R e B A ko
2.2.17 WA PHAE IR resistance welding inverter
F TR A3 LI P RHL R L) PR YR o R FH B AT I A PR BN T AIAZ It P AR 4y RS i s, il Al
PR AR H A5 B B UART, i H ELUROK IR R LR
2.2.18 WA HBHIEHIE transistor resistance welding power supply
FE FL BRI A L R b, SR SR BT r s L, AREE B R U7 SUAN R, R DA B
M AR S RS B Y A PR
2.2.19 AR HEFASENL condenser discharge resistance welder
A AAAE FRL A 2 rh R B R ARy LR, T e o [ TR AT PP IR e, — MRAT 20 g H i
RE RNl AAEREI RN FEAAE RS IE LA B S i B SR L 55
2.2.20 HAMERESIENL condenser type spot welder
I FH i A7 FL 2540 R T R BB AR g P IR, R [ 42 [ 8 78 PR B AT P B AR PR TR % o
2.2.21 ESHEPHAENL high-frequency resistance welding machine
G5 ARt N S A P R RS IR AT AR (5 % o F AR 7 AN R R s UG AL AT s S I AL o
2.2.22 FERFFEE duty cycle
FERNE (e A ], P PELAR PR B HL 5 F [ B R AE AT i Hh I AT i AN 2 i R i 1) 43 B o R
FRIFRES A 4 1 min.
2.2.23 BEZhE follow-up
FEFLPHARIERE R, WIS B)) e AR PR <5 AR TR R dsr e il R LA 77 P
2.2.24 —IR[H|#% secondary current path
PR R IEIE, G R AR AR IR A (R B
2.2.25 piJ54H resistance welding gun
FA T 1) At o AR ) A i A A R T RS 2 P BEL U . T DL 4N, B B SR
B —AN . ST TR FRSRER AL N IR
2.2.26 F T )84t manual gun , portable gun

T T80 SR .
2.2.27 HLES ANJE4 robot gun

— PR R AEN LA N T b, S8 T LA N ER A 0 R R
2.2.28 falRJE4 servogun

MA S BB A AR AT 2 77 A FR R T R R
2.2.29 CJE R4 C-type gun

—FPRE AN SR, IS A S “C AL, RR C B AR
2.2.30 XJ¥ i 541 pincer spot welding gun

— R B A, R AR 5 X (B3 T)) ABEL, #ORR X AR
2.2.31 HHE B resistance welding electrode

FL BELJR R4 A A 8 FRL AN 7 1 AR
2.2.32 AR electrode adapter

P, L6 e FH R F AN P e 38 rR AR R P e A
2.2.33 HIZIE electrode cap

FH T P BE AU %) ] B8 6 R AR F AR Sk
2.2.34 BRI electrode face

P, BEL R FE AR 2 A T A 2R 18 o
2.2.35 HHPHEBLE resistance welding die

5 AR BRAHUUHS (1) F B Ftl, T e SR Bl e LA R A% SR e ri it
2.2.36 B EMR platform

RLRERBL ik el i) 223~ G, T 23RO R R AT BB AR It B i A 7
2.2.37 HR/KEAE electrode cooling tube

LB B VA E K 1) S
2.2.38 #EJEHAR cone electrode

14
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P AR o 0 2 [ T 1 e R FBAR, ] 24(a) o
2.2.39 “FH M flat electrode
P AR St oS S~ T P LA S AR AR, A& 24(b).
2.2.40 ZR3LHH pointed tip electrode
P A O S S AR HE T I FEL AR FH FE AR, ] 24(c)o
2.2.41 ER[E HEH% spherical electrode
P A it 0 2 3K T T ) W BEL R FH NG, 4] 24(d) o
2.2.42 AR offset electrode
FEL 0 o T o 5 PR [ o 8 (1) R R R R FBAR, ] 24(e) o

I

|

|

|

|
@ ®) ©
|
| il
|
| “
|
|
|

| R
@ ©
K24 B RPSRAYM AR

2.2.43 REHEM circular electrode, welding wheel

SIS BIR F ST BT FH 0 [ 0K P e A AR R Rl I VR R AN 1) A F R
2.2.44 BB bevelled wheel

A — I BRI A R I SRR G
2.2.45 TR#HLH upsetting device

SR BE SR oo TAF AT g, 34T TR R A LA
2.2.46 HIRITFE electrode travel

FEL R AL P AR o) P R R g die KB BT, IR AR 9K T 2 AR PR A B A 7 B AR ) PRI BE S
2.2.47 TAE{TFE working stroke

HLBHAR TARIE AR T, 58l ARSI 7 18] A2 3 I BE S
2.2.48 HiBh{THE auxiliary electrode travel

FA BEL AR AL IR 3% 2 FEARAE CARATRE LA o] AR B (M) R
2.2.49 ‘F&5EEE platform spacing

PR FHAT FL B 5 2 i) 1) e /N RS
2.2.50 ZHi4t. parameters optimization

T8 I R R F BE S S B DL B R R = (R ik
2.2.51 #£#:2% welding parameters

A PHAR s R S R B T 228, FEAFRE B, . Bk 15,
2.2.52 {H#EH] constant current control

TR R R A, Fa ) RN Ak o e R S () e BEAR R 1 i
2.2.53 {HE$#H] constant voltage control

TE R P R S A, ) R FELR I Ak i e AN ) P e DR R e ) P BEL AR 1 T v
2.2.54 fEIN% ] constant power control

325 i) F REL n R K D 2R OR AR (1) 778, D3RR GG 5 2 TR 4% AR e R
2.2.55 £Z%#% 4] multi parameter control

BETWRATHNU LS E (BR) isdshl dBLE R &1 77k,

15
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2.2.56 A& synchronous timing
RHRE P Do e S ) B A A A ) A2 3T L BELAR: P I A i 7 2
2.2.57 #hZHFH dynamic resistance
P LA AL R e, DA PR 199 i 0 2 ) L BEL B R B () AR AL M5 B, R R R IX R T L e A2 1 4%
AR LR G AR
2.2.58 #JZHK heat expansion
T8 PSR AR TR XIS R S K VI &, i F T S i F BELARA I ) S 58 15 2
2.2.59 HitRkfiF% electrode displacement
F, BEL R I ARV 1 A 79 FRAR PRI AR R R It R, e e Pl BELAR R AR X S P R I Wi A
%o
2.2.60 ezt intelligent control
BT N LR B HOR A ) o AR o 2 (R s il RO AR
2.3 BB AL
JEEPR SRR AR FH I VE AR TRV AH T EEAR P A6 S BE 38, (S BERR TR NI R YRS S, &Nk
ARG, B HGERAE R, WA 25,

s
B — — )
J UL

d)
1-TAFL 2-TfF2; 3-lefsiesk; 4-Bah¥sk; n-TAF8HE; PRl S BBEIE ML) 5 a) T Uik b) T4
2N M TSN, Bt o TARMEEiE M T UNE, BEEMAGERET ;& TS, T2 T UnE
TR 2
K25 IR R R K
2.3.1 Bl EEEESENL axial friction welding machine
) P A (g AR A 3R THI A T BE B B = A [ FA LR B R MRS, R i I T 1T 56 B 2 11— o
PRI
2.3.2 ESIRFEEHIEHL continuous drive friction welding machine
TEBERIE I AR T, 2kl LB L & Bl i SR IR BN L e R IR L
2.3.3 TEEEEESEPL inertial drive friction welding machine
TE PR FE T, R s Sk, AR IR AL e e e B R L, W 26,

K4
16




T/CWAN 0012—2019

K26 P EERIE R R K
2.3.4 R EEESENL radial friction welding machine
DX 591) T b e g TR, X AP [ B PR 3 TR [ A A1 3R THTBEA T BE IR B AR, ] 27

2 1 \/

P, _ P

Is
i

P
-G [ 2-81; n-AREE: Pe-dlim bk J); P-1R2M )
K27 & B RE K

2.3.5 #RBNEEEESENL vibration driction welding machine

PR AN PR SRTH FH R 2 B SR A2 B AL
2.3.6 HIDLEEHESENL phase friction welding machine

PN AR ISR v 42 RN, Wl 28,

1 2 6 7 8 9

NFLLT

.
P

L-E50AE; 2-Baas 3-Hlahed: 4-ihes: S-IEde el 6-BaEh¥ R, 7-TAEG: 8-FIHEL; 9-TMWELHE; 10K E; &
AL
K28 BESSR S MR B K
2.3.7 fie¥sK E  rotating clamp
PREI R P A A R, i 28,
2.3.8 %aFKE sliding clamp ;movable clamp
A TURT IR IR B B e B, ] 28,
2.39 [fHERE fixed clamp
RS R AB A A .

17
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[ER )28 2FEB B EEES AT
spindle rotate friction generates heat braking upset
ol T N Al Vo N i A e m T/
O et (s (s
Y O b v pa

ekt A sk K

rotating clamp slidng clamp | | |
1Esh 4 | start 2EEE N friction 3304 braking ATGi% upsel #E#ELEH end

il 1 e | w

(C) %l speed ' | |
N})ﬁﬁ sl | v THABE ) P2 upset force

BEBEH: )1 P1 friction force

A torque

TR 45% workpiece axial compression |

i | Bt time
PI—JE#IEY) P2—TARIE ) ol —PEERETIE]  —HIZhETE 3 THRET ] n—EEEE
K29 EESIFEIA 7R R

2.3.10 EEE[E /) friction pressure
FEEEEMY B, MEANTENRER IRy, Wikl 29,
2.3.11 Ti#%JE /7 upsetting pressure
FESRRETIR By, Tt ne e L 77, 29.
2.3.12 Tii#% /1 upsetting Force
FESREETRIY By, HInAEAR 81 EIPER 1, Wi 29,
2.3.13 EEHENF[E]  friction time
FEEEREY BUCHF ST TR), A0 29,
2.3.14 #ZhH (A braking time
= Bl P A e R A A I (P RE RN 8], ] 29,
2.3.15 Tii4%HJ[E) upsetting time
SEVAETIR B, TOUR D P RF R IR 1R], Gn ] 29
2.3.16 BEFERE  the amount of wear
TEEEBEMTBL, W8 T AR R I s R
2.3.17 EBEFE the total amount of wear
TEBEEFI TR B, A A v A T 2 ) RS9 R A
2.3.18 BEEIEIHE friction rotating speed
FERERYBL, THIRE, W 2.29.
2.3.19 TH#ESE upsetting speed
VA& A 2 8 B BT B[] Py e 2 I L AR 6 e 3 B ] 5 e B/ b (12 3 BE S
2.4 PEPEEEBRIE friction stir welding
— T Y RSB I R B [ S AR TV SRR, R PR IR B B E AE NIV B b, EnE R IR Sk
NGRS EE D)), B RSN R IR 5 T R 4%
2.4.18i 83k stir-head

18
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PSR BE R AR TR BERESk A AR T B, R R ANBEREET =gy,

30,

1-Jekf; 2-5lH; 3-BEdkE
Kl 30 fiidkanE
2.4.2 HJ8 tool shoulder;shoulder
ek 5 TR B G885, HIBAR—BOy W MR, HrT DU R EPR . e e
Ry WE2.31, BEERENE M 2 N IEBERI SR, KRSl IEAL, BT D7 D IERE,  dnfE31-a;
T EF 7 T i « SEERE7E 5 B AN 2 V12 7 1R 205 2 A B Sk e (D)2 7 A ], anfE31-b.

(a) (b)
LEE; 280806 3840 a /B IAGIRLYIZTT 1A bARSUAL B Ak e Y14 T m); o it ie
eJga) O &)
Kl 31 HlJE IEALE

2.4.3 BiE4r probe;pin
PFEE TR TRt TR 2, FEARTEM N [FAE T BRI HE T, WIAviRa. VarE, WK32. wE
3 ARSI AR, AR B BERE 7 R NN ISR EF T R AR, Jrr, A R IR S R e £k 2 A AR AT
H, fRREUR 2 . BR3TR IBEREE A A LIRS, Sk Sk ey R NI £ (IR
2.4.4 DifEEEHESESE friction stir welding
TR B RE PRFE SH N AT R WY R TT RS 3, TR Sk 5 Az Al o7 7= A JEE P AN R 10 8 A
T 8 o A L BRI 42 JE T B P A2, B4k B A R S e i AR R A R SR e B4t 5 07 PR i 2 i
HAEHE SHFEE 1R K& B0 EAE R S BB i [ AR R 57, w32

19



T/CWAN 0012—2019

L-BFMF ;s 2-JehERN; 3-BlJH; 4-Bidber; 5 IR4ERIE; 6- 58I 7Tt 8-#AFL: a-BiFkKiEH T UBETER
b-$PEk FH I e Bl RSy d AR s e fitPkkIRAE Iy )
K32 HEHEEERER
2.4.5 PPELER 5 M direction of tool rotation
IR SR (1) O F e R T A, o El32.
2.4.6 H# advancing side
P ek i e 07 1\ 5 AR T e A (R AR RS, Gn 132,
2.4.7 J5IBM retreating side
THE Sk e U7 W) 5 5 7 e A SRR R, 132
2.4.8 AL exit hole
TESRGER A5 RAL, RS B N L, FRORESL, w32,
2.4.9 #li[F & /7 axial force
VTR Sk e A bt /e A IR, W32, XRRTIER T .
2.4.10 HidEKiEEEEE rotation speed of tool
BRI (] AR Sk R R A IR
2.4.11 EEEE welding speed
BT I [H) P 58 AR GRS
2.4.12 J5# heel
AR THRERTIETT 18], A7 T4 dE ks 51 04y, 33

20
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L-BbE 2-BEEE 3B R SRR G-BEESKIER T GERHED ¢ TR S-RTHUR: 9B,
10-Ftk ks 1108 4%RTH;  12-5 £
K33 G IR AOUA . M s K
2.4.13 KA\ heel plunge depth
SRR AR, WP Sk AR S VS B AR SR AR R R B, i fE2.33,
2.4.14 HifHiA tilt angle
T FE e 42 T B T 5 R (Rl AR, 133,
2.4.15 flfiiff side title angle
PP SR 2 AN T AR 2R T TR LR TR A £, P33,
2.4.16 ENLJE pre-welding
SRR TR ] s AR AT L T AT P PR R O SR
2.4.17 5IA#R. 5IH#R import/export plate
N TAETAE BB T RS AFRE Xk g R IXBARSL, 78 T4 EfRekidt i Pimik E S T
FREM B T2 73RO SR 5] AR, R AT BB, fE5I ik E2al, BERHInT
Xk
2.4.18 £ /7#%Hi force control
yC R/ SNN cile st S e o M WAek 1 T A A R A WA RS
2.3.19 fE M position control
IR R T, ERERCRE LA T E A B R .
2.4.20 B lateral offset
PFE IR S A 2 M REES (D), w34,

ﬁ-i T/
| H | |
d—| -
Bl 34 A i 125 7 i
2.4.21 KJEiE incomplete penetration

PR EEBAR S MR AR S B A IR 2y, FRORIEE, W35,

Y h
:W// Ry o
[@D) f (2 3)

T-BEMJERE: h-RBRREG R, ZFORIRIESRM: 1D RERBUUERREBVAT, W () Fx, 2) BEREN
21
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B RENR BT, WK (b)) Fiw, 3) BEERBHIAGEE™EBEARE, WHE (o) Fin;
Kl 35 KIEEREE
2.4.22 FFIERIGREG channel defect
T e BRI e oh VAR 1m) BEVE 4 8 BN A SR ARG T B () S ALL RS T8 (1) 21, Bk A3 AL BRI
INFRASETREREG, W36,

-

-
- -

S

o [0 d

|
d— % 18 TR 1 e KRR N S5 1R B SR P v R 48 77 R I K
K 36 BEiE A shBa s 2K
2.4.23 PR crackle defect
f}C?VI:V\]E'J*U?%QXEI’]ﬁ%BH, %ﬁ%@ﬁﬂﬁﬂ’ ﬁu@w

N

2 7

[

& 37 HECRERMRER

2.4.24 FHAY surface furrow
Ij*]%‘K?Liﬁl?&@Wéﬁ@?ﬂﬁ#@%ﬁ%ﬁﬁﬁ/ﬁkEl’]*”/?/[kﬁﬂ%ﬁkﬁa, MONERIHZLE, k38,

Kl 38 ?%ﬁ*”/]ﬂ?%@
2.4.25 ARS8 underfill
T ENE R, M3 RERER T RMREMING, FOVAREW, WE39.

772\

Kl 39 RIEHREE

2.4.26 KiZl toe flash;flash
R AR, ERRERE R TBIERR, SR e R R R R R R AR IR A, B
G, EREENGTERBH, /J\jjﬁﬁl‘ﬂ, w40,

%M%

K40 KRR

2.4.27 &H burr

22
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WIERAPELREFE LU, BE IR N R LU BOR, 1548 PRI L BCHRE 20, Atk el
PEANTEWT, A ERIE, PR NER.
2.4.28 &z sand buckle
TR BRI 4% TR TH P2 AR (M BOR IN R BRI Z &8, TR, wiEl41.

-

(e,
< o)

e,

2.4.29 #2%F incomplete penetration
PRRET g R, HEMRR A, SRR AR FENIS, FONEERESE, WE4l.

K41 FEorREl

2.4.30 £%i4 linear misalignment
PR AR E, BRI BORPAT, RIS E T, FROAEL, w42,

NI

K 42 iR EE

2.4.31 B4 hook
PR EE AR S i R 58 e 1) s S i O AL, nfEl43.

1-FETAR; 20848 3-nf; 4-TETH; 550 T-RETHEE; h-milsE
K43 mErER

2.5 LMEEEEA

M EERIR (linear friction welding, LFW) o —Fh [l MG BEEIERI AR, fRE8EEHT, HAf
— AN EEERIAN T 5 — N EE R RV B DL — e IR IE AR AR T H R IS5, BRI LTS = 4, ST
MIZH LR BRI MARAS, 440 50 5 BUBE A I [R) A BT BOIRAS I, TR R, It bnToisk 77, 58 i
$o VR EERIRR R P B 44 R .
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P27 1A

B 44 2R B s TR HE A
2.5.1 MRS E % LFW machine
F T 5 iR M BRI R (8 2 . WL RSN 45 Fis . JREERTIE R B —w e R, T ikt
Lgﬁﬁﬁm%m&ﬁ,%ﬁ@%ﬁ%m&#ﬁ%@ﬂ%o

=
A

\

b2 3 4 5
RS 2ACE S 3T A-TUREN: STURMEL: 6-HITH: 7AMT o 8-4REIRA; o-HdRM L
] 45 LNk BRI

N

= é:_/g g
T S

LRI By 2- R &5 3R R E & 4- TR RS,
S-TRARMNR A R & 6- TR e A
Kl 46 2 it BE BRI S iR &
2.5.2 EEHE[E /7 friction pressure
TERERRI B, T EEER S AT .
2.5.3 Ti#% /7 upsetting force
TETUBR B, e BEAE ST () 7o
2.5.4 #E1E amplitude of oscillation
PR R, IRB A B a6 A B s KPR B

24
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2.5.5 B4 frequency of oscillation
JREE R, PRI A FE FRAL E [A] A 78 B SR B B
2.5.6 BEHENT (] friction time
PR R DA ik B P s B R B0 5 11 T Rp B2 1R I ()
2.5.7 Tii%% 6] upsetting time
FETVBRT B, THUARHs ) BT B2 AR I [a]
2.5.8 #i%i& shortening
PEVAR A (L LS, Bl A e sk D (R RS
2.5.9 "kiZ flash
BN BEBRES AR T, BT BRI AT, fEREBEJIERTR, Bt A AR
FRA I, i 47,

/ - - ~ /’ ~
P »// P - -~ //// P ¥ P -
T e ~ - ~ P ~ e e
e - - P ~ _~ / / - ~ -
P ~ p ~ - -
L ~ e -~ ~ -~ / gl -~ -
- ~ ,/ - P / 5 - -

- ~ ~ 7 ~ - ~ -~ ~

Kl 47 CianEE
2.5.10 SREAEH welding cycle
AN BRI 58 A R B AT s B TR A R T L & ) A AR PP . ARV BE R PR = R an [
48 Jiuws, GUFGEEREF(A). TR [A). PRAVHUR . RIE. BEEEE . T D). 48 S8 s T

JRE ¢ it )
P B 4 2

PR IiE >t [F]

L U4 ]

I
>
1
1
I
1
1
I
|
|
1
1
1
1
I
|
1
I
|
1
1
|

BEHIE A \

X Ve

Kl 48 SRR R EE
2.5.11 #3LAZ microstructure of the joint
B RIREEX . #7500 DX FIEER X4
2.5.11.1 54%X weld zone(WZ)
H IR R A 5E A A A X I
2.5.11.2 AW X thermo-mechanically affected zone (TMAZ)
L2 I IHE FUR HE AR T B o a5 R X
LRVEPE IR, PR RLR 4 RIS . B4 o S e BUS LS, Bk 410 R4 X
MO X . B X,
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