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PR TE- IR R

1. JeE

AFRHERUE T IEH L h BRI AEARTE B PR T8 SUHA R RS S A4 F

AFRAEE T BT B bR AT brdE . HARRRAE . AP brdE DL IR S BOR T54E . 0 Fie SOl
E A,
2. RiBFEX
21 8% welding

IR TAR AR R ER SRR, @ AR e & I, I BB HIE R L, A TR
W IE B J5 1 8] (1) 25 -5 T T LK AP R —Fhoin L0732
2.2 /5#:37E  welding process

SEIUE SR A TSR
2.3 A welding technique

BRE A IR RE IR T2 DL BRI £ 5 S LR SRR R B
2.4 15875 welding method

TRREC PIREETTVE, BgIUR . SRR RS, 2R R G 4. B WE. e KT R
D45 A 2
241 EJF pressure welding

SRR T, AU 7 ONFAEAINEY DUSE R 771, AAEREES IR . YRR, #&
R TRUE. AR R,
2.4.2 ¥t4% brazing; soldering

K H EE B RS & B AR ER R, BRI RH I B R i TR R R AR T B SRR L, F)
AP RREW R, HEREEREII,  JF 5 B A B 8Om SCBLER R 0077 HRAR A TR
ANFE, Al NREETE (brazing) AT (soldering) HH3E.
2.4.3 #J5E surfacing

NSRBI IR R, BREARA SR H RA B R IR R I IS 8 S8 2 T kAT I AR
244 BB EHESE  buttering

PREE P PR B PR B SR A RHNE, 7 1E BERE B S3 0HR S% G 8 I AR IR, DAORIEER Sk ot & A
PERE, MIFUEERM R (B OHD FEH—EmafeBE, FRAREZ. WS EN LEdE
PR B 25 2 AR
2.4.5 % micro-connection; micro-joining

TN RS I T A%, ST BEAR | RSO R FIROE P RS, 5 Tl oo 8 ) BLE R B 4
2.4.6 HEIEER ARG self-propagation high-temperature synthesis;SHS-welding

AR R Z AR, i B &R IR A U S, R RS ) SE IR R R . AT AT R
SR A BRS. HAMRIEAEEI LR R R I R .
2.4.7 FEASEE  solid-state welding (SSW)

IR R R AT IR G, MUERSEEIASE T, A, EEM A RIEN T, f5
PR R AR A S A R T, AR TRIR . FHUR . BIER . B BRSE.
2.4.8 BWMFEASERE  super-plastic solid-state welding

PR T BB PR ARZS I, AIFEARR /) R SEBUR B A, H B A RPN BORIRES, AR AR T8¢
AR T 10 11 5 R RBE R 7 S B B e e, AR TRk 28 11k 1) o] e B B AR B R I P [ S R 4
2.5 /5#:#1/E welding operation

TR T8 M3 T2 58 R e A2 1 5 P AR R SE R
2.6 /5#IiiF welding sequence

SR bR AR S IR IR T



T/CWAN 0008—2018

2.7 BEUBF  build-up sequence; deposition sequence
HEIRE L ZIRIT, R IRE AR RT .
2.8 #£8J7H direction of welding; progress of weld
SRRV RS R B 1) T A
29 B#4E welding position
SRR P AL B (RO B, GRS BOE ARG B 55, ) ARG AR 424 f ok o .
2.9.1 /5%15ifi weld slope; inclination of weld axis
JRAEMNZR S5 7K T B e A
2.9.2 18%%%:f1 weld rotation; angle of rotation
FREETROZE CRMRANGE T2 A 0E ) FKFZ I Y #hiJefm.
2.9.3 FHALE flat position of welding
JREEMIM 0°  180° , IREEFS 90° MIREAIE, JREERINAL T/, 1R TAERESL Byt
AT IR SRR B
2.9.4 BifEALE  horizontal position of welding
JRAEMIM 0° . 180° , JR4%HEfM 0° . 180° MUNTRAAIE, IRAEFhE AT /K P, MeeEmut T-3E
IR ILIFCE 2 TA=
2.9.5 /1R E vertical position of welding
JREEMIM 90°  (Srfm BD. 270°  (SZ[F) UREEAIE, RAEHZ S R4 R TARAL T 22 BT T 1)
JREALE
2.9.6 M4 E overhead position of welding
XTHIREEMIA 0° L 180° , 5ff 270° [MIRHERALE, 1R AR NI AT R IR A B
2.9.7 “‘F/& downhand welding; flat position welding
TEIRAT B AT IR .
2.9.8 Hiff horizontal position welding
TEREIRNT BTN E
2.9.9 378 vertical position welding
FESLIRAT B AT IR .
2.9.10 /1148 overhead position welding
FEAMARAL B AT BSR4
2.9.11 [ LS5 vertical down welding; downward welding in the vertical position
SCARI, R E T A T AR
2.9.12 | L3748 vertical up welding; upward welding in the vertical position
SEARIF, PR E R R BT R
2.9.13 {8  inclined position welding
RS E TR E (BRF M. L. RN E DIAR) B AT AR
2.9.14 L3J8 upward welding in the inclined position
RHERS, R E T A BT IR
29.15 T¥#J2 downward welding in the inclined position
RHERS, IR E BN AT R
2.9.16 &AL EJE all position welding
SRR T AL 2 () B AFEPIR . AR BEAR . RS B T T R .
2.9.17 15 fillet welding
PR FLARTE BB 04, Hor, R4S ERIEE A =AM EMA S (IR D BIRMAHIE
B (RVEM=MEREAIED .
2.9.18 ##JE  lap welding
PR IE B e S AT I R
2.9.19 MiEJE  fillet welding in the flat position
T RHEEk i M e kA TR A B AT R R e
2.9.20 ‘P48 flat fillet welding; horizontal vertical position welding
THEk. Tk RSk — R TR TR E,  HAR TR N AT IR 8.
2
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2.9.21 K482 horizontal fillet welding
TEREIRAT B 1 IR
2.9.22 48 fillet welding in the vertical position
TSk, TR AL TSR A B AT I AR
2.9.23 A48 fillet welding in the overhead position; horizontal overhead position welding
FEATARAL B 1R
2.9.24 3142 groove welding
W SR AR RTINS T B T 75 T R 3 1 AT () 4
2.9.25 | JEIH A% 48 square butt welding
PRI EC R | T3k U e Sk Fr g AT B 42
2.9.26 WO\FEH 148 flare groove welding
W SR A R T SR W T4 1 IR Sk BT AT IR R
2.9.27 %442 flanged edge welding
PRI B B TS . (BB ERAE ) , RJEEETA Fid AT .
2.9.28 H4J5H:  welding of longitudinal seam
N TEBURAT b N e R T REAT A AR
2.9.29 #2554 welding of transverse seam
R T8 AR b (R [ SR AT EAT PR
2.9.30 4588 girth welding; circumferential welding
N TE BT IR IR ST EAT AR
2.9.31 Zje4%/8# welding of spiral seam; welding of helical seam
e R B R T AR ST AT IR R
2.9.32 IFEXFE4E  butt welding of circumferential seam
N TEBURAT b R ST EAT A AR
2.9.33 Efufg tack welding
SO [ S bR AL B AT R
2.9.34 A2 welding by one side
IHESRAT I — AR, 50 B SR AR AR PIT AT ISR 4
2.9.35 X8 welding by both sides
TESRAF PR AR,  50 RS SR AR 48 BT b AT IR R 42
2.9.36 Wi single pass welding
R — SRR T8 OB SR AR AR T AT I R
2.9.37 £iEE multi-pass welding
FE P 2% B 2% DA ERE 1T 50 U A SR AR P IEAT IR R B
2.9.38 248 single layer welding
AP 3 e hy SO P Tt %< L L= TP CE 72
2.9.39 £/Z4 multi-layer welding
FEBCPIAS B AN DL 05 2 50 O SR AR G P AT I SR
2.9.40 Bt 248 block sequence welding; block welding
KRR 7 1 T B 1% T2 RRE B X B AT 2 R, IR 5 S0 U SR SR AR T EAT IR e
29.41 £Z£iE/E  multi-layer and multi-pass welding
B RS T EINNZ B 2 28BN R
2.9.42 #4142 continuous welding
WA ST (PR BA WD .
2.9.43 Wizk48  intermittent welding
TR A A — o (A B BT adE AT 1) TR T PR R
2.9.44 #T)K/8E backing weld
TEJEAR LRI U AR, ST Ik AT B A BT bR AR IS, T S Sk 3 R i idhAT () —
KT RSRTE R
2.9.45 #)E/L back sealing weld
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TERHSE OO R, JoEse BRI D 1R4E, FdtAT i — 2B IR TE &8
2.9.46 #HJE cosmetic welding

Z AR, TR M AN T RN RS S Lo B T 7E R 44 3 )2 P e I 5 T AR PR AR
2.9.47 FIE/E  deep penetration welding

K PR AR BE— 8 (R4 T2 DASRAS R R MR8 () T
2.9.48 #3712 welding with weaving; weave bead welding

JREEIS, JREERIRAE ST FEAT A I R R R SN SRR A T, W T AUk 55 77 Aok sk
Mo
2.9.49 fifiifE foreward welding; forehand welding

SR F AR AR KT AR, A A SR 248 Rl R R 0 () — PR R
2.9.50 51542 backward welding; backhand welding

JRFEIS FARAE R R AR}, 8 B SRR 2848 [m) R 1) — PR R .
2.9.51 77BtiBJE  backstep welding

VR AR o s T B, o BUREE, G BUIETT 1n) 5 B SRR A KT 1R S B R TT VR
2.9.52 Bk#2 skip welding

KRR oy il T B 42 TUE IR AT [ 23 BRI REREIE , 17 50 BB SR AR G R SR 0T
2.9.53 XI#rJ8 balanced welding; balanced welding sequence

XPIRAE B — SRR A, SR MRS b S m Py (B P i ) b)) BEAT RS, B R R
ZRIREE, IO RRAL B 2 HHE BT AT IR, HH R SGE R AT, NMREEA Y .
2.9.54 )83  leftward welding; forehand welding

PRI B A i o) e v A B, IR Al R 20 R AR DT
2.9.55 458 rightward welding; backhand welding

PREERIR NS e v A v R 3, IEdR 1A SRR o R DT V.
2.9.56 $kI#E whipping method

F L RIUES AR, A A A A3 R () B, DLk St R i 2, 1 SOANSE F 5/ W 4
1Rk,
2.9.57 F1I4£ manual welding; hand welding

FHREE MBS EAT IR E IR, BT TERAE O RUR . SRR MR
ISR ISR . COLUALRI IR BRI
2.9.58 H##E automatic welding

F B 305828 B e A SR E IR V. B, R EH R e BEG RS, &N
i) R GEELHL 8 N R G AR A 4 8 B Bk AT I R4
2.9.59 ¥ HzE semi-automatic welding

SRR N LA 4, AR T 22800 B 3t R % 5 R HIE B 3R ik
(SRS = PIP I U
2.9.60 Hlitk#EE: mechanized welding;machine welding

FRAE  ARA BRI AR F BB 2% e I LR 2 W AR i 7 A B A% P 0 40 I R TV
2.9.61 Z (A28 shop welding

P28 B AT B
2.9.62 THijEH: site welding; field welding

SRR SRR L2236 fo i b db AT 0542, AREIA IR+
2.9.63 MR restraint welding

PN s, 7R BRI B AT BRIk AT e .
2.9.64 #H i PFE tailored blanks welding

BAFRRRE ORSF B2 BPRRIEAT BRI, s IR HOE A — iR i i
2.9.65 F[A)EE: space welding

ERREETT (E) . FHES. AAEN. BTEED fEERE, FEARIERAL. 5%
B, TRAMEEINER R RE. BOUE. 2SO0 mIE. SR olURESE.
2.9.66 #ifz42#: maintenance welding

F T X0 GG AT AE BEFIRT P2 TH 77 it AT T3 R BRGSO B4 . J e i

4
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R HE IR 45
2.9.67 7 AiL)/E  boxing; end return

R F N i 8 ) 220 A S T AT A R
2.9.68 Zf&SE rewelding

FE7= SRR BUR L T, BN ASTE B bR v K B PR R B BT BB AT I R
2.9.69 #ME repair welding

BN T CELFREAE . WO T 8455 SREam AT IEEL
2.9.70 %J5& plug welding

WP (B=80 R E, B8 (EEO RAETHEEFL, 285 e IR AR 5 LA —Ff
PRRETTE
2.9.71 1848 slot welding

KPR AAE S, B —HR A T AETAL, 85 7ERE N AR R f 1R %, AR B R ) —
FIRRETT I
2.9.72 ##48 welding with backing

FESFAF I B5E N 3B SR B BT AT (IR BT %

2.9.73 1E7#4E  welding with flux backing

TR R 7S T P AR A B R T
2.9.74 E[AfEE  narrow-gap welding

JERONERESk, SRR TS BTN EES O, R A TR AT R, R AR ORGP AR B IR
(1) 22 25 55 50 R SR IR B 1) 1 B
2.9.75 EH|FJEE  enclosed welding

JRENS, AP R, AR A, SRR SR ) — R R
2.9.76 ik EIE  pulsed arc welding

PR R A R A L Bk B R, 1) R P IR L P FL AR ) IR
2.9.77 HilHE  arc spot welding

PLRSICN AR B ERAH AR ) RIS AT B IR IR 42 (1 IRk
2.9.78 1M  stud welding (SW)

FEREAT AR ET B 1 B T TPz b, R Ay al B, 2 A It 0 s 70 58 OS2 R 42
Feorik. RN TR ZTTEFR AR ET 12
2.9.79 #XJE hot gas welding

Wik (£3250°C) KRS SAE AR, HEEMRAEmTH, PR T R BN % .
2.9.80 =KL high energy beam welding

Ve FHAE A b BRI 2285 1 1] DLk 3 s 10°Wiem? B 7. HRl BRI i TR
PR BOGE. FETIURLL OG- RINE A 1R 5% T
2.9.81 HEEXNEKIE one-side welding with back formation

SN JEAL B T Tt e 7 SR A D S P TR T R e AR T v
2.9.82 xf#J2 butt welding

JRA BT o e Sk AT R AR
2.9.83 EE#EJE  friction welding (FRW)

) FH AL ik iy T RENS e 242 2l b oA LR P = A R, Ao i I8 B IR, ARG I T,
TERURRE N — FhE AT . FRE R — BRI IR BRI B . A FaE BRI B Fa e BRI B 15
BB, ZETARBTBL . TR AERRR B
210 #8812 welding technology; welding procedure

B SR RN TIVE M S22 oK, ARIRREE e IR RbE ]« IR AL E « SRR
TREESH. BRAFEREE
2.10.1 /5844 welding condition

SR S AP SRR, ARG REM A . ARE . B OTRAR . Sk a, HHCRAES . MIRIR A R
TEERE, DARORYE Bk R R M E B R M L BAT . SR sy e SRR L IR B
¥ WBEOG B TIES.

2.10.2 BT Z22% welding parameter
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PRREIT, N ORAIEAR TR AL E A IS8 (At il s, Rl . SmASE) 1)
SR, RIS
2.10.3 BEEIZMIE () welding procedure specification (WPS)

RIS T ZVFE i, 8GR L0 T E H 1K B R R P I I SR A ST A o e B 40T
PRRERER . BEM JRIEAORE JRRALE . T A BRARERORSE N AT VRO RLE ,  AORIEAR 3%
5T I
2.10.4 M polarity

=RV IV Ca=AR I 8 7) I B S B T Co 5 st e o N SR K £ 2P s sk - ) & e L L L
2.10.5 1IE# electrode negative; straight polarity

LU AL R B A )R, AR PR ) o PO AR, R B e e R i S o ) SRR PR R B
PR IEARE.

2.10.6 x# electrode positive; reversed polarity

FLUAL PRI B A TN, e r Yt L o ) 7 bM, PRI A P WD b s P AE AR B ik, AR

W, W 1.

DC

& 1

2.10.7 iz% 5. manipulation of electrode

JREEIS, SR TN T 4% — @ IR R IR R 22 (12 80 77 e
2.10.8 /5853 welding cycle

H B AR e i — MR (5% I & e .
2.10.9 EEHH  welding current

JRIERT, AR Y L.
2.10.10 EEHEE KK welding current upslope time

P IR Bl P BB, e AT I 2 320 T 38 DK 81 T 5 PR AT A B [
2.10.11 EEE BRI welding current downslope time

P TR B L B R, 4 A I L S RSB 93 38 2 1 B ]
2.10.12 HHEHFE current density

SR A A Fod s ) A .
2.10.13 /L short circuit current

R o o [ i 110 LA
2.10.14 Bk pulse level; pulse current level

Jok ot L IR S 7 Jhk o i (i) A SOt AR FR A P 3504
2.10.15 kst ELRE{E pulse current amplitude

ok o L ICARE B, ol gk ) kPR B KA
2.10.16 EfEMJE background level

ok EEL TGRS, A Tk o ) 34 [ ok 26 A F YR P B4
2.10.17 fkm#i#E  pulse frequency

b FR IR B, AR e 3 o ke P IR ) R

6
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2.10.18 Rk IR HR 5 duty cycle of pulse duration
Ik FR IR, ke LI o A A Ok PR+ R PR ARG
2.10.19 HjlHE K arc voltage
R (P AR Z [ ()RR, CLFRBAR % . BRAR B AU R %
2.10.20 F 59K reignition voltage
SERUHRSRERT, AR AR B A 100K B B B AE K RIS 8K, A ORAIE FE SRS K ) F 5 AT 2k
JREE AR BRI ) L
2.10.21 £8:#E welding speed
BRI [B] P 58 B AR AR B
2.10.22 1TE#EE rate of travel; travel speed
JREEEIRIT, RN SR BRE A T B RS 214 B
2.10.23 ##4#E wire feed rate
SRBENT, B T (R P A 22 ) AR s B TR B
2.10.24 ZftE heat input; energy input
IRIRE, IREAJRMAS ALK RS LIRER (Jem) , WARIIA .
2.10.25 &%  heat input
SRR, R EERER R AEE, N TR RE, Dldlem®E s AT REE R, PL/sFER.
2.10.26 Fi# preheat
PREEFT, R ) A B R AT N E R L E A
2.10.27 j5# postheat
SR, SRR 8 2 Bl m AT AR BRI, A ) T2 e A TR G A,
2.10.28 /£& as-welded
RPEIREE RG, SRR AT TR B RS .
2.10.29 /&5 H4b#  postweld heat treatment (PWHT)
TRH G, NGB IR L A SRR RE BRI bRk A B A T AT B AR AL 2
2.10.30 FiHiEE preheat temperature
IR T2 MHE, TR BLA R 1R FE .
2.10.31 J5#iEE postheating temperature
IR T ME, e 2L 1R .
2.10.32 A THEE finishing temperature
ySE 2 SNy S ApIFY A
2.10.33 Z[AiRE interpass temperature
ZJRIRET, FERRE G AR E T, T — A AR AR AT R R R AL
2.10.34 B4 KE  wire extention; wire stick-out; electrode stick-out (ESO)
y S5 3 W S e SRS RN e MR i O LR 28 B GRS
2.10.35 K arc length
SRPE RS P  E) (i A Al Sk A SR THI (0] (R PR S, RUBARRIX . SRR AR FE AR X A BE R
2.10.36 /A{LiEE melting rate
SRR, A F R A B I ] A A R BE BT 5
2.10.37 F4LI A melting time
A A BT A BE IR SR BUR 22 T 75 B I (] . XS TR SR ARIR T —MRRSF (JRASKERAE) P s (It [H],
TR 22 S TRIEAL Tm S22 Jir 35 (]
2.10.38 AL R% melting coefficient
JE R, AR FRALI R RS (ElUE ) Mg/ (A h) 1.
2.10.39 % E deposition rate
SRR, BRI R ISR B EE (kgih) , EAREIREEE AR AR R ROR
2.10.40 3 AH deposition coefficient
JE R, AL BRI, RS (BURL) IEEEE EEE R (A h) ] bR
2.10.41 JBAERE deposition efficiency
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B GEESBUMERSE GEFRES, B2 fMHat.
2.10.42 #HKAZH loss coefficient

FRA (BURLL) FERBOE R R B SRS (B2 R R E 4 .
2.10.43 IjREE power density

B FARAE FH THIAR A I 0 TR T 26
2.10.44 RIS 4k%iE  shield gas flow rate

SRR RS, E R R GUE AR X R SRR R, G R E TR T R
211 # 0 groove

RE T T 2T E, R AREAALIN TR me B ) — & JURTTEAR BV 1
2.11.1 ¥ O bevelling (of the edge); chamfering

MU KIABE INEE T2 5N T3 O 2
2.11.2 O groove face

S A RTINS S

w

& 2

2.11.3 WO AE groove angle; included angle
P TR TRl e AR, I3,

WO E

e O T A BE

=
2 1 }
jmy
E
[ \
WA

& 3

i
=

1 |H]

=
=
v

2.11.4 W OHAE bevel angle; angle of bevel

8



FREIN T3 O A ThD S 4 1 T2 ) B 9 A, DL,
211.5 B OFE groove depth
SRR R R AR, K3,
2.11.6 #ii1 root face
SR TR TR, I B T3 ) SR R38R 8
2.11.7 EiiiEE  thickness of root face; width of root face
SRS B, IR A S BE O Tl AR 4 1 o i SR, LR 4.

2.11.8 WRELEPE  root opening; root gap
JRHT, TEHSRHEE 2 B TR =B, L3,

2.11.9 ##¥4%  root radius; groove radius
EJE . UTEIE R E R A 42, KIS,

% \ﬁz—mﬁw

-|<——1‘Eﬁl3lﬂ1[<§t

2.11.10 REHHLL  root edge
FRAE LR IR
2.11.11 HBiAEE  height of flange
KBRS, e R =g, LA 6.

2.11.12 %44 radius of flange
KRHABREN, BRI S ihE, WK 6.
2.11.13 H[E¥ O single groove
ARSI —THM LR B 3% 11
2.11.14 XHPH D double groove
FESAE (P PR THT S50 TR T R 35 11
2.11.15 ¥ O3\ groove type
e LT AR o

T/CWAN 0008—2018
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2.11.16 1 ¥ O square groove
BB 1 RIS, WK 7.

<

21117V 3O single V groove
BB “V” RIS, LA 8.

<

2.11.18 4L V B3O single V groove with root face
WO EAEGm VRO, BT ORREGETE “Y” B, W 9.

>

2.11.19 XY ¥ O  double V groove with root face
FRAEPILTT Y TR0, IR RR A X RS, LEl 10,

10
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2.11.20 U /E3 1 single U groove
BBl “U” AR O, RS U RS0, LK 1.

& 11

2.11.21 XU ¥ O  double U groove
TSR PRIISTE U 30, JRFRAr X U s rr, DLl 12,

& 12

2.11.22 VY 30  single compound angle groove
IR AV B .

2.11.23 J E#0  single J groove
BbE “07 TRREOI O, JRRRR L J 0, ILE 13,

%] 13

2.11.24 X J ¥ O double J groove
TEIRAERR I J 3, LA 14,
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3

& 14

2.11.25 B VSO  single bevel groove
RS O — T VRS O, WKl 15,

&

£ 15

2.11.26 XV ¥ O double V groove
FESRTI I PRSI V RS, JRFR X TS, WK 16,

3

& 16

2.11.27 AXFHEMV IO asymmetric double V groove
SR TV T TRAS R O, IRFRAKRR X T3 11
2.11.28 K /3171 K groove; double bevel groove
BFBE “K” TRIIE O, TP VRS, LA 17,

y

& 17

12
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2.11.29 il X E# O double V groove with root face
X T3 FRH A B, WK 18,
2.11.30 Z X3 0 Z groove

18
Bl “Z7 ARRIB

2.11.31 HO\FEH O flare groove
WU RAR A O, WLE 19,

E 19

2.11.32 B O single bevel groove with backing locked
—ANTFE VT CRA i A 3 — A SRR SR B R B 1, L 20,

| NV |
N

2.11.33 iRl tapered edge
U BRAR A T) (AR B 22, A BRHBAG BRI 11, R JEAR AR N TR, X0 T AR A FRIE AR
.
212 /54 weld
PR S IR T I 2 A
2121 #% seam
IR ARG, AT IR O,
2.12.2 /545555 welding symbol
PEEIRE AR RS AFREE RO SR WA RS o Te B IR AR IR T AR T HEALRT
S WIS ANRFS U, BEFREIRTI 4. RS A .
2123 /2448 weld metal
FIRSIREER G 8, — TR BRI ) RER FISE 78 4 J8 B [8] Jo T i M IS8R o 6 )8, L2
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BEE (XD

_— MK

E 21

2.12.4 LW X heat-affected zone (HAZ)
SRR PTI RS R, B RS2 R R (RIS T A2 AR ZH AR LI I RE AR A0 ) X 3k, DL
K21,
2.12.5 iT#[X overheated zone
RIS X rh, B A 2k ok 2 2R K A X 8
2.12.6 % &X bond area; fusion zone
SRS T, A% m P e X O A X e, L2
2.12.7 #A&4 weld junction; bond line; fusion line
SR S BT T 2 W S P BT B R R IR AR Fe ER 2k, B4 S8 5 R M 2k .
2.12.8 #£#IX weld zone
4% o FLAT I X 38k IR AR
2.12.9 Hx&JE filler metal
IREE T HUNEESE . IR ZMEFE RSB am, GFEL. B4, AR SEEME .
21210 A &JE deposited metal
SEAHARERIGNE TR TIIRE SR .
21211 JF4&%Xm weld face; face of weld
FRJS, AR B I Py LB R SR T . JREER I /R4 IR I (JREE IR FIIRSETS RN (1R
4w , WE22,
2.12.12 12457  back of weld
FRJE, MR THiAE T %) 75 T P DAL 38 P e B T o
2.12.13 J54EhhZk  axis of weld
SREGEREIMT TR LT v IR KB T Al k2, ILIEI22.

x%zmﬁe
-~

21214 585 E  weld width; width of weld
TREER IR M IREES, TLE22,
2.12.15 /245 KF weld length; length of weld
TREEVT M TT M B, LI 22,
21216 REHFHMKE effective length of weld
JUT R ZER IR KR, ANFRIT GRS 2 (R A .
21217 18455 % throat depth; throat thickness
14
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ARSI, R REE LR B IR SR A I PR S .
21218 #H4&iMEJEE  theoretical throat

W RAE I FH RSB . WHRIRSEIEER 5 TR R MIREERT, ©%5 T8 M IR ae s
T PN I e R LA S = e, WELAMTTS BRI MR KR, WIK23.,

BBR

2.12.19 f5545:fRE)¥ actual throat
TESREERAAI Y, MIRSERTH A ™ A B i B AR U BE S, L1123,
2.12.20 3% penetration; depth of penetration
PRSP b, BEA BURTE SR AR IR E
2.12.21 /545 appearance of weld
IR, WASEAEETERINIREEINY .
2.12.22 1R R % form factor of the weld
VRIRES, 7ERIEMRGEREIN HIREwE (B) 5E%ER (H) ME (e=B/H) .
2.12.23 &5 reinforcement; excess weld metal
JREERTIFADES FIIASH M RsE GBI m R E, W24, £ T E — e maafEH, gk
Frinsge: shalEac B8 ~, AreeinadfEm, Kifg ek .
2.12.24 B AE root reinforcement
IREET RS, LK 24,

o
4

§+
\_/
R

& 24

]

i

v
R

HHR

2.12.25 Hi°F#24 flush weld; weld machined flush

JREER ARG 5 R R 551 5 4%
2.12.26 Xt#%fE4%  butt weld

TESRAR I3 T () B — SR B3 T 5 0 — 18k (R THI AR 1R 4%
2.12.27 fi1R4  fillet weld

VR TR R ol T B 0T B A P PR e R 5%, ILIEI25.

15
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& 25

2.12.28 15 fillet weld leg; leg
FIRGERIRERIE T, N — R IR BB ) — MR R T R AR S, WLIE23.
2.12.29 fIRLEWTTH IR  profile of filler weld
T H TR AE R AR T T AR, FRr T AR - P I M SR . NI M AR AR D 1R 4%, DL S
SIS oe o
2.12.30 ‘P Afi1R4  flat fillet
YREEFR N 5 1% R 48 LR 28 B T R 0P THIAH — B M 4% (Bl IR 48R 10 21 B A R4 .
21231 M FEL  convex fillet weld
JREER T ) A AR, TLIE23.
2.12.32 [MJEE4%E concave fillet weld
PREESRI T IV M 14, WLIE123.
2.12.33 ff/E4ENE  concavity
T AR R TR s AR 2R S ARG R (M s KBRS, LEI23.
2.12.34 [EMifi1E4% front fillet weld; fillet weld in normal shear
JREEN R 55 IR 5Z 717 W FH A L AR AR 4
2.12.35 i fi15E4% side fillet weld; fillet weld in parallel shear
PREEINZL 5 IR 52 7177 IR EAT B R R 4%
2.12.36 )54 fillet weld in the vertical position
TESLIRAL B IR SR 4%
2.12.37 HifqiE4% fillet weld in the horizontal position
TEREARAL B IR0 IR 4%
2.12.38 154k fillet weld in the flat position; fillet weld in the downhand position
HR TR BT FR I BT T R A 5 5%
2.12.39 #1A1E%% oblique fillet weld
PR A AN LA 1 R R 5%
2.12.40 %E%2)5%% continuous weld
TS AR I AN [R) B (1) 454
2.12.41 Wrs454%  intermittent weld
WS KRN B — e I RE 5 sE .
2.12.42 %E5:4474 continuous fillet weld
TS A KSR I AN ) I (1) f R %
2.12.43 Wrsfi15E4%  intermittent fillet weld
WS KRN B — 2 (A1 B6 [ M 1R 4%
2.12.44 kWi f)54% staggered intermittent fillet weld
T BRI B AR A A B KRR A G2 1244, W1 26.

16
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2.12.45 H¥|W8: /)84 chain intermittent fillet weld
TSP E AR R AT B KBS A A S W2 A 4%, ILIE27.

27
2.12.46 W#kii4% edge weld
M R S BT T R R 4%, LI 28
r’_'_r‘h
Ny
28

2.12.47 %i4)54% flanged edge weld
TESR BT AR R R SE, LK 29,

17
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& 29

2.12.48 #EE1E%  plug weld
PIRRAEAR S, Hh—HOFA R, REFERFLREE, For s i s B fL R R4E,  WLEI30.

2.12.49 #\|q)/584% longitudinal weld
WA E DT [\ 2 AT R R 4%
2.12.50 ¥im4E4%E transverse weld
SR FE ) 2 B R
2.12.51 HEEE%E girth weld; circumferential weld
WEERTE BRI B0 1 A 1) Sk R AR B 1 ) PR 5%, RiFREASE, LEI3T.

2.12.52 12jigl 4% spiral weld; helical weld

A HE T 77 NG BUER, IR S B 1R 4%
2.12.53 #*#1154% seal weld

FEH T PR SRR,
2.12.54 A JE4%E strength weld

SR VR Az 30T AR 4% .
2.12.55 B RJ/E% connective weld

ANEAZASZ A, FOREREAE R4 .
2.12.56 EfhrfEs% tack weld

T A 7 2 2 T 0 2] ) A 0 Ao T 42 (1) AR 4
2.12.57 1#)24% slot weld

PItRAHE, Horh—3oF AL, KA PRENR I RAE . R e APRRE R .
2.12.58 J5iE bead; run; pass

18
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FEIEE— IR P I — 2% PR R 4%
2.12.59 {2 ripple
JERTE R TH] 1) R IR 0 8L
2.12.60 /54E weld root; root of weld
PREETS T 5 B B S S AL
2.12.61 /&4 weld toe
JREER 5 BEM AT AL
213 #8483k welded joint
REET R rEEL, AR A X RHGEm X, FRiEk.
2.13.1 #:LEAR  joint geometry
PR S R T BTAR AR T
2.13.2 83L&l joint design
MR R BRI AR, Fe iR . s B RSF B8 R, SR VA AR B
BLEE TAER SR,
2.13.3 FmlLAcE:k equalmatching weld joint
FREE5R T 5 REA B FE AR A 1043k
2.13.4 fK3ILAEC L  undermatching weld joint
JRAETR T B SR B 13k
2.13.5 #@ILAtEL  overmatching weld joint
JREETRAE & T B R FE AR Sk
2.13.6 #:LIREE  root of joint; joint root
PR G R b B B B T — 43, ILIEI32,

& 32

2.13.7 xt##:L  butt joint
PR R TR BOR T 8% F135° H/NT k% 11807 Jefmmsk, K33,

& 33

2.13.8 | ATk square butt joint
| T3 VR R ek, LI 34.

19
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34

2.13.9 V JExt#E#:k  single V butt joint
V 4 CUR B ek, LK 35,

<

N
\ /
\ /
A\
5
2.13.10 U JE5T#:8:3k  single U butt joint
U 3 DR ek, WKl 36,
/—\
\ [
\ J
-
~—
36

2.13.11 ¥ U B8k double U-butt joint
XU FEHE R AR ., WA 37,

\ /"
7N
37

2.13.12 J etk single J butt joint
J I DR e ek, LK 38,

20
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N

\

L/
& 38

2.13.13 X J x4k double J butt joint
B T VR R ek, WL 39.

@ R
/
- L

& 3

9

2.13.14 SV B3k double V butt joint
XV S e ek, TRRR X st #edek, LK 40,

=

M

/ \.
& 4

0

2.13.15 K fExi##:Lk  double bevel butt joint; K groove butt joint
KELTH VS DR e Sk, TR K X4k, LT 41,

= D
>1L<
% i /|
< =/
& 4

1

2.13.16 Z J¢ 348k Z butt joint
Z TEH O B R Sk
21317 faitEE:3k  corner joint
21
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AR o A R T B T 307 H/MT 1357 ek, LRI 42,

i\

& 42

21318 Tk T joint
G T 5 ) IR T M L AR B LB AR Sk, LEI43.

.
&

& 43

21319 R T H#EL inclined T joint
PRI RIAR RS, AE AR T BHk.
2.13.20 BHERX T L cover board penetrated T-joint
A AR St )5, 3 I S AR I S A KA T T AR DA, AT SIS A3 B A R () T A%
2.13.21 +F#::k cruciform joint; cross-shaped joint
AR RS T TRk
2.13.22 3L lap joint
PRR A7 BB A Sk, ILIEl44

& 44

2.13.23 E8#:3k sleeve joint; muff joint
22
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B EAMKWEEESTHEPEROPRE T OB Ml ity sk .
2.13.24 X HEREL double strapped joint

X TRCE IR At P TH 350 A R AP 4%, AR 5 T I s P 4% 5
2.13.25 HESk  strapped joint

PR AT, P s g4, W s e s 4k .
2.13.26 m##Ek edge joint

PRI (B B 2 T3 B A 3R T 2 TB) e f AN K T30 44 Jle ) o i ek, DL IE145.

& 45

2.13.27 %i4¥:3k flanged edge joint
MR e 51, MBI AR Sk, WLE46.

== [~

& 46

2.13.28 HiENfE:k  lock butt joint
— AR S S TSLE o — AR TR SR TR R e, LI 47

| Q:—l

& 47

2.13.29 RFIXj#4#Ek  oblique butt joint
PRGEAENTATT- T R ) A B PR ek
2.13.30 JE&#::k mixed joint; composite joint

23
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KSR S AT Cnie . iedess) SRR R4k
2.13.31 LlHfEEEL  closed joint
TEP IR Z AN B (IR 4k, L] 48 .

K

\ N\ /;
\/ <
g L = |

48
2.13.32 HEkRE:L  open joint
FEPIRAT 2 IR A TR Ak, WK 48 414,
2.13.33 =HEk#k joint among three members
RN e =AM T Tk

24



