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2 —BRiE

2.1

2.2

2.3

2.4

2:5

2.6

2.7

2.8

2.9

HB3E  welding
T IR , SR A S A SR AR TR B S — Tk,
B  welding technique
FRISFBERETIHTRELZHUMEN.
BIEH B welding process
G g AR Y B, TIEILR L R PVR S, A LB KT LY REE A R I AL RO
JFEMFENE ‘
BT Y welding procedure
3 R BT LR I Ty B A L MR L R R B A (PRI L BT R R R BB R AR
BR%,
BET LMW  welding procedure specification
S LA T A 6 0 T 2 8 T R 4 U S T AR Bl A TSR A AR A R A PR
e
1BIEWAE  welding operation
HRASENEBE T ZERES RN EHAENER.
IEIRF  welding sequence
T & BB LR ENEREKT.
i m  progress of welding
ERERFERERERKYBI I E.
EiER P welding circuit
REdaFmiRRERRe L SaERRg.

2.10 O groove

BRI R TEFE, R RE B I IR R A A — R JUAT R B 98 o 2 Bl R U
A 1.
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2.11 FF¥ I  beveling (of the edge)
o ML KEESCRINE M TR O R,
2.12 BAWEHBEIT  single groove
AR S RS (BRI HEEO MDA .
2.13 XA O double groove
TE R U TH IR SE RT3 O
2.1 ¥Omm groove face
FREAEEMEOERT, LE 2,

HOm

2.15 BOME groove angle
P O E ey M, WA 3.
2.16 3O A bevel angle,angle of preparation
RMIBOMRE SO EZEK A, LA 3,
2.17 #LMWBE root of joint
L L B B O W AR — AL, LA 4.
2-18 MWIPMEPL root opening
SRATFE R LR AR 1R T A =B, WA 3.,
2.19 #HFHE4 root radius,groove radius
£ 1. U B3 0 R ER e | A2, WA 3.
2.20 &1 root face ‘
JEAAETR S OB, W AR (PR 3L O AR R A S T LR ER A, W 3.
2-21 #3% joint
HAH AU ERFAEARBRASHELACHER . REELERNEBIEE F 4K 3
5 X B 2 BE 4 A5 R R B AR LR
2.22 $3ki%it  joint design
M TAE R BT MBS B B XA R A RIBE RN %,
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2-23

2-24

2.25

2-26

2. 27

2.28

4kt
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Xt#EHEL  butt joint

B EREM AR THET 135°, /MFHF T 180°J ik, W 1.
TR corner joint

P SR SR BT 30°, /NTF 135° e A Bk, WA 1.,

T L T-joint

—HZWES S HEEEREASCEUEANESL, LE 1.
R lap joint

BRI EEBERAESL, LE 1,

+FE#L  cruciform joint
EAFRBERC TR EL, LA 1.

SR L edge joint
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2.29
2.30
2.31
2.32
2.33
2.34
2.35
236
2.37
2.38
2.39

2-40

2- 41
2.42
2.43
2.44
2-45
2-46
2. 47
2-48

2.49

FHESRERRGRE Z B EAAKRT 30°H B ek, LA 1.
#HBhEEY  edge-flange joint
RSB E N 85 50 AL, WA 1,

EEEL  sleeve joint

¥ RELAKNETETHRESERNYPWRE FHRTARAEL, WE 1.
BlatiziEsl  scarf joint

BAATER T LA B xRk, A 1.

HiEE L lock joint

— MR B — B R BT Rk, WA 1

RE#4J8 base metal,parent metal

BAR G IRI R GERR .

M X  heat-affected zone

R YR B, AR E 3 S S (ERAE L) T & A A A R YLAE LA L i X .
F#MIX  overheated zone

BEERGE I X, BR o i R Aok B O XK.

BERUER) o MR HEATE

RS R SR T X, B4R & SR AL SO BT Y BER ALK
BERUBEIE) weld interface .

R ERE L, R E M B R R R,

B4 weld

AP RS T B 458 841

1HE8 X weld zone

1 4% FORLARMT KO B AR

B4 BIX  weld metal area

FEREELEERE LNENEESRYXE. BEN, B BERTME SR aEN RS, sl
Rt IR BT BB A

EfiIE%E  tack weld

TR R B B e M R R AL B TR B IR 4.
KEIE4E  strength weld

Bk b R R R IR 4.

BSR4  continuous weld

WroEfE %% intermittent weld
REREA —E MR RE.

424 longitudinal weld

WRERET SR,

B B4  transverse weld

I HTRAKE T a4,

5 4% girth weld,circumferential weld
HHEERMA L BN B R4,
YERETL 4R 4% spiral weld,helical weld
ABRER M IRIBIRE T e BELERENBRNIERLE.,
WE R4 seal weld
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2.56

2.57

FERTHILRAESRAESE.

XTiEE S butt weld

ERGHROEER—-FANEOES B SRR EN 5%, LE 1
1%  fillet weld

ﬂﬁﬁfijﬁﬁfé?ﬁ‘ﬂ‘]féﬁ%ﬂ?@ﬁ%ﬁ%yk@ 1,

IFH A1R4 fillet weld in normal shear
REMXEBRMEZ T AMEEN AE%E, LHE 5.

U fg M8 4% fillet weld in parallel shear

IREERE SRS FMARTATH f R sk, WA 6.

WL FIE4  chain intermittent fillet weld

T REL WM B AR BRI B 8 A AR SR Wi 4 fd5 4%, IR 7,
TR L f1R4%  staggered intermittent fillet weld _

T RN LA E KEEA NS RS A 85, ILE 8.

Y FAIREE  convex fillet weld
TREEFRTH SR AIRLE, WA 9
U7 A48 4%  concave fillet weld
FREERTE TR MAiR4E, WIE 10,
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2.58

2.59

2.60

2-61

2.62

2.63

2.64

2-65

128
- B /‘
A AL R —
il M% N MR
BRR
\ -
N
o ' 1R }
A 9 ' & 10

URIEIRLE  edge weld

RS Sk BT T R AR 6, LI 1.

4%  plug weld

RS, o —SIF R AL, R A TR ERAR TR A I8 48, RAETL PR MRS RHigs,
WHE 1.

FEIRL4E  slot weld

PR E, Kb —RIFRA . ERAPREFRRG RS, UEABREERHKER.
ESEEHE face of weld

1B WR R AR T BT LB R4 RE .

1R E  root surface

215 NIRRT AR T i 3 T AT LB R ARG .

HEFE  weld width

REERH PR MR B, WA 11,

Rt
BasE BARE

#a

K11

JREEE R  actual throat

EREHBE D VR ETmIBETENEZ, WA 9.K 10,

PR HERH theoretical throat

BOHR SR R EEE N RASERNESTREANEE AN TS T AR
HNE SN RRKEAFEZAET, NEANTLE RIS R ELKE, IR G E, LA 9,
10,

It
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2.66 B4/ H convexity

MWIE AR AT P R R R SRR Z M BOCEE R, LA 9.
2.67 1B2EVE concavity

ML MR BT P B RER SR AR T Z MK BRI, W 10,
2-68 JRBE  weld toe

RYERESRMHTAL, LE 11,
2.69 JE fillet weld leg

ARENBBE P N1 HAT LNERB S - EATRE N ER/DES, LA 9./ 10,
2.70 BBER-T fillet weld size

EABARBETEENRERSEEA=ZAEPEADNKE, LE 10,

2.71 43 depth of fusion

TEB RS RRE b, B M SATE R AR AL TR, A 12,

¥ —j—sn
_v_‘ r N
L |
I .* o
|

e
C =g =7

BR

A 12

2-72 JBRERIEZ¥  form factor (of the weld)
BEn, ERERABERN LEERE B SBETRERE (DM HE (p=B/H), LA 13,

2.73 #£7%8 weld reinforcement

12
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2.74

2-75
2.76
2.77
2.78
2-79
2-80
2-81
2-82
2.83
2.84

2-85

R EER LR R EERRKEE, WHE 14,

B

B weld root
BATESEMHZRL, LE 15,

’l 15

ReEaZe  axis of weld

S5 G A DT TED JL AT oL W R ARG B T TR 2K

HEERKE  weld length

R MK E.

12554 weld metal

WARENER . —BRBBELHEHAERESREREERWRRTEE .
1B %5 welding symbols
E[@#Lﬁ’&ﬁﬁf%‘ﬁﬁ%%ﬁﬁﬁ%ﬁﬂ‘%ﬁ*Wfréﬁ%ﬁ"%o
F T4 manual welding

FRHRIE R R A T BRAE R T

H 3148 automatic welding

B s E e MW RRERERET .

HIM AL 483  mechanized welding

JRAE VARG SR i ML & SR P E R MR R T A B I S 3 w8 8 1 ik,

Eif§E tack welding

o % B A ] S AR R R K Y AL B T BEAT AR 4 .
TELESR  continuous welding

K SERIR A B T SR ST AT A A

Wi4E48 intermittent welding
EERLEKREE —C MR E & THRE.
SHiEE  butt welding
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