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AL %

abrasion soldering WERE IR BEFE N B
t—~Thasfe g A, BB R 2 A T R AT AR ) ]
£51k LB B7F %

abrasive gE ¥ Y. BPRAY B B L. By B
M. AR, Bt A 2RB, B
RS A T B RERLEH M.

abrasive blasting M{EEF Rk Al AR
iZolastingMglb,

absorptive lens (eye protection) (¥ B)
MeonEE —FMEEEE, HpEmareiibR
BEGS IS WOE I RO . B e 2B S0
filter platejE 3B H,

accelerating potential g 73 5
B T 78, S FERE R H

acceptable weld{rigitss  LTFAR A
BB g R Aol Mo b Ak (o 47 4

acid core solder Bt & &k ¥ B 21

(cored solder) FHHH

activated rosin flux E{EESFIEFH ~Fh L4
o 7 o b A S A B A AT B4R A AT BHER R T
s Al

actual throat {2455 6s B &
of a fillet weld fIRAER,

adhesive bond Ki{yh TERE AN G # B
ZHEMGESIL (R PHBEAER) o (EEEREA
FoP R B AL TR RS [ RBHR S . 2
B (van der Waals bond and permanent
dipole bond) i &AL HFAAFBRSI S,

adhesive bonding (ABD) ¥4 EWE A
Wz g ERaR, RERLRSEEES AN
—Fh bt EbER k. 2 (adhesive bond)
e

air acetylene welding (AAW) R Z &
#5 R 57 ORI — DR K
P, RHEH, MASRMARTE & Bfr- A4
Ay —FRR S R B .

% Rthroat

A

air cap (thermal spraying) %K ® (& m
%) FH 2 7= AL 2 JE O RVE W I i o B2
A EHEF L.

air carbon arc cutting (AAC) ZS WKL

FUR B Il AR 0 & B R 2 S T HER
b4 JE i — R R R 5 8k

air feed 0¥ FlR 2Tt b R
Ak £ TS A 8 A R R K (Y — B R 8 5 Tk

all-welded-metal test specimen £ %534 &
o Wi AR Dy AR SR R RR Ay A

o

alternate polarity operation # ¥ 28R %
B RV M58 e i ok o R M S8 SR AR Ky — R
PR J58k.

angle of bhevel i 1 i fi1HE WL 5EE R A
jiBbevel anglef} ML,

arc blow ML FR{EM% R R Al (U O R
BOEE LR

arc brazing (AB) BIRHFH MR R B AT

twin carbon

TR —FER 5%, F 1
arc brazing MR,

arc cutting (AC) MINH Fiamm b &
e B2 B ki & lan— R |y
M. B (carbon arc cuiting) B 7 M,
(metal arc cutting) &IBHWB W, (gas
metal arc cutting )M AR EIIDH,
(gas tungsten arccutting)EM/{H{RT D
My, (plasma arc cutting), FH FIRNH
LLK (air carbon arc cutting) 33 (REIMTIH,
W & (oxygen arc cutting) FCHI M
HIE £,

arc force HLIL

arc gougingdh IRAHI
it -—FeeL L0 A A .

arc oxygen cuttingfl L WA WML
Fi By R ifoxygen arc cutting 55 K-

% BT s B B
B F 7 e it e T 4



2 A ¥ L %

.,

arc plasmala % = F RplasmaZs T+
ko

arc seam weld B8k Ji: [ NG e )
B LRIR 8%,

arc spot weld AR HAXRFTER
(D=

arc strike My  HBEINERMHEMEE H &
&R, ZHhERNER. FERBHE—RBIH
WIS MY RES,

arc time RN [A] PR MR AN R
SR e

arc voltagema MLk  MTHRBBAFHENHE
K.

arc welding (AW) HE#RE  FHaiin,
W MB TR ME S, DRTRAKARHKES R
P e RES AN KRB B

arc welding electrode JEIRHL IR X Al
Py~ AR, BHTEBRRRAMERRZ
Sk, 20 (arc welding) B,

arc welding gun 8L FHZ. ARE
Ak AN HLL AR R, SRR BRAE
RPSEERHEE,

arm(resistance welding)di BB ([ £) '8
MERINEERE R RL R, Eff 2R
H, T ERE .

as-brazed {8 HAHFREEEREEH
#abrp, HLARIM LR Z AR RE.

as-welded & Bas R, LIRSS
BB R, LR

Z R R 2.
atomic hydrogen welding (AHW) & F &

B

back bead HEBH  WREEAR Hback

weld# el 8o

back fireifik KAGEBFHRAGE & #E )
o, B L EARESRK.

back gouging R M IRRAREELS
— xR —-ERGE B3 o L W R B T X
B e At E.

backhand welding BY#i? BERSR B

o EESKFT RS R SRR
& BEA & B ap—FE AT H % H
BHRRF . TMERAWE, THERRRE
&R,

atomization(thermal spraying) St (Gt
w) $6 4 B 2L Rk B Sk i B o b R 5y i
BRERRL

autogenous weld HiEH%  AIEFE LM
R R R,

automatic brazing Bzh¥iT ERATE T
BHABFENREZZEREMARN &R
FiHERE. 21 machine brazing LR E 5.

automatic gas cutting By H R %
JAARIE automatic oxygen cutting B3 ES
y#.

automatic oxygen cutting Az ESXEH 3
RED R BPAERET S WMEEH E2HA
SRS EGFHESEE, ERE T
FB TR A T o368 T8 )L machine
oxygen cuttingﬂlﬁﬁ%ﬁ]@];

automatic welding HEHi% TReRBTR
R R LIRS A TR e R A
e, XRETLEF BT AR RST T H
B E T #E, 2 Wmachine welding#l Mt 7
B.

auxiliary magnifier or enlarger (eye
protection) Mt i K B K B X F (¥ 8
B8 EPHERA XM mERRHEM,
FREAB K HEF

axis of a weld {485k HERAKkE. B
AETESHR L TRLMTOMES.

MEH i —REEA, FHERERSERP
BESREGEMILZANBFRLE R BEAR
(pull gun technique) W work anglefi
f4, drag angleByMifA,

backingiF# —Fh i AR S REREL.
SRBEEGEBENHN (B, #BuskE. a
B ERCRARD .

backing bead /TR ¥ RREZARIE



£ E L % 3

‘ (backing weld) TR %4,
backing filler metalB{F & B ¥ # 820
(consumable insert) A&,

backing pass §TIHCIRIE ik BATR IR 83 4
iy — &R IR,

backing ring H¥  HFBRMME, @ A
FHRE,

backing-split pipe #} 3 5% 2 I (split
pipe backing) ¥ #i.

backing strap#f 4 ARk AR IE MK
(backing strip) .
backing stripit FHR M,

backing weldiTieiR4x  FfEd fiyiRss,

backstep sequencesrBLR £ (M 5 5 B
B 6 -, SoBRRENEETRSE
SR arEs MR, $#Mblock sequence
4y Bt £ MR (i f¥), cascade sequence
¥R (B, continuous sequence i £ 4%
(NiFE) , (joint buildup sequence),
(longitudinal 2Bt 2 (il J¥) sequence)
Bk £ERET .

backup #idk (IR R EMNE) MTi# 2
S T B SR E L TBIIE THE
R SHAG — P AL .

back weld 3R HBTRAEENHE T
HfRE,

balling up #3® WmTHBHLREERR. @
1 e SR T & MR P R BRI B K

bare electrode R % ha—2BARoeW
BE—RTEE A ®, L. FEER, R
FE G E et FIR 77 16 B A A DA 92 S MR IR AE 4]
#Fte

bare metal arc welding (BMAW) #4&E A
1% RN RS RERS TR
9 g ML 4 & MAGg A M ha ARG
B L EPBAME S BB REKR.

base material f}#f 848, ﬁﬁ B, %
R W . 2 1 base metal & #,
substratefi#f,

base metal R}4f  FREE. EHR, RERE R
mEt k. ERERBEERBEACIEHZL
BEWR RIS B & B b . 2 0 base
materialid#f, substrate 2+,

base metal test specimenf#fil#: 554
SRR i i .

bead 25 W % & A RIE weld bead #
.

bead weld2 24 REEEHREsurfac-
ing weldHEiR45 58,

bevelghim  —AhiMmBEMKNE,

bevel angle #lEABE ITHHXNESTET
T R T Y F vl 2 ) TR R A S

bevel groovetimskil 2Ngroove weldy
n#a,

bit (soldering) #Hikk CGKEFIR)  KEFE %
BRLBR B L ok (HMBERER B,
AR,

bit solderingiBsk4F#E WRE X A R IE
iron solder ingitikikiFiR,

blacksmith soldering®#}  RRLELBAIS
forge weldingR48,
blastingM{B (i)  RARABEEHEZIR K

FEBRREGREH —FH %,
blind joint M3k A WERRM—Fhig
L
block brazing(BB)$hik#rf2  FIMm#k T M
Btb il fr R BB RN —FT R H k.
block sequence 5y B B A —fATF
EEMBERRNHLBRELERANLHBEN
Fr ERBIEBABZA % 5> BB BN I CL 4 2BsR
syt #F. 8 W backstep sequence 4y Bt
B2 UBIR), longitudinal sequence 4y BHg
Wi,
biowholeX 3L
L.
blowpipelt®
welding and cutting blowpipe 2 #HHi
£ R EAAIE welding torch 13 1
#cutting torch E,
brazing and soldering blowpipe 413 1H
—BRAFATHaTFRIBEELLZRCARH
TR TR R TR, TRAEN—
FhoRkds, FA—ol 8 R DA% AR, LS
89— B 5y 0k 1) 7% R BRALIE SR F e i
fil. _ .
bond &4, i 2R adhesive bond #&ﬁ

RREXFHARIE porosity &



4 X E L &

%%, mechanical bondBL%, A, metallic
" bond) & HE. |
bond coat(thermal spraying) & & & (#&
"ﬁﬁ) —F RCHT IR R, W IR fE B
gtk BB o
bonding force Al  HHMRTRE — &
() H7, Mo oh e T1E 6 R - 5 IR S A A R AR
637 4:0
bond lineZ§ 48 GRS K1k 7 E
- BRI, BOR B H k P RS A SRR Sk 2 LR
R
bottle ¥§ AR FIARE cylinder KHio
boxing Lai} f iR s u it T 0k 35 AT 2k 8k 78
5ys R R RIREEAAE
braze (F) 4F4%  JHEMREELEEH R
FAMHIELER B ds T 450°c i ik T 134 BAR 2R [
Wy AT BT = A (4R 4k, ST EME BB RS
FHLHERRANFHEAREZIH,
brazeability 4f8#: &ML RHATRE #
SRR B E M IR IS A E R AP
BLAF LIRRIBE N.
braze interfaceff# 5 2R weld int-
erfaceﬁ?éﬁfﬁ
brazement ’E{‘ﬁﬁ‘
g 4L 1
brazer 131
Ao |
braze welding 57812 BB h ke —RhE b
BX, FiREEERGRAREER T 450°C
BT HMERREE. SERTE, SRR
HEeBAREEAERS A TELFH.
brazing (B) WEEFHE M AEUINMATES & I
3557 FAWEH £ 18 B i T 450°C IR T B2 41 B # &%
R RERR R A A i — R . PRHE
PEMERS T TEANEBERANNEARA
2.
brazing alloy’ﬁiﬂ-
' f1ller metalﬁﬁ-o
brazmg filler metal §F5 ﬁﬁ?%ﬁﬂfﬁ] PR
e R, RS EST60°clLET B o B
ﬁé@:?ﬂﬁo
brazi ing operator ’%‘fﬁ#{,&{’ﬁ} BENE R
HE R &R A,

FHEFR 5 5 BRIk 4 R

BT TRk AR i

RARSEEM ARG brazing

brazing procedure $FHLE.  FMMKN &
A%, ﬂﬁii‘”ﬁﬁ#ﬂﬂ’?ﬁ&ﬂﬁé%ﬁ%%

| HFRTE. 2R joint brazing proedqregi‘k
HRTE, '

brazing sheet 44} R REF.

brazing technique ¥ /8 E A TR ERHSE
T, HERZMERILZHTEENHFR LR
Bligte 8.

brazing temperature $F1R{E # £+ 4 m h
H i BF BHETE R M R EF R 2 AME
i: 3

bridge size(eye protection)Z@BR<F (FH)
MIRERERAF—MGREE, JERER.

bronze welding$@i?  IRETRREFERHAR
B, #Wbraze weldingflfE4i.

buildup sequence£E IR (MFE) £Rjoint
buildup sequence ﬁkﬁ)ﬁﬁ (BF .

burnback times4E]HFH] U7 7 i B S T
meltback time [G}#5H+R . .

burner®f i RIEEEHRIE oxygen cutter
A BR

burningiR% iRk ARiBE(oxygen cut~
ting) AW,

burning in§ A R EEHRIE flow
welding BWELE .

burnoff ratefifb®  WELEHEARIE melting
ratefft .

burn-thrufsss ﬁﬁ?ﬁ?j‘ﬂl&ﬁﬁf&ﬁ?ﬂm
RiE, BRmelt thrulfi®.

bura-thru weldgsgeings  RATRRGMN
S RARREBRIE.

buttering B RHEE  BIVMH—FELER,
A LngnEEaR—BRLER4E
B (i, 5 A B PR B A SR B b ks K
HALBHLIR) . WEBEIR ARG 5E R
BELRERAnTRRAE R,

butt joint ¥k ALtRESET H —F

- Rk,

button FLRH  AHHERRMHALR . 4
BB ENFRR—-BsRYg, SEALE
oy i HL -

butt welddtigiige BT ZRRAM B LNEN
CBRRIF. & Wbutt joint¥ gtk k.



A B

capillary action EHMEH i 5 iaa: i
P 90 e 1 3% b B e A O A PR R SR 1R 3k
WRE 2P A1

carbon arc cutting(CAC)EEINEI & Bh B

© e 5 R b Ao b O St 4 SR DA T O T By —
B IR H .

carbon arc welding (CAW) BK 12 BB

RS TR s AT S R A
p—BhR RS, RIMEP. FEORMEER
R s W A .

carbon electrode BifE ﬂ‘l%?ﬁlﬁ%féﬁﬁﬂﬁiﬂ’]
mﬂ:%%ﬁﬁ‘iw#‘ﬁﬁﬁiﬁfﬁﬁ@ﬂ, " LA

REM R

carbonizing flame B{LIE RAREEM R IE
reducing flame B .
carburizing flame B4 RS ED R IE

reducing flame BFH#.
carrier gas (thermal spraying) BESH (H

) TR B A bR 8y K Bk 28 ok}
5% B b i Stk
cascade sequence BrE R —Fhsy B

RS 2ERAANBRENT, BEETREER
M His, 20 backstep sequence S BRR
2 (WifE) ,» block sequence ﬁ&%ﬁﬁ R
F¢) ,buildup sequence Bl 2B UK,
longitudinal sequence SEBREGE o

caulk weldfhiirise bilﬂtﬂ‘:iﬁ}ﬁﬁ & (seal
weld) 324 |

ceramic rod flame spraying B§ 7% & K ¥
73 ?’“‘ﬁi’i’l"ﬁ?i‘ﬂ’%-‘ﬁﬁ{tﬁﬁﬁ’ Fomt 4 b0
Bk REgLs, Bflame spraying (FLSP)
KB o o

chain intermittent weld SEiRWTEER 28
FRARENSSRS, T EERAE/ RS
KE Y B—imr ¥ B, ‘

chamfer i AR AR E bevel FHE .

chemical flux cutting (FOC) fb 2 4
Eil &Jﬁfb#ﬁﬁlﬁ&;&ﬂ]%’lﬁﬁﬁﬁwﬁm~
FAS BN '

% 5

chill ring & H* ‘mﬁfﬁﬁ‘ﬂi;&iﬁ backing
ring 3R, o

chill timef®pti]  RREEMAIE quench
time R Bk it Al .

circular electrode¥fiR e ,_%D.T_, resistance
welding electrodeds PRI . »

circrlar resistance seamﬁweldiﬁg R P 5%
et REEERARE transverse‘res“istance
seam weldingfMBHBR. .

clad brazing sheet $F1R#K —H R ER
SAETR G R L
clad metal EEBAEI&R Hi:i&f:’f.%ﬁ

REALE—EWEaR. TIRATRLE,
ML, B, MR BREBARE NS
F PR A, B Reladding [T BB R
surfacing H13. B ' B
cladding EHRBURE)  HIREHM I R I
%&%ﬁm@ﬁﬁ&%mmwﬁﬁ(>Mm)%
—BH Bt. 8 W coating { B surfa.cmg t&
42 ‘hardfacing W EBHER.
HokR BB — R kR —

coalescence £ &
. | S

coated electrode @B & Lﬁ.ﬁﬁﬁ;ﬁi A i
covered electrode%ﬂ-ﬂ%, hghtly coated
‘electrodepHF K. &1L electrode EEH& |
2% o

coating I S5k k. PG AL, btﬁ
#. fﬁ?ﬁﬁﬁf&ﬁ%T%ﬁﬁﬁ&%ﬁﬂb%ﬁﬁ
(<imm) Ry— Eﬁﬂoﬁgcmwmgﬁﬁ
BlaE), surfacmg Wi, hardfacmg [ 143

.
coating density (thermal spraymg) %%‘Eéﬁ

B ocautR) MRk BKMEE SRR
By R M. ERRR RN
YR

coextrusion welding (CEW) B A %ﬂfﬁ
Mﬁﬁﬁﬂﬁﬁﬁﬂzﬁﬁ')ﬁ%fﬁﬂﬁﬂﬁ'ﬁfﬁi

ru =] H‘J—-ﬁ'@‘lﬁﬁ&ﬁﬁ%o )
coil without support %iﬁ%ﬁ%ﬂﬁ ﬁf%



6 Xk E L %

AR f P 3 7 5K %&ﬁﬁ&ﬁ‘)’i%&b. &R
— SRR LZ, HBRZSRRTUHEILL
REEHER.

coil with support HERHREZE —FHEK
HAMHTE SR, REENRIE LHERY—
KMEMIRL, NIBLRE—RRHD O
g LS

cold soldered joint & 4kEFiRsk BRETARBT
TG AR R i B AR ELNEL.

cold welding %% R TRBME DG
S RAERBMEY BEBRIELS SR —F
BABRE Y. kB hot pressure welding
i, diffusion welding ¥ # 1f, forge
welding 842,

collarfig T H MR8 ey E e R.

collaring (thermal spraying) #dh & (¥ M
) ERBEROT M Lim—E& AfEL BB R
RREHRFERSR.

commutator-controlled welding(resistance
welding) $ B HHIIRCGHES) nr—E%
HABBARNBBANS %, RS IHRM
ETARBER HB RN TEANRIER.

complete fusion SEAMMA  ANKRMN 8 H
REARFAREEZ AR EZRBEHEGH
B

complete joint penetrationiB LA RE £
BEBELTRENMIFEENTE LS RHE
LML ERE.

complete penmetration 55248  WIREZH
ARificomplete joint penetration kL HIR
%o

composite electrode H &1 % MR £ & &
ok, BREARBEMNBLEEZHERN SR
IR By £E B — B 48 . 8 B covered
electrode %8 £ %, flux cored electrode
ki 4, metal cored electrode HRIF 5,
stranded electrode # & 1%,

composite joint AL RABRE SRS
B A MEREE): . B0 weldbonding #5
S,

concave fillet weld U5 5% R YL N

Pt B

concave root surface [JER PR E [ #5

R EE.

concavity [UpE
BB KE A,

concurrent heating 347 imdk rRgERy#H
121 (9 R It X £ 469 3 In s S8 BY itk

cone Sl - BB KGR R R S A I
WIEEs.

constricted arc (plasma arc welding and
cutting) JEATR K (FETEREHH A
FESAY 1R 0 50 T PR S o

constricting mnozzle (plasma arc welding
and cutting) EH ME FHTFTABESYD
#) LB B A RS O 8 Ak & H ™
%o

constricting orifice (plasma arc welding
and cutting) FHN (FHTARED
=) EEmE LA, e Ed.

consumable guide electroslag welding %
2R3 —F AR 2k, BESRARRGAR
(B4) RES % 42 #t. £ W electroslag
welding (ESW) .

consumable insert Wik RK - WMEMHKE &
B, 5288 A8 EHEIRNEYRAN—.

contact tube L Bk X EERD B
(R 1%

continuous sequence EZER (EFE) sy B
82 (8 &, B-REmE S hEk
B—mEH S —EIBARA. 2R backstep sequ-
ence BB BF) > longitudinal sequ-
ence 5P BUR GBI %,

continuous weld JESEIH 5% oy sk Ay — 3 %
e NEMh B B —ra i — iR gk MELER RR
R, PSSR A BEL.

convex fillet weld M7 5k AAHMEN A

U0 i A R T S AR B R

755,

convex root surface B M A el )
WIBK A .

convexity (i HNLEARKREE AMRE
ERHBEAEEEX.

cool time (resistance welding) ¥ HIt @l(h
BAR)  BRRABAFMAEREK M %M
il 22 fial iy e ] fe PR

copper brazing SR i AR M F R A
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SHEF R R RIE, L Bk RE furnace
brazingdr R @4EF4E, braze weldingfFF#.

cored solder S KEFH  SHBMEMKER
% B

corner~flange weld b8 5%
GEBRBELRE NG —HERRA.

corner joint F¥EHEk WREAETL MR A
k.
orona (resistance welding) &5 ®(RHEA)
AHMFEAEBEARAREGHAN. FRTH
ERBSANBERBN.

corrective lens (eye protection) #F ©E & K
HD o A WA AR B IE Bk B
IR

corrosive flux MM  REVBHAER
e g —HoRd, hELE K. AL
R, SIELHRESBEIRAR,

cosmetic pass fEHIfRiE  EECIXKBIANLHE

iR AR

CO, welding R LB UERIIT R &
FA15 gas metal arc welding Bfb B Tk R
PR,
covalent bond F:Hiri BFRAETE &M
B -4 A0 LR B AR A RE R R IR T 8 - Fh
P S

covered electrode (iRHE) B &R(Z)  —HHE
SHEEaRuE, ARRRUREREFIH
mMEREARASRATRERRERH MW
. WEFEHEEERAELS. REARNRE
W, R R A S,

cover lens (eye protection) B $ & i (P

JH -4

H> — BB B PR A . !
cover plate (eye protection) B ¥ % 8§ (9
) —F kT, 2 R B R B Y BHE

R THRSE, FRSEERR. B AKX PE
SRR MA LUBNERECR, SR Y
{%u

crack & — R R EE, AR

efect B85 —AEE I BINL RERE
RBMER (FamBRakE TEREFAR™

R, HkIFEBRHEFRHKREL.

crater i  AMBFHAEREURERERE
Fe b H B A9 AR o

crater crack JAMRE ARG HR S,

crater fill current I WILH HE TEHIE ML
B AL T .
crater fill time ;M HLHR] e 80 A L

J& B B (1 i (A1 ) A Ao i TR PR, e e 9K AL
R EBH — MR EN AR DO EREE. Bt
BHREERY TSN AT LA 1k T LA 1511

crater fill voltage HHIM i R EB Y

o FE1E

cross wire weld %8 £k bHiL 4R Y% MK
3 B FHE R 4%

cup @ REKEAMARIEvozzleM% .

cutting attachment LI —FhEE i W —
MBS RE SRR BIELN R,

cutting head HIWIHL  DHBLAHIW R
# EERABE MRS

cutting nozzle ) BM%
cutting tip#ug.

cutting process ¥I Rk R R P EIE S
G —R k. 28 arc cutting #, 3K £ ¥,
oxygen cutting <A,

cutting tip W  WKYBEPMHHLH B
o

cutting torch (oxyfuel gas) MiE (E—8RH
ik HTHSE TR kgt
B4 7 B K G s TR I U7 UMD e A R YT T
£,

cutting torch (plasma arc) ¥iiE (¥ & T
70 EEETXRIRE AT N RR.
MR ARRRE, URESHTHEEARPIEE

RAR e & AR A

3 E .

cylinder i JATERRBEERIED
BamEE.

cylinder manifold &I IKE LRk W
A% manifold L HEE

R RS RN ANARRERERER,
HARERESAETRE. 8 R discontinuity fk
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&, flaw BRSE,

defective weld Hlikpipsg  WH-ITHE A
e pE o £ 240

deposit (thermal spraying) # B2 (H 8t iR)

AR AARIEspray depositMiixik 2.

deposited metal #FBERE  RELES R MW
Hy TR R o

deposition efficiency (arc welding) 5B
2 (R REERHEREHLHEST
£RAEE (FEMFEBEL MEHE.

deposition efficiency (thermal spraying)
HEORR (B w3 o L TR e St i A
HERMLE, a¥LUHTIEERS.

deposition rate & B ] N AR B b
HmER. B%AEME T & F (kg/h) &
Mo

deposition sequencefd B HNRIBHS
BN, 2longitudinal sequencesy
B1EM)F, bulidup sequence #i3k £ E 1B 1
Ko

deposit sequence BB  WRAAEGEHARE
deposition sequencelX B .

depth of fusionfF&EREE RN L
HFEEMERH AW —REANBEAER.

detonation flame spraying 12458 X4&mW %
FIURABES A, ERDARREMASZHOES

- MBI AR AL R R B T — R g
Rh o

diedef, WA

resistance welding die fafHRIH @Y% B
B LA BRI R T 5 R IR LK R 8
KRR

forge welding dieffif#1  RBHMN - L
B, FERTARALHNEE ERLENRD.

die welding 8 £ Mm% %k B ARIE forge
welding#tig, cold welding® 4.

diffusion aidf @ HEBh ¥t —FETHAKE
AU BREnAEHEER.

diffusion bonding ¥ HOES BEE AR
i diffusion brazing ¥ B 4 /%, diffusion
welding¥ B

diffusion brazing (DFB) ¥ #4172  --FE

Rk, B EMRE G SRR, HHA

S AR iR M R R A & . R
LA EH 0 s, Hnl DLEEd il 0 3 S i 47
BEK. TS5BS RHAEY KESLERED
TP SHHERBENRE. ED A R
o ‘

diffusion welding (DFW) ##2 — B [
BEBHY, dEERR T MEMEEA KT
E&E. WERWRERER . RILKFMHHH
M. (EEAREZE Y I e A nE AR
&8 (T HAT D #Mforge weldingiRi,
hot pressure weldingZh 45, cold welding
&1,

dilution W&  HEGREFATRAS M &
BRemainiiie RRslnfRiexeld
LRk, XARE—-RUSHeREE
ﬁﬁi@ﬁ%ﬁﬁﬁﬁﬁiﬁﬁﬁ*ﬁfﬁﬂﬁﬁﬁtbﬁtﬁ
#o.

dip brazing (DB) &{MEH#—";— — B B £
Fik, FEZHhBEmLERESS R
%, LRAKRm LW, Bk B A E
o MRAHRLAY &R, HER LT

dip soldering (DS) BiiEkEFiR —FP B

CBHM%, FEzhhkEneReEIe, FE
iR AR T RET R,

direct current electrode negative (DCEN)
HikEHE HkBIBEHH—-FHIFEAE, T
fhEEml 2 E®, BEHARZ IR, &0
straight polaritylE$.

direct current electrode positive (DCEP)
HKRE BTN —ReRAE, T
S mtm X 2 M, ﬁmijfﬂﬂzmiﬂo ﬁﬂ
reverse polarity R4,

direct current reverse polarity (DC‘QP) i
#EiE . BWreverse polarityR#%, direct
curreat electrode positive Hif K.

dijrect current straight polarity (DCSP)
AFRER % I straight polarity IE #,
direct current electrode negative FHEIE
o

discontinuity R/ R Aa A ny — ]
W, B ERE A D, Btk
AR FENAH IS, BRRF— & % & 8
B, 20 defect P&, flawii#E,
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doped solder BREFE —~HEHLERGE

AR HENRETE, BRI E R IR R
— B R E

double arcing (plasma arc
cutting) MMWILG: (HERFIMLMEB)D *
B LG 1 AL AR B E M RN SR @ R
Vo FNTEMEE S R TOEZBER T8 A
A, A IRELRIE A S H Y HUR

double-welded joint Bk
AR, JABE SR, .

dovetailing (thermal spraying) Hl# B (B

welding and

A O B

Mg R ) ~MEMBEN %, BFEFER—E
AL EBR L R iR R o

downhand FRME WL & H AR IE flat
position i E

downslope time (resistance welding) H &

HESRAT R C BRI FR o O AN I [ A A
V] [ Bt
downslope time (automatic arc welding)

B MR CE B LIRS iR M B

edge-flange weld 430185  WILIFMARE
S0 2N SR L SRR

edge joint ik WARE EAET R
SE- f70 T4 Sk i Bk o

edge preparation ¥ T AR W
;A 0F- i T
edge weldngiiR% hnRede sk ARk,

effective length of weld REHAKE A
HEFLF SR RE. X Thi B
%, GREMEREMENE.

effective throat/R2E A BT E HRSEHRAT

pres A R/NEE, A ABEMAAE. R joint
penetrationdEkEiR.

electric arc spraying (EASP) (thermal
spraving) By e CERBER) FRAP A5

B R R B MR T B RS R R
*’}Lﬁcﬁ'/ﬂ%fﬁﬂi“ﬁfugﬁJj‘k":ﬂ'ﬁl““ﬂﬁi‘i’o
electric bonding(thermal spraying)d & ##
(B R LSk B A i surfacing Hi
o

S HR TS A o R T A O T B 4% o G P e D
B

drag (thermal cutting)F#EE (A TED M
#EU B R D R R AR D) W FLE BRI DR
EmisHOR 2z AmEEEE.

drag angle R fh PR R G M A A,
Zibackhand welding G, . ZMmER
JATHa R, PR, SRR, B, DURAY
B Bhmt N AL B

drop-thru™F 3 —MAFEAN TEREXXBAR
SEELER, W TEHL R B IR TR
BERSRIX -8R, BHTAENARIEES
REBHERZRIRET HEASETIE2H.

drum B2 —FHERFAHEELE, £ —
MRKMRe, REEHOBEEERES R,

duty cycleiBfiZ:g  EERHRIRAMREA,
BEEOmin N, BEEBESRZHHTFTAIRT
VERy BRI £ 38

dynamic electrode force ZpHHH H
electrode forcefi Bt 1o

2R

electric brazing M EFHF BiEE®RBRIE
resistance brazing HipHEF £, arc brazing
HLALEF AR

electrode My UM &, 2] HRERBZPFH—I
ok, B EHRKSRAIN. RS, §
Rarc welding electrode WM, bare
clectrode g%, carbon electrode ik,
composite electrode & &4 4% 4& , covered
electrode # 1% &%, electroslag welding
electrode M HHt, emissive electrode
B L, flux cored electrode ¥ RIF &
(£, lightly coated electrode # ¥ Fl 42
%, metal cored electrodefFRIFFEIA &
(4243, metal electrode & meALilk, resista-
nce welding electroded PRtk ,stranded
electrode& 448 %, tungsten electrode &
R

electrode extension(GMAW,FCAW,SAW)
B Mg BIERSERPRINE, FRE
e kR, HIRS) 1R R B i Sk
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BASME R LIR LK B,
electrode forceli i IEH
dynamic electrode force(resistanceweld-
ing) FEBBESH M FR o pRLAR
BAAE, SERMEN, EEEREREF
Rz E LAz .
static electrode force(resistance weld-
ing)BABRE N (BB i BELR 3
A, SRR, EREXFTERSA
dguEd, BENLAZH, FH ik Z AW
Ho
theoretical electrode {force(resistance
Welding)ﬂﬂi’t‘,iﬁmﬂfﬂ (HEAR) = H
BB AT SRR, e RERA
ki T A gam a5 RE LR AR
i s PR BL I R SR LR B o
electrode holderds#f4f HFHLR R &
CHL I3 RNt Sl i iy —F T H
electrode lead Ha#f G2k R i SRR
Hrz il ny TR,
electrode setback(plasma arc welding and
cutting) B B PN AHE B (R IR 5 L0 ED
o A by W b % A B IR 48 AL R T AU BE £Y.
electrode skid(resistance welding) H # #
% (RER) R LR AR 2R
£, BRE THRERRS.
electrogas welding(EGW)Khr#f —#i
MRk, Bk ORe STAZ LS
Momi e RIt 2 ma A, SR RARRE
e R, RTHTREL, BFTHKOR
2, FWEUCEE, WaARAsS iy RiRe
S B ERT.
electron beam cutting(EBC)H FHRINH
7] F Ak A ph sl T4 R A o R O 4 ok B 5
& T ok Tk Em i a—Fa Bk, ShmRk
= AR A,
electron beam gundi ¥  FPEFMER T
H—FE B, AMHERERMR OPRITE
EASL o B AR B R B P R T AR
T, BEERER GFRREME MAX.
electron beam gun columnil TR H,
T n LR PUBR Bl B e, X T L
fa¥h TR, BRERMEZE.

electron beam welding(EBW) i T3k 12
) B Al v e, - 2 O Y 2 0 o s B o B
LB AR ES RS A —F k. R
electron beam welding——high vacuum
BESH 7 % B, electron beam welding
— medium vacuum{KE 25 F 3 12, elec-

tron beam welding——nonvacuum I HZ3
HF R
electron beam welding——high vacuum

(EBW-HV) BHEZHB TR BTRIEY &
f—Fh, BEREERLN107*~10"'PaTFikt 13
1.

electron beam welding——medium vacuum
(EBW-MV) R H i F k1R RSN &
Fy—FF, BEREERBRAHDI0~3(109Pa TiE
i, “BEZZ” X—-RIEBHEEHRD “R” R
“HaHZE” BEHIEH.

electron beam welding——nonvacuum(EBW
-NVY R E 2l F 3R 4% BEFREHEN—
, RBEEXRKEITHSH.

electronic heat control (resistance weld-
ing) L AN AI SR CREESD) BEfTHFEMRRE
st T R B T B A R AR KR
Fhkp i (HRME M—FhEE, WEE
e AN g AR T o SR D A AR K — FT TR IR
PR H1L iR

electroslag welding(ESW)H ## R
AL REGR THERE LS RS A1
— Rk, BREHAE, Bbdax EEL
B 4B T O B R A, ORI
Wb BTG, MERTUAKTE SRAEENHT
o, 3 76 el B A 4 TR S B A e BEL PR PR TR R
BERA, B0 electroslag welding elec-
trode @4, consumable guide elec-
troslag weldingyWi R,

electroslag welding electrode R Hi R W
# AR khwEEERE, BLEESE
w2 R R T

emissive electrodefilf & hEEBEE &R
g A gond LR — BT AR B R
— iR &

end return R
o

R AR IE boxing &
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erosion(brazing){&#nh (§F4 BT &
LI R B T T AR S 1A 1 I B R Ay — TR R
e

exhaust booth Hix  —FHLEERE 2 #
P i, FIUHME S THREEKOESEE XL K&
. KRR,

face feedh ik ¥t B AT 45 B R FF P e o) £
sSkmAERE BEEFIMA,

face of weld#TERH T REM—THHF
ZkFKMm.

face reinforcementiF & B Bkt T IR B
—m g RE, 2R root reinforcement
HIBAR o

face shield(eye protection)®E (H#H)
BIEIREE R B RBE R —F AR E
EARBPIREMET. £lhand shieldF
XM H, helmet 3k &,

faying surface #&H  —ATHELRE S
2 E A 5 — T o SR T B S A R

feed rate (thermal spraying)i% ¥ 3 (4
) R0 TR PR BERLE T AR R R B A2
spray rateBiRRFFH ik,

ferrite number & FEHEIH FEIEREEAE
MR L RSB EABRN R EMRMEE, JE
BBE— — R B R LR R BB RET
SURBERRATESH. BAEHFHZ AWS
Ad2, BREBREAABEARGERIKERS
BN 2 R,

filler metal ALK AT IR, BEEF R
HKEFBHEMNAER., 21 electrode iR
%. #3, welding rod3#, backing filler
metal 4 BitHh, brazing filler metal
554, diffusion aidy gis@phkl, solderfkf
%}, spray depositffiRiRE.

filler metal start delay time HF L BRE
Fif i} JAHL 3B AR L FE £ R IT 353K 3 2 TRl AY
et 18] [ B

filler metal stop delay time T L& BERE
3% Bt ] AL i BRI SR B T & R AL 2 1A
alagiakia) N

explosion welding(EXW) )@ —FEXR
BegEFS, BEAHRAERIE ESRTALLR
b Brab L s R TR RS

eye size(eye protection)REER (F*E)
R LB AN AXR S, LAk,

fillet weldfgigsy RIS, T gk
RAHELGFEITRER AR ALY, B22
T B A — Fh T A

fillet weld size I8 R~} IR A
fEsize of weldtisgg R~}
filter glassi®ongcid WAL ARG ilter
platel@ B i,
filter lens (eye protection)EdE K (¥ H)
— R RIS E B b,

filter plateteye protection)jE B2y b (o
B RYEREEDS L5, LM RTT RN
i B 3B S — Rk AR

final current &R
Pl 35 4 W i P R B

final taper currentB 48 i ks
Wz RBRBEZANHARK. AnRRLRRR
g ph BLR S E B R AL

fines 405t FE ] B4 PREL R L XE 40 A B
¥ho

firecracker welding 5§12 ZEE&ABRM B
Tk —Rh LR, B—BREHR AN ELS
BB I SR m T, SEdRb XEE
12 4B BRI KRS TR,

fisheye Az TE B0 450 D R T W B — R A
ek, B—Frhik ik 2RBMN X BN AL
B 3

fissure 4% —Fhie sy By GRITEIE) 1 2
LR S A kS, B 1Ak “% H(macro)”?
& “ B (micro)” RFRRHEMI KN,

fixtured: B FDAGR 5 05 14 T4 T IEWH
R FRNEE,

flame cutting:kKigH #l
oxygen cutting® ST,

flame spraying(FLSP) KM%

TR WD M2 R

JUR? A B i e o

— Tl ghimy



