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1101| 1B
FlRsEEgE D, SR #H | Ceapra
&, #HASRARTHEHE T4 | Welding
HATEEMN S R, BN LR &M | Schweissung
k4, BRLEX. Ttk
1102 {88558
BE—ELTE&MET, BRIE4EN | [pouecc crapku
- aE, HAp@ETEESIE—R5Y | Welding process
B\, LY BIHIGER, 4R, | Schweissverfahren
g R, wHaR
1103 R H ™
HEIR B A Hanpasnenne ceapku
Welding direction
Schweissrichtung
BHEH
£ J
- 1104) IR HENFF
BESHMAERES, ARBEEE | Mopsmok ceapxu
IR ERXF. Welding sequence
Schweissfolge
BEEF
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1105| 1R MNAFF
T2 s BRI 4558 1248  Tlopaaok HANOXeHUs] CloeB
MBEERRF, Build-up sequence
Lagenfolge
HEET
1106 Y2iH
H—RIEBITE R AR E R, (Bamx
Pass
S Schweissraupe
1107 S

1108

1109

BAREIR B EREEET
SER B IREE,

MR
BEMRABRBELERELEETE
R IR

2R
BE—-BRRRERNBESE,

B4

OnHonpoxoaHas cpapxa
Single-pass welding
Einraupenschweissung
VN e SAREE

MHoronpoxonHas ceapka
Multi-pass welding
Mehrraupenschweissung
TNVTF 4 e NAPREE

Crapounniit caoii
Layer
Lage
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R & 1 AR E R OE IO F i s
1110/ B IR
A IR A% PR — 212 58 & B T | Onuocioiinas capka
S SR, Single-layer welding
Einlagenschweissung
BERme
1111 EBIR
B IREEAR I & B 47 58 4 JB T 58 | MHorocsolinast ceapka
R B KR Multi-layer welding
Mehrlagenschweissung
EREE
1112 IR R
FERIRN, B (HHMMPE) |Pacnonomende ceaphbix co-
BT B, KBIBEME | evnenni
K4, H: B4R, LR, HIR, 9 Welding position
R A, Schweissposition
LY
1113 F18
& (SHMBHIE) AF T2 Huxeaa ceapka
L, BRILWRIT4FETHRE, Flat position welding
Waagerecht Schweissung
Tt
)
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U Y LA EE, H5KT
T+, A R I S 17 9 A0

KFE AR
2 T A5 T A 2 ik B e B AT
MR,

iR

Cpapka yrJosoro msa B Jio—
AOUKY

Flat position welding of
fillet welds

Schweissen in Wannenlage

ThRTARERE

Huxusa cBapka yriosoro
1Ba

Horizontal fillet welding

Waagerechtes Kehlnaht-
schweissen
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BeprukasibHasi cBapka
Vertical position welding
Senkrechtschweissung
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G5 A AAERRN | MEGKESEAX
, 1117 Fy b arid
FEIRRY, @1 T LHEATAY LA, | Beprukanbeas ceapka crusy
BREDPX
Upward welding in the
vertical position
Steig Schweissung
L L
- 1118/ A Fart®
WesREE, B EHETHTHLIR, |Beprukanbuas ceapka ceepxy
BHH3
Downward welding in the
v vertical position
Fallschweissung
FE T A 37 18 s 1 2HE 4% 518 | Copusontanbhas csapka
AT R, BEIR BT 55 R B4R 8257 | Horizontal position weld-
“BEIRIRSE”, ing
Querschweissung
-———A B i
: ' %”“’{%{{3;;2”,"33533?
- 1120] iR
B& (FHEHMHKIF) AT T2 |Moronounas crapka
TH, BT A B 347 84, | Overhead position weld-
ing
Uberkopfschweissung
FmEsE
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BBETZ,

O[HOCTOPOHHASA CRAPKA
Welding by one side
Einseitiges Schweissen

REE

JIByXCTOPOHHSA CBapKa
Welding by both sides
Doppelseitiges Schweissen

Cafifeses

Cpapka HUTOUHBIMM BAJH-
KaMU

String beading

Schweissen mit Zugrau-
pen

AP Y e C— vV

Ceapka C nonepeuHbiM lepe—
MeLIeHHeM 3JIEKTPOIA

Weave beading

Schweissen mit Pendel-
raupen

Ty SIRE S

Cpapka yrJjioMm Brepejm

Angle forwards welding

Schweissung mit vorwarts
Winkel

R > f 4




BR 0 AW ARERRY | MAMKBEENAL
1126 FEHRUE ;
F5 2% By ¥ BIL 99 140 J 12 B — Fh R | Crapka yraom masan
BRIEILZ, ! Angle backwards welding
| Schweissung mit zuriick
| Winkel
e Hi 3
§,§///"§’ KA ;
1127|4818
TESR SRR b T4 i E 454k | Crapka nnasnenvem
s, H BT MIE N7 56K % F | Fusion welding
1A% 'Schmelzschweissung
g
1128 EE1R

1129

1130

EREEES, FEMAYR M
E (PREMKEA ) W5Em
& FPIREES B,

W%
WA YO M BIR T L BTsEAT
R (18,

,.!L .

|Ceapka naBneHUeM
: Pressure welding
Pressschweissen

[E#

Crapka C pasgefikoli KpOMOK
Groove welding
Nutschweissung

T — R

Yracsas ceapka

Fillet welding
Kehlnahtschweissung
ARG
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BEIT
BRE—ERKHBER, BT
—BRIEBFEES, RRUR—EiE
S BB SR IR A

BiR=
MR RN T, KE—
BBPGEITHIR BT E, LDAITFR
BRESRIER NG SEE, B
AR, FRARERIET; Bk

AERBARE, A ERIRER,

BT o

I MHorocsiofiHast cBapka 6Jio—
KaMHUu

Block sequence welding

Absatzweises Mehrlagen-—
schweissen

T a oy 2R

O6paTHOCTYNEHYATEIH cnoco6
AYroBOHA CBAPKH

Backstep sequence welding

Pilgerschrittschweissver-
fahren

IR %

Crapka Bpas6poc
Skip welding
Sprungweises Schweissen

A Xy IR

Ceapka Ha NOAKJIANKE

Welding with backing

Schweissung auf Unter—
lage

R S A e
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1135

1136

1137

1138

e kY &
B LAAEFRIPER) Tl L~ Csapka na dbmocosoii no-
AGEAT IR T E, LT R4E  nymxe

HYRIE 5 AR IEIR RIS 5045 8., ;Welding with flux back-
| ing
‘Schweissung mit Pulver-
kissen

77,2 2BHTRE

HEE
FESAM A 3R, 5 TrEdE T Noasapka

EHEEE, HEE RS IUG, 2% Back running

BREAT B —SH K45 W%, 1eh Kapplageschweissung

PR RAR AT, SerE I AR ) | B

- IE ﬁ% °
gt Fuls

FEHATIRER, A8k (R4) |Hanmaska ma CBAPHMBAEMHBIE
B FIREAARIEI, B | kpouku JIPOMEIKY TOUHOTO
WOH LR~ BEH-FRGERE ] vetania

VAR, REEERE, Buttering
Y vH
RIsIR
I B 13 R BE AR 4 5 Bk 'Ceapka ¢ rTy60KHM mpo-
| nJiasJeHdeM

l’Deep penetration welding
Tiefeinbrandschweissung
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