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OTeeTcTBeHHLI pefaxkTop
Hn.U. YBUH

OT COCTABUTESA

Cpapka, SiBngionlasicsl BBICOKONPOM3BOAUTE/LHEIM H 3KOHOMHY=—
HBM CIOcOGOM COefHHEeHHMS! MeTaJ/lIOB, NMOJyYH/la B IIOC/Ie[iHHe AEeCs~
THNeTHs WHMPOKOEe pacnpocTpaHeHne, CBapOYHbIe NMPOUECCH! HeNpe—
PHBHO COBEpLIEHCTBYIOTCS, CO3[aeTCH HOBaAs TEXHOJ/IOrHA H o6opy-
fobpaHHe, HENPEPLIBHO NPOBOAATCSH HAYYHO—HCCileOBATe/ILCKHEe H
NPOeKTHO~KOHCTPYKTOPCKHe paGoThl MO CBapke.

Bce aTO compoBoxpaeTcs nogpiieHMeM HOBOR H yTOYHEeHHeM
crapoil HayYHO-TeXHHYECKON TEepMHHOJION'MH IO cBapkKe,

B astoMm Bemycke copepxurcs okojio 2000 HOBLIX aHTIHRACKMX
TEPMMHOB IO CBapKe C MX PYCCKMMH SKBHBATIOHTAMH M Gomee 140
cokpaulenuf, 3Ta TEPMMHONIOI'HS OTCYTCTBYeT B paHee BbIlE[LUMX
Hay4YHO~TEeXHHYECKHX clioBapsix, MHOrMe TepMHHBI CHaGXeHB! ONpe—
fle/leHHAMH H IOSICHEeHMAMH,

TepMHHBI B BHITyCKe pacHo/IOKeHE! B anbaBUTHOM MOpsAKe Mo
NMepBOMY CI/IOBY H  'MMEIOT CKBO3HYI0O Hymepammio, HacTe TepMu—
HOB BK/IOYeHAa B yKasaTe/lb PYCCKMX T€PMHHOB CO CCHIIKOff Ha IO-
PAAKOBHIA HOMEP COOTBETCTBYIOUIEI'O AHIIMACKOIr'O 3KBHBAlIGHTA,

Bce sameuanns npocyM Hanpaeaate- B BUIT mo appecy:
117218, Mcckpa, B-218, yn. Kpxmxanoeckoro, n. 14, xopm. 1.
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AHITUACKHME TEPMHHBl' U PYCCKHE 3KBHBAJIEHThI

A

1. abutting surface

CThIKyeMasi NOBepxHOCTb (ca-
pMBaEMBbIX MaTepHaloB)

2, abrasion soldering

abpasupHas naika (6ecguo-
copas naklka, nNpH KoTopo#
ypaneHie OKHCHOH IJIeHKH .
MPOMCXOAUT B NpoLecce npe -
BapHTe/NLHOro abpasuBHOrO Jy-
XeHHfl MOBEPXHOCTH MaseMoro
MaTepHaa)

3, abrasive~crystalline
tinning

abpasHBHO~KpUC TAI/IHYECKOe
nyxeHue (cnoco6 nyxeHus c
OlHOBPEMEHHEIM YAAIISHHEeM C
NOBEPXHOCTH MeTalljla QKHMCHOH
IVIEHKH NpPH TPEeHHH TBepAbIMH
KpUCTAIUTHYECKHMH 4aCTHUAMHE
NpHIoS )

4, abrasive rod

abpaauBubifi kapaspau (crep-
J{eHb, CNPeCCOBaHHLIA M3 Io—
powKoo6pa3HOro NPHIOA M ac—
Gecra. lpumensiercs B abpa~
QMBHEIX NAFILHAKAX)

5. abrasive soldering iron

a6pasHBHLt NASNLHHK ( BHCTPY—
MEHT [Uif /TyKeHMSI HATHpaHH—
eM a/UIOMHHHS H €ro CIUIABOB)

6. abrasive—-ultrasonic
tinning

abpasuBHO~KaBHTALUMOHHOE Jy—
wenne (crnoco6 nyxenns c on~-
HOBpeMEHHbIM Y[A/leHHeM C IO
BEPXHOCTH MeTallla OKMCHOH
nnenku noa pefcreuem abpa-
BHMBHBIX 4YaCTHIL, HAXOMSIKXCSH
B KaBHTAUMOHHOM (y/bTpasby-
KOBOM) moJie XMAKOro npunos)

7. absorptive lens

noryowapwas nuHza (ceeTto-
¢WwibTp ANA 3ALIMTHL 3PEeHMS,
¢Hu3nyeckne ceoiicTBa KOTOpPO-
r'o pacCYMThHBAIOTCA TakHM 06—
pa3oM, 4ToOBI OC/iabuTL OC~
nemnsiioMit 6/1eCK H OTPa3HTh
M paccesiThb CBeT)

8, accelerating potential

yCcKopsiomee Hanpsbkenue (npu
®/1eKTPOHHO~/Ty4eBO# cBapke)

9. acceptable joint

_ (cpapHoe) coepmHeHne npuem-~

7IeMOor'o xKayecTba

10. acceptable weld

CcBapHOH WOB NpPHEMAEMOro
xauecTha (cpapnoft WwoB, ynoB-
nersopsonmf BceM TpeboBa—
HHSIM H KPHTEPHSIM IIPHEMKH,
npeanscaHibiM TeXHHYeCKHMH
YCNIOBHAMM CBApKH)



11, acceptance obliged

noanexauut cpaToOYHOMY KOHT-
PoOJ/It0 MM  UCNTBITAHHIO (CBOP—
HOA 1WIOB MM cBapHoe uane.rme)

12, acceptance welding
standard

craupapt (cnewnduxamis) na
npueMKy cBapHbix wBos (i
KayecTny)

13, acetylene heaer

AlUeTH/IEHOBAS PACHDe 16U T ib=
Has pamna (s yoTo:OBKM H
XpaHenus 6GanjioHc’s C aueTH—
nexom)

14, acetylene -.l:izer

AUeTH/IEHOBLIfl penyxrui:

15, acetylene sol + ng
torch

nasylbHUK V19 NManKH &an’ ‘Hie-—
HOBLIM IlJIaMeHeM

16, acid coating

pyAHOKMC/I0@ foxphitie (Ha
snekTpone)

17. acid core solder

TpyGYaThift i:pHMIONR C KHCIBIM
cepaeYHUKOM

18, acid-free flux

BeckucnoTueft ¢uiioc: (Manoax—
THBHLIA ¢uuoc ana naitxy, He

BLISLIBAIOUIKA KOPPOSHH NaSHOro
CoeMHe HHs)

19, acidic coated electro—
de

JNIeKTPOA C KHCI/IbIM TOKPbITHEM

20. acoustic coupling
monitor
npubop AN KOHTPO/A NOCTO—

SHCTBa Nepefauy aKycTHYec—
Koro curiana (npu ynbTpa-

- 3BYKOBOM MCﬂbl,TﬂHHH); 'eHe~

PATOP CHHXPOHMIHPYIOWNX HM-—
nyiLCoB

21. acoustic emission moni—
toring technique

HetdeKTOCKONHUA CBAPHLIX WBOB
C JOMOWIBIO AHANKH3a aKyCTH—
YyecKo#t sMHCCHMH BO BpeMs
ceapkn (MeTron ynpaBneHus
aKYCTHYECKMM HaNy4yeHHeM )

22, acoustic shadow method

MeTOA 3BYKOBO#i TeHM (B yabme
pas3ByKoBOil nedeXTOCKOMMH,
NpH KOTOPOM YI/bLTPasBYKOBBI©
Kone6GaHnsi BBOAATCH B KOHTPO-
NHpyeMoe K3fene ¢ OAHON
CTOPOHHI ¥ Y/ABIMBAIOTCH YyB—
CTBUTE/ILHBIM D/IEMEHTOM C
Apyro#t cropoHsl, [lpx HaMM4HM .
nedexTa ¢uKCHpyeTcs ocnabne-
HHMe CHrHana, T.H, BO3HMKHOBe-
HME TOHHM)



23, acoustic unit

akyctHyeckuft ysen (B ynbrTpa-
aBykoBoff cBapouHOff Malunne,
cocTOoAMA H3 MArHUTOCTPHK—
LUMOHHOI'O M3nyyaTeist M BOJ-
HoBOQA)

24, activated rosin flux

AKTHBMPOBAHHLI KaHK$ONLHBI}
¢pmoc (duuoc Ha xKamupomsHOM

ocHOBe c pofaBxkofi Ans NOBbi~
LIGHH CMA4YHBAGMOCTH IIPHIION)

25. activating addition

axTHBUpYlowan npucanxa (pep-
KO3eMe/ILHOr'0 3/IeMeHTa K
BONMLGPaAMOBOMY HennabBsuleMy-—
.CAl 3NeKTpoAy Ans [yropoft
CBapKH M pesxn)

26, active flux

axThBHLIt duuoc (BCTynaoum#t
B XMMHYECKOe aaanmoaeﬁc'raue
c Me'ra:mom) -

27, actual throat thick-—
ness

daxTHYECKas TO/MUMHA CBaPHO-
ro wsa (paauHa nepneHaMKyns-
.pa Mexay ABYMs napaineib—
HbMH JIMHHSMH, NPOXOASUMMH
NO HapYXHbLIM I'DaHHLAM WIBA;
oflHa B3 3THX /MHKA fABNseTCAH
KacaTe/bHOf K MOBEPXHOCTH
uiBa, a Apyras NpOXOMMT 4epea
HanGonee yRaleHHYI0 TOYKY
nponnasnenus)

28, actual weld current

a¢pexTHBHLIA CBAPOYHBIA TOK

29, actual weld voltage

a¢pexTHBHOe CBaApPOYHOE Ha—

npspkeHue

30, actual welding time

YHCTOe BpeMsl CBAPKH

31, adapter polarity

NOASPHOCTL 3axumoB (npu
cBapke)

32, adaptive control

apnanTueHOe ynpaBiieHue (Ha-
npuMep, NMPOLECCOM CBAPKM
c npuMenenseMm po6ora)

33, adaptive weld path
following motion cont-
rol system

CHCTeMA apfanTalMy B [ABJKe~
HHH TIO CBAPHMBAGMOMY CTLIKY
34, adhesive spot welding

KOMOHHMPOBAHHOO COeNMHEeHMe
*cxnefika—~TOveuHas csapka”

35. adjacent to-the~weld _
area

OKOJIOWIOBHAS 30Ha

36, adjustable—angle torch

ropeiika ¢ peryiLis:
JIOM HaKIIOHA

SMIBIM YT
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37, adjustable—gun viewing
system

ONTHYECKas CHCTeMa pa3pepr—
kn (a/exkTponHoro nyya) c ne—
peMelneHreM IylKH

38. adjusting data

ycTaHaB/mBaemrle ( perympy-~
eMble) NapaMeTphl pexHuma
( sanpumep, npu cBapke)

39, ‘‘after thefact’’ moni-
toring device

npubop ynpab/ieHHs N0 $paKTH-
yeckuM nokasatensaM (snexT—
POHHBI# 11pH6Op ynpaB/leHHst
alleKTpoCcRapKo#i 110 pakTHyec-
KM NOKa3aHHAM AATYMKOB Ny-
TeM CpaBHEHHMs HX C 3aaHHbi~
MM Be/IMYHHAMH TOKa, HAINPSKe—
HHSl, MOLIHOCTH, HMH{pPaKpPacHOIo
Hanyye:us M Ap.)

40, aftergeneration

AONO/HKTE/ILHAA [OAAYa 3alUMT-
HOro rasa (K MecTy cpapkh)

41,agglomerated alloy(ing)
flux

KepaMHYeCKHHA nerupyiomsh

¢unoc

42,agglomerated flux
Kepammieckut ¢uuoc

43, aggregate length of
welds

cymMMapHasi [UIHHA CBapHbIX
1WBOB

44, air—ammonia mix
testing

HCIbITAHHE BO3[AYXOM C aMMM—~
akoM (McnbiTaHMe CBapHOI'O
H3(e/iig Ha FepMeTHYHOCTL 34—
NOJ/IHEHHEM ero CMechio BO3[y-
Xa C aMMMAaKOM, OcTaBjsiole
NpUM NPOHHKHOBOHHHM Yepes He—
IUIOTHOCTH NATHA Ha NOKpPbi-
paiollel M3ge/le TKaAHM HIM
6ymare, nponMTaHHO# ¢eHos-
¢ranennom) '

45, air-benz-soldering
iron
GenauHoBLU nasmuuk (c He—
npepriBHBM MOAOI'PEeBOM cepaet—
HHKA OEH3HHOBO3AYIHBLIM IlIA—
MeHeM)

46, airborme particulate

PaBelleHHas B BO3[yXe YHacTh~
ua (B oTxopsumx rasax NpH
cpapke)

47, air—controlled welder

cBapoyHas MaluMHA C NHeBMA-
THYECKMM IIPHBOAOM

48, air feed

nHeBMaTH4yeckas nopaya (cno-
cob, IpH KOTOHOM CTpPys BO3-
AYXa CIYXHT HOCHTENleM MNo-



pouikoo6pasHoro MaTepHana,
NpefAHa3HAYEeHHOI'O /i1 TepMH-
YeCKOro HAaNnbUleHMs Ha NoBepx-—
HOCTb HM3Ae/Mi H/IN [ HHXeK—
THPOBAHHS B MCTOYHHMK TeIna)

49, air inspiration

noacoc Boaayxa (Hanpumep, B
cCHCTeMy MOAaYH 3aUHTHOrO
rasa) ’

50. air mi croplasma cutting

BO3MylUHAd MHKPOIIA3Me HHAN
peaka

51, air—operated hand
grinder

py4HO#{ MHeBMaTH4YeCKH 1IN-
dopanbubit cranok (ans sa-
YHCTKH CBAPHBIX IUBOB)

52, air pinch welder guns

NMHeBMATHYECKHEe CBapO4YHbIR
KJIelHn

53, air—plasma atc cutting

BO3MywWHasA Ila3MeHHO-AyT'0Bas
peaxa (p xauecrse nnasmoo6-
pasyiomero rasa HCHOIL3yeTcs
BO3AYX)

54, air stream testing

ucnerranne o6pypoMm (mierma-
THYECKOe HCNBbITAHHe 06ayBoM
CBapHOI'o coepMHeHHs cTpye#
CXaToro Boagyxa c Habmope-
HHeM 3a o6GpaTHOR CTOPOHOH
upa, 0HMaz3aHHOR MBUILHEM

pacTBOpoM, Ha Kotopoft B
MecTax HeMJIOTHOCTed noapns-
10TCS 1y3bIpH)

58, airomatic welding

9/leXTpHYeCKas AyroBas cBapka

56.alcohol booster

YOTpPORCTBO ANf OxpaumBainsg
N/IAMOHN T'Ope/IKM NapaMu
(MeTunosoro) cnupra

'5’7. aligned joint

BLIPOBHEHHEM WIOB] BLIPOBHRH-
HOe coednHeHHNe

58, alignment device

BrIpaBHHBAalAllee ycTpoHicTro
( HanmpuMep, nna BLIpABHUBAHUS
KOHLOB Tpy6 nepen cBapkof)

59. all-around welding

cbBapka BOB IO IlepHMe TPy

60, all-purpose flux
yHHBepcalbHbI quuioc

81, all-weld metal strength

MPOYHOCTh YMCTOr'O HamlaplleHk-
HOr'o MetTalna

62, all-weld test piece

lte/mHOCBapHO# 6/I0K Ans HMc-
nerrauft (cocront M3 opHoro
MM HECKOMBbKHMX CILIABIIEHHBIX
BMECTEe BAJIMKOB, MOXeT BKILO-
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4aTh HAM He BKINOYATH OCHOB—
noft MeTa1)

63, all-weld test specimen

HeJEHOCBAPHOH ONBITHLIL 00—
pasen (COCTOHT IIOJIHOCThIO

N3 MeTajlla, HAIl1aBJ/IeHHOI'o
npu ceBapke)

64, allowed electrode wear

AONYCTHMBI H3HOC »JIeKTPOoRa
(npn Toueyno# ceapke)

65, alloy eutectic brazing

KONTAKTHO~PEAKTHBHAA nafika
(npu xoTopo#t mpunofi o6pasy-
eTcs B poa3ylbTarTe KOHTAKT-
HO~PEAKTHBHOI'O TUIaB/IeHMS
NPOMEeXXyTOYHOH NpOK/IAAKHM H3
3BTEKTHYACKOr'O CI/ABA)

66, alloy--fortified flux

nerupycwunt ¢uuoc (npi cpap-
xe)

87. alloy powder electrode

3/IOKTPOA C NOPOWKOBLM IO~
KPLITHEM M/IM HaNO/HUTeJeM

M3 NeTHPYIOUHX 3/IeMEHTOB
(npy HannaBke Ha NMOBEPXHOCTb
Hanenns Takofl aneKTpoa ofpa—
ayer cnnap TpebyeMoro xumm—
4eCKOro CocTaBa)

68, alloy tubuiar wire

Jlerypyioias NpUCano4YHas Ipo-—
BONOKA C (NUOCOBBLIM CEepPHAey=—
HHKOM

B

69, alternate polaring
operation

cpapka C nepeMeHHOl nonsip-
HocTblo (Ccrnoco6 cpapku co—
NpoOTHB/IIeHHEM C INpHMeHeHHeM
QNS BLIIOJIHEHMS TOc/iefoBa-
TellbHbIX CBapHbiX LIBOB MM-—
nynLcobB nepeMeHHOH mnoagp—
HOCTH)

70. aluminium ball bonding

MHKpOCBaApKa ¢ npuMeHeHHeM
aJuoMuHHeBporo uapuka

71, aluminothermic fusion
pressure welding

KOMOMHMpPOBAHHAA TePMHTHAS
ceapxa (npu XOTOpPOH I'ONOBKM
penLcop CBApHBAIOTCH NPHIIO~
MEeHHMEeM YCH/IMA CXAaTHd, KakK
npu TepMHUTHON cBapke papblie-
HueM, a uefika M nopowsa
penbca COeAMHSAIOTCH TaxK Xe,
KaK npun TepMHMTHON cBapke
nNAaB/OHKEM )

72, aluminothermic fusion
welding

TepMMTHAS CBAPKA IL1AB/ICHHEM
TepPMHUTHAS CBAPKA NpPOMeXy-
TOYHEM MHTheM (npu xortopo#

XMUAKMA TepMHUTHB! MeTasul ,

pacnnapnsieT MeTajul cOe[NHs~
eMpIXx peranefi B MecTe CTHIKA
MO0 BCEMY CEYeHMIO H CIIyXMT
NPUCAAOYHBEIM M8 TaJLIOM )



73. aluminothermic pressure
welding

TepMHUTIAs CBAPKA AAaBlleHHeM
(ceapxa, npopoaumasi ¢ Ha~
rpeBoM MeTaijla NPOAYKTaMH
peakuMy IOpeHMs TepMHTa [0
TeMmreparypbl, OAH3KOH K TeM—
nepatype N/aBlieHHsi, C TNOC/e—
ayowe# ocankoft Ha npecce)

74. aluminothermic process

TepMHUTHasi cBapka

75. amount of penetration

ray6uHa nposapa
76. amphoteric flux

amgorepust ¢uuoc ( dmoc,
oGnapaoumfi 0AHOBPEMEHHO
cBolicTBaMy cnabpix KMC/IOT
% OCHOBaHM#)

77. ample penetration

AocTaTO4YHLIA poBap

78. Amsco welding rods

npucanoyHpie NpyTkH “Amcko”
(¢upmensoe naspanme) (npu—
MEeHSIOTCH /ISl HaIVIaBKH Bbl-
COKOMAPraHUOBHCTHIX CTaJeft)

79. analog timer

AHAJIOT'OBLI pery/saTop BpemMe-—
Hu (npuBop pnst perynupoBa—
HHSl MHTepBa/IOB BpEeMeHH IO
M3MeHeHHIo /uoboro ¢puanyeckKo—

ro napameTpa, 3aBMCSIUErO
OT BpeMeHH)

80. angle beam UST
(ultrasonic testing)
equipment

ybTpa3BykoBo#l aedeKTOCKON
C HakjionubM nyyom (npnsa 06—
HapyXeHUsi BHYTpeHHHX AedeK—
TOB B CBapHLIX WBaX)

81, angle electrode

HaKIOHHBI anekTpod (anexT—
POR /sl TOYEYHOH CBAPKM, NpH
xoTopo# pabouas 4acTb IJICKT—
popa He nepnenauKy/aspHa K
OCH XBOCTOBHMKA 3JleKTpoaa)

82, angle of vee

yron paspenxu (packpbiThs)
xpomok (npmu noarorobke mMa-—
TEepHalioB AN M3aenui x
ceapke)

83, angle searching head

HaKJIOHHBIH HCckaTers (s
YLTPa3ByKoBO# fAedeKTOCKO -
n )

84, angled tip

HM3OCHYTHA NOA YriioM HaKO-
HEYHMK CBAPOYHOH ropenku
H/M pesaxa

85, angular distortion

yrnoeas pedopmaims (cpapro-
ro uma)



86, annealing conditions

NnapaMeTphel OTXHIa; peXxHuM OT-—
xura

87. annular groove
preparation

noaroroeka (paspenxa) Kpo— -
MOK IO OKPYXHOCTHU

88, anode drop

napenue Hanpsoxkenns (B aHop-
HOlt OGNnacTH CBApOuHOH AYTH)

89, anode weld pool

cBapoyHasi BaHHA NpM NpPAMOH
nonapiocTi (MHHYC Ha allekT-
pone)

90. anti—glare safety gog—
gles

Hecllensauye 3allUTHBIE OYKH

91, anti—spatter compound

cpeacTBO IS 3alMThl NOBEpPX—
HOCTH M3[felu#t OT HalMINaHMs
6puiar (MeTanna npu ceapke)

92, arc—augmented laser
welding

KOMOMHHpOBaHHAA 1a3epPHO— QY-
robasi cpapka (cpapka Bbmos-
HfeTCHd OAHOBPEMEHHO JTy4YOM
nasgepa H Qyrofl Mexny 3JeKT—
poAoM M H3paenMeM; 3E€KTpof
MOXeT pacrnojiaraTbCfi KaxK cC
oaHOf, TaK H C Apyro#t cTopo-
Hb! Wpa)
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93. arc booster

YCKOpHTEe/Ib 3&XHraHua fayru

94, arc breakdown position

MeCTO O6phiBa AYTH

95. arc breakthrough

npopee AYTH (Hapywenne
HOpPMA/ILHOI'O TeYeHHMs Npollec—
ca ceapku mop d¢vuocomMm, cCO—
cTosilee B NPOpLIBE NapaMH

M ras’aMH CJIOSl XXHAKOro ¢uuo—
ca, nog KOTOPBM TOPHT AyTa)

96, arc cleaned weld

OB C NnpeaBapHTe/LHOR Ayro—
BOit oyncTkoft Mertanna (won
Ha NOBEPXHOCTH, OYHUIEHHOH OT
OKMCHON mnieHxku nyro#t B pe-
3y/lbTaTe KaTOOHOI'O pacHbl-
nenus) '

97, arc cleaning current

TOK O4MCTKM (npH oumcTke
NMOBEPXHOCTH MeTalia ayro#

B pesymLTaTe KATOMHOrO pace
nbIeHMS )

98, arc crater withdrawal

BLBOA KpaTepa (nepemeuenue
ayrH M CBApPOYHON BaHHLL NpPH
ayroeo#l ceapke Ha BCHOMO-
rareiibHy10 MeTalm4ecKyio
M1IaHKY C Lelbi0 YCTpPaHeHHs
KpaTepa B KOHUe wBa)



99, arc crowding

yxopouenne pyrn (ymenbe-
HHE [/MHBI AYTH MEXAY SJeKT—
poaoM H cBapHMBaeMbiM H3pe-—
nuem)

100, arc extinguishing

noracaHme AyrH

101, arc eye

rnaa, TpaBMHMPOBAHHBIA uyro-
Bo#i ceapko#t (TpaBMa rnasa
HITyHeHMEeM 3JIeKTPHYeCKOMH
AyrTH)

102, arc flame
opeos1 ayTH
103, arc fluttering

nyibcalus RyTH

104, arc fogging

pyanupopanse ayru (onrtun-
YecKkHe NMOMeXM HpPH NOABOA~
HOMt cBapke H peake, 3axpbr
BaloWHe AYry OT a3 onepa—
Topa)

105, arc gouging electrode
3JeXTpoa Wis Ayroeofl mo—-
BEPXHOCTHOR pe3KH

106, arc—hydrogen welding

aTOMHO~BOAOPOAHAS AYTOBaM
cpapka

107, arc initiation

BO30yXfAeHHe AYTH

108, arc off-time

oblasi NpoAo/DKUTENLHOCTD
AYr'OBOH CBAPKH 34 BbMETOM
Y}MCTOr'0 BpemMenn paboThl nyrH

109, arc on—time

4KCTOe BpeMsa T'OpeHHs AYTH
(npu ceapke)

110, arc~out

npeKpaweHie 3MUCCHH 3/eKT—
poHoB (npH aneXTPOHHO-yYe—
BO# cBapke)

111, arc outage

nepexpbiThe pyro#t (Mecta
CBApPHOTO 1BA)

112, (tolarc over
nepexpriTh RYTOH
113, arc plasmatron

AYT'OBO# IIA3MATPOH

114, arc plot

cTaTHyecKasi XapakTepHcTHkKa
AyrH

115, arc puddle welding

BaHHOAYTOBAsA cBapka (xapak—
TepH3yeTCsl YBe/IMYeHHbIMH
pasMepamMH CBApOYHON BAHHLI,
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yoepxuBaeMoOi B creuMabHOR
dopme; nurednas cpapka)

116. arc quench

raueime Ayru

117, arc root
ocHoOBalie, CTONG 3/eKTpH-—
4eCcKoi ayru

118.arc scar

kpatep; ciea ayru (cnyuah-
HOe MOBPCKAEHHE CBAPHOTO
wea ayroit)

119, arc solderer

ayroeol nasmuHuKk (HarpepaeT—
cd aneKTpMYecKoit ayro#, ropsi-
Wwei MeXay ABYMS YTOMLHbIMH

JIEKTPOAAMH MJIH MEXAY 3JIeKT—

POMOM M M3MAEHEM )

120, arc starting nib

BLICTYN AN BO30yXneHus AyTHM
(Ha nnockoit mopepxHOCTH oA-
HOlt U3 peranefi, cBapuBaeMbIX
ynapHo# cpapkoit)

-121, arc strike

MecTO BO30OyXpaeHMsl ayTH,
cnen nyru (Ha noeepxmHocTH
u3nenus NpH ciydalHoOM 3axu-
raunu), oxor (uapems) cpa-
pouno#t pyro#

122, arc suppression

rauenne ayru
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123, arc migration

cM. arc wandering

124. arc wandering

6myxnanne ayru (6ecnopspoy—
HOe IepeMellleHHe CBapo4yHO#
AYTH 10 IOBEPXHOCTH M3ne—
Nus Nop BIAMSIHME ee 3arpsio-
HEeHHsl, NIOTOKOB BO3ayXa M
MAaTrHUTHBIX IOfedt)

125, arc weldability

CBapUBaeMOCTb IIpH uyroaon
cBapke

126, arc—welding robot

po6oT ang AyroBoit cBapKM

( aBTOMaTHYECKOE YCTPOHCTBO

ps ayropo#t cBapkyu ue'ranen

MaumH)
127, arc welding with ad-

ditive flux

pyroBasi cBapka Ha ¢uocoBoft
noayuike (opHocTOpOHHSST cBap-
Ka nop ¢uuocoM C NOJHBEM '
MpoIlaB/ieHHEM, IIpH KOTOpOit
cBapMBaeMple KPOMKH pacro—
flaraloTcs Ha CHeuMabHOM
[IpHCnocobeHyH, ynepXHuBao—
weM ciofi duuoca, npmwxUMae—
MpIft X KPOMKAM CHH3Y)

128, arc welding with the
bundle of electrodes

ayroBbas CBapKa Iy4YKOM
anexktTpopoe (pyuynas ceapka ¢



HCMO/L30BAHHEM OfHOBpeMeH—
HO HECKO/IbKHX CKpeIlieHHbIX
Mexay coGofl alleKTpoaoB ¢
KaueCTBEeHHbIM NOKPhLITHEM,
BCTaB/IieMbIX B OOUMHA 3/eKT—
ponofepXaTtens )

129, arc welding with,
supported electrode

Ayropas cBapka C OfHpanueM
snextTpopa (c McnonbaoBanueM
3/lekTpoaa C yBeJIMYeHHOMH
Maccoll MOKpLITHs, OGpaayioine—
r'o NpH NNABIEHMHM KOSbIPEK,
KOTOPLIM 3JIeKTPOR OMNHpaeTCH
B Npolecce CBapKH Ha H3fge-
nne)

130, arc welding with wa-
ter vapour protec—
tion

Ryropas cBapka B cpefe BOAs—
HOr'o mapa

131, arcatom welding
aromno-aonopomian ayrosas
ceapka

132, arcatom welder

ammapaT f/is aTOMHO—BOAOPOR~
Hoff cBapxu

133, arcing end
paBouuft xoxen (snextpopna)
134, arcing stability
test(ing)

HCIbITAHNE Ha yCcTOWYMBOCTBH
ropeHns [yTH

135. arcing voltage
pabouee nanpsxenne (anexm—
pwiecko#t) ayru

136, arcless metal trans—
fer
Geanyropolt mepeHoc MeTasuia
(mpu snexTpomnakopofi cpapke)

137. arcless welding

6e3nyroeas cBapka

138, area spread

HannaBka; HapalBaHue Nno—
BEpPXHOCTH

139, argon—hydrogen arc

aproHo~BOAOpoAHas pyra
(nnasmenmas gyra c HCHO/L~
30BaHMEM B KayecTee Ia3MO=—
ob6pasyiaueit cpearl cMecH ap~
roHa C BOMOPOAOM)

140, argon hydrogen mix

aproHo—BOAoOpoAHas CMech
(ucnomsayercs B xauecTse
nnaamooGpaayioeft cpenn)

141, argon—-hydrogen
plasma-arc cutting
aproHosonopoaHas mia3MeHHO-
pyroeasi pe3ka
142, argoninflated bag

Kamepa M3 3J1aCTHYHOI'O MaTe-
pHana, SanojHeHHAs aproHoM
( paapyBumiics MelOK M3 Npo-
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3payloro Heropoyero MaTeph-
ajia, Bano/IHeHHbII aproHoM,
[MpumensieTcs npu py4Ho#
cBApKEe HaAXOMSIUMXCS B HeM
Hanenun) .

143, "'argon shield!
welding

cBapKa c aproHHo# saumTohi

144, "'argonaut’’ welding

aprouoayrobpas cpapka

145, ’’'argonox’’ welding

apronokucioponnas (ayroeas)
cBapka

146, arm clamp

pyudHOll saxmM; cTpyOmHa
(npu noproroexe uapesmft nog
cBapky)

147, armoured lens

GpOHMpOBAHHAS JIMH3a {Mar-—
HUTHAS JMH3a cBapo4uHOH
3NEeXTPOHHOR nyluxu, nomMe-
LleHHAN B KOpNyC M3 Xejeaa
ApPMKO, MTO yMeHbWAaeT MNOJf
paccerBaHHa H ycuIuBaeT Ha—
NPSOKeHHOCTL MATrHMTHOI'O MNO-
8 An8 noBblueHHs a¢PexTHB~
HOCTH JTyua)

148, around the pipe wel-
ding

cBapKa KOMbUEBOro wma TPybOsl

149, articulated arc wel-
ding robot

wmapHupHbI poboT pans ayro—
Boll cBapku

150, as—brazed

B cOCTOsiHMM nociie (BricOKO~
TemneparypHoit) nattxu (co-
cTofHHe NAafHbIX H3pe/mit moc-
ne naflxy po xaxkux nu6o no—
cleaylounx alepauMit TepmMu-
YyecKoit, XMMHYeCKON M/ Mexar
HHyecko#t o6paboTku)

151, ASME Boiler and
Pressure Vessel CodF

Cpoa npaBuil IO cocypam, pa-—
6orajouuM NOA AABIIEHHEM,
AMepHKaHCKOr'o o0lecTBA HH—~
XKeHe poB~Me XaHHKOB

152. assen;bly bracket

MOHTaXHada ckoba; cxoba ang
cOOpXH CTHIKOB B MOHT&XHbIX
ycnoenax (npu noarorobke
uaneMHft nop ceapky)

153, assembly welding

MOHTa&XHaa cmlpapka

154, asymmetrical doubje
butt weld

HeCHMMe TPHYHLIR ABYCTOpPOH-

Huft cTokoBoft wop (woB, nee
4acCTH KOTOPOI'O, BLIIOHAEMbIA
C PAa3HbIX CTOPOH, MMEIOT pas—
Hple GOPMBI MM pasmeph)



155, as—welded

B COCTOSIHMM HENocpeiCTBEHHO
nocie CBapKH

156, atomic arc welding

ATOMHO—-BOAOPOAHAS CBAapKA

157.auto weld treatment
of the weld

apTOTepMoo6paboTka CBAPHOIO
wpa (CTPYKTYpHBI® H3MEHEHHMs,
APOUCXOAsiHME B HIDKHMX CIIOSX
MHOI'OC/IOAHOr'0 CBAPHOI'O LIBA

B peadyibTaTe BO3pefCTBHA Ter-
718, BBOAMMOTr'O NPH HAIOXKEHHM
BOPXHMX ClIOEB lIBA)

158, autogeneous weld
1I0B, BLNIOJHEHHLI! ra3oBolt
cpeapxo#t
159, automanual arc wel-
ding
noyapTOMATHIECKAS I'a3oBast
cpapka
160, automat fillet submer—
ged arc welder

aBTOMAT AJid AYT'OBOA CBapKH
nop ¢UIoCOM YTVIOBBLIX IBOB

161. automatic bare wire
welding machine

aBpToMAaT /I CBApKH roJiof
NPOBOJIOKOHA

162, automatic bead track—
ing device

aBTOMATHYECKOe YCTpPOACTBO
ClIeXeHHUsi 38 CBAPHLIM LIBOM
(o6ecneunpaeT nocrosHHOE
paccTosiHie MeXAy MNOBepXHOC—
TRIO IIBA M AETEKTOpoM Aedek—
TOCKONAa)

163, automatic brazing

aBTOMAaTHYECKAasl BLICOKOTEM~
nepatTypHas nafka

164, automatic circular
pipe welding machine

MallHa ANS aBTOMATHYeCKOf
CBapKM KO/ILLEBLIX WBOB Ha
TpyGax

165, automatic control
switch

aBTOMaTHYeCKH#A KOMaHAoAamnma=
par (ans abTOMaTHYecKo#
KOMMYTalUMH TOKa B lensx
ynpaB/ienus )

B
1. back-chipping

poipy6ka (ceapHoro ummea) co
CTOpPOHBLI KOpHS

2, back gouging

YRaneHnne Meramia c oSpaTHo#t
cTopoHbl cBapHoro wsa (ypa-
JleHHe MeTaluila B KOpHe uIBA
NpH HemnpoBape, uTOGLL Obecne-
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YUTL [OJIHOE HpOonjapjienyie

npH nocliepysoueft ero cpapke)

3, back of weld

obpaTHas CTOpoOHA CBAPHOIO
wmBAa

4, backer bead

noaBapoYHbIA WIOB

5. backfire resistance
YCTORYHBOCTL K O6paTHOMY
ynapy niaMeHu

6, backing filler metal

npucanouHbi MaTepuan Ans
nonpapkn Xopusi wea (npeppa~
PHTEJILHO NOMeLIeHHbIt npuca~
pouHbllt MaTepnasn, XOTOpPLIA
NONMHOCTBLIO paciilaBisieTCA Yy
KOpHSI COeAMHEeHHs M CTAHOBHT-
Cfl 4acTbio 1WBa)

7. backing flux

dmocoBasi noayuwka

8, backing gas

rasopas nopyuxa (coapapae—
Masg noapysoM rasa ¢ oGpar—-
HOR CTOpOHBL. CBAPHOIO lBA)

9, backing groove

xaHaBka B nopxnaaxke (mnon
cBapHOfl WOB)
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10, backing-off angle

YrO/l 3aTOYKH TOPUOB 3/IeKT—

popoe (npu pyroso#t cmapke

BO/LYPAMOBLIM 37IEKTPOAOM )
11, backing plug

noaxnapnas npo6xa (npu pyro-—
poil cBapke naTpybka c Kpom--
KamM OTOGOPTOBAHHOI'O OTBEPC-
Tha)

12, backing gas coverage

cMm, backing shielding

13, backing shielding

raazopas 3allMTa KOpHA liba

14, backing welding

noppapka (ceapka nnaenenuem
AN yCTPaHeHMsi HeNpoBapoB B
KOpHe lBa M Ap.

15, backside inert gas
protection

aaumTa KOpHA lBa lmep'mmia
rasomMm '
18, baldnced-pressure
cutter

GearnpkexTopHEIfl pesax

17. ball-fusion condenser
welding

KOHEHCATOPHASI CBAPKA CIJIAB«
nennem B wapux (onnabnenne
KOHIOB neTalleft ManbiXx cede—



Hu#t ¢ ofpa3oBanHHeM CBapHOro
coeaMHeHHsi B BMAE lUapyuxa)

18, balling up

coepouansauns (o6pasobanme
rnobyn XUAKOrO NPHIIOS MM
¢iwoca npu nafike TBEpabM
NpUIIOEM BCJCACTBHC He0CTa—
TOYHOA CMAYMBAEMOCTH OCHOB —
HOr'o MaTepuana)

19, band saw welder

MalHa A/l CBapKH IOJIOTHHIU
NeHTOYHLIX IUN

20, bank-fill supply system

cHcTeMa CHabXeHMs 3auyTHbM
rasom B Ga/loHaX C 3anojHe—
HHEM H3 HUX NPOMEeXYyTO4HOMN
paboueli emxocTy (nurajpmes
pacnpefenUTeNLHYIO CeTh)

21, bar electrode

9NeKTpoaA~onpabKa ( MAIIHHbI
Ana po/MKOBOf CBapKH)

22, bar—type current
transformer’

cTepHepoft TpaHchopmaTOp

( TpancdopmaTop, y KOTOpOro
OGMOTKH OKpYMaioT CTepHHM
MarsuTonposoaa)

23, base metal softening

pasynpoyHeHHe OCHOBHOI'O Me-—
tanna (cHmxenMe NMPOYHOCTH
OCHOBHOI'O MeTa/uia B 30He

TepMJl‘leCKOFO BJIMAHHA CBﬁpHO—
ro wsa)

24, base metal welding
puddle

cBapoyHasi Banla, HAXOAsUUAACSH
B ocHOBHOM MeTaule (neGoin—=
woill 06beM XHMAKOI'O MeTalia,
ofpasyouniica M3 pacriaplich-
HOI'O OCHOBNOI'D M NpHCAQOY—
HOI'O MeTalioB)

25, basis

ocuopa (o6bekT, Haxopauwics
MOA MNOXKPLITHEM MIIM ClyXauwmf
AJIg NnOJIydYeHUs Ha HeM Io—
KPLITHS )

26, basis operating surface

'

paboyasi NOBEPXHOCTL OCHOBa—
Hua (II0BEPXHOCTEL OCHOBAHKS,
NOoAroTOBJ/IeHHAad AN INoJlyde-
HUSI TIOKDBLITHS)

27. bead flathess

ycunenue Banuka wea (Hau—
Soimlas BLICOTA BalMKa
CBAPHOI'0 WIBA OT IUIOCKOCTH,
coeaxuaolel KpOMKHM H3fe—
nus)

28; bead number

yucno pauxos (mMmertanna, Ma—
NIABMGHHOr0 IpPH MHOIONPO~
xopmso#t ceapke)



29, bead-on—-plate weld
Ba/lX, HalabB/ieHHBII Ha
NIAacTHHY

30.bead overlap (ping)

NepexpeITHE CBAPHOIO lIBA
(o6bmHO yKashiBaeTCs B NMpo-
ueHTaX)

31. bead weld

Hannasnenneprt panuk (MeTam,
Han/aap/IeHHbI HA HeHapylleH—
HYIO NOBEPXHOCTBL OCHOBHOI'O
Meranna)

32, bead weld specimen

obpaseln c Hamlap/ieHHHIM Ba-
koM (pns McnbiTaHus Ha
H3ruG) :

33. beam/seam alignment
control facility

YCTPOHCTBO Qi KOHTPOJIA MO~
noxenuss nyda (npu a/1€KTPOH—
Ho-/TyyeBO# cBapke)

34, bearing fixture
onopHoe npucnocotnenre (s
c6OpKH M CBapKu) -

35. bearing projection

onopueit BeICTYN (Ha cTone
JIsi KMCJIOPOAHON peaky)
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36. bell-and-spigot pipe
weld joint with the inner
ring

cBapHOe coeflMHeHMe pacTpys-—
HbX TPYO C BHYTPEHHMM KO/Ib—
noM (coepunenne paspanLuO—
BaHHBIX IO KOHUAM TpYO,
HEeHTPHPOBAHHBIX BHYTPEeHHMM
KOMbLOM )

37. bell-type brazing fur—
nace
neyb KO/MIAKOBOI'O THNA ANA
BBICOXOTeMIlepaTypHO#t nafiku
38. bench—mounted welding
head
cBapoyHasi T'OJIOBKA, yCTAHOB—
NieHHas Hap paboyumMm CTOJIOM
39, beanding post

ynansemsift wrudr pna usrubda
napenus (Takue WTHYTHI NpH—
MEHSIIOTCH Ha CBApPOYHBX CTO~
1aX C OTBEpPCTHSMM C UelbLI0
NpUAAHAA H3[eJIMI0 H3OorHyTOo#
$opmbr) '

40, bevel-free weld
cTrixoBOft OB Ge3 ckoca
KPOMOK

41, bevelling side

ckoc (xpomxu)

42, '*bi-cathode’” welding

“6ukatonHas” ceapka’ (cBapka



Tpy6 miasMeHHOH ropesxo#n
IJIOC I'OpPeJIKOA C HenjaBsulMM-—
Ccsl BOJIbHPaMOBBLIM 3JIEKTPOAOM
B cpefle MHEpPTHOrO rasa)

43, bicycle carriage

BenocunenHas Tenexxa (cea-
po4dHasa Telexxa, y KOoTOpo#
ABa XOMAOBBIX POJ/IMKa Pacrosio—
XeHbl B BePTHKAIBLHOA IJIOCKOC~
TH, & TpeTHH, ONOpHLIL, pacno—
JI0XXeH B I'OPH3OHTALHOR [1/10C~
KOCTH W ynepxmupbaeT Tenem(y
OT ONPOKMALIBAHHS)

44, bifurcated weld crack

pa3npoexnHasi TpeluMHa CBapHOIO
uBa

45, billet welding

cBapka 8aroToBok (ma cramax
6ecKOHeuHOA NpPOKATKH)

46, bit soldering

nafixa nasLHUKOM ( MCTOuHM—
KOM Teljla C/YXHT T'OJIOBKA Ila—
SULHMKA, HArpeTas A0 3afAH~
HOft TeMIepaTyps!)

47, blemish—free surface

BeapedexTHAs NMOBEPXHOCTHL
(meTanna npu ceapxe)

48, blind crack

BHyTpennsiss Tpeumsa (B cpap-
HOM wBe)

49, blind pit

BHyTpennsis nopa (cpsapuoro
wea)

50, blind jaint

1. noraitnoe coepunenue (co-
eMHeHHe, HH OflHa YACTb KO~
TOPOro He NPOCMATPHBAETCH
HeNnocpeACTBEHHO); 2. moTafi—
HOA cBapHO# wWOB

51, blindweld

~ cM, blind joint 2

52, blobby transfer
MeJ/IKOKanelbHblil IepeHoC Me-
ranna (npu ceapxe)

53. blue envelope
romyGo#i daxen; ronybaa Ha-—
pywHas 3oHa (niamens raso—
BOf rope/mxu.)

54, bobbin-type manipulator

PO/MKOBLII KaHTOBATEIb

55. boiling weld puddie

KMIISILIASL CBAPOYHAA BAHHA
(cBapounas BanHa, B KOTOpOI
obpa3yoTcs H BLIXOAAT HA NO-
BEPXHOCTL Ny3bIPbKHM raaa,
O6LMHO OKHCH yriiepona)

56, bolt cathode

KaTOa GOMTOBOrO THNA (B NEKT-
POHHO-ITy4eBO# yCTaHOBKE )
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57. bond coat

chsidbBalice MOokpeiThe (npep-
POPMTENLHO HaHeceHHbit cno#
MaTepHana, KOTOpoif yhydua-
eT airesilo HAHOCHMOI'O 3aTeM
cnosi MaTepHana Cnoco6oM Tep—
Mireckolt Mertammoaiy (Har-
NbUIeHHS )

58, bond line

r'pasfua nporviabjieHisiy JIMHHSA
cruiapiieHig

59, bonded (type)flux

1. xepamityeckuit dmoc;

2. ¢pmoc na cesske (copepxut
B KauecTbe CBSI3KM CH/BKAT
KANMLLHS WM HATPHS )

60, book-type manipulator

KHIKHLIt KantoBaTtenn (ans
NnoBopoTa IJIOCKHX CBapHBaeMbIX
Hapenuit BOKpPYr IOpH3OHTAaIb—
Holt ocu na yron : po 180°)

61, booster charge

[ONOHUTEMBHEA 3apSf; HHMLM-
upyloum#t sapag (npH ceapke
B3pLIBOM)

62. BOP (bead-on plate)
weld

Bal/lMK, Hannap/leHHbI! Ha NHCT

63, bottom echo-signal

AOHHBIA 3XO0=~CHIHAI; HMITYIILC,
OTPAXCHHBIl OT NPOTHBOIOIOXK~
HOll NOBEPXHOCTH HCHBITYEMOro
Haes
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64, bracket weld

CBapHO# WOB B M3felH, 3a—
KpeIlJleHHOM Nepefd CBApKO#
N PIKIMHOA cKOGO#i

65.brass solder

NaTyHHpll npunoit; npuno#t pns
nalku naTyuu

66, braze

nasipt wop (yuacTok nasHO-
r'o coefMHelHsi C JIMTON CTpyK-—
Typo#i, 3aKpucTannHaopablie—
csl B Inpollecce naliky,; nasHoe
coemmuenre (aneMeHT nasmoit
KOMCTpYKUMM, cocTosille# H3
nasiHioro wpa M audgdy3noHHOM
30HBb! NpH oOlleM Harpese MM
mastioro 1upa H 30H TepMH—
YeCKOI'O B/IMAHHMS IIpHM JIOKAIIbL—
HOM Harpebe)

67.braze welding flux

druoc Wig nafkocpapku

68, brazeability

nasemMocTs (OTHOCHTe/LHASA
TexXHOJIoruyeckasi XxapakTepuc—
THKA nasieMbIX MaTepHalioB,
OLeHMBaKAas BO3MOXHOCTDL
06pa30BaHisl HANEXHOrO MasHO-
r'o COeAMHEeHMs NpM BLIOpaHHOHK
TEeXHOJIONMH Nalku ¥ TeXHOJo~
r'MMecKMX MaTepHanax)



69, brazed weld

nasueift cpapuoit wos (wos, no—
mydeHHuIt npu naltkocbapke,
T.e., INpH HeKanuasipHo# naf-—
Xe, NpH KOTOpO# NMpOU3BOMMTCS
pasfenika CoeAMHSeMBbIX KPOMOK)

70, brazement

nagHoe Mapenye; nasiHbii y3ei

71, brazing

BhICOKOTeMIepaTypHaa nafixa
(na#txa, HarpeB npu xotopofi B
MecTe KOHTaKTa COeMHSeMbIX
MaTepHaj/iop M IPHMIIOS MNpePbk-
waer 727 K)

72. brazing conditions

pexMM BBICOKOTeMIiepaTypHo#
nalxu

73, brazing container

KouTeftuep ans nafxu (meran—
nmeckuft saxpurreit cocyn pns
naflky B S3AlIMTHOM r'‘ase MM
B BakyymMe B INe4H)

74, brazingerosion

apoaus npu natike (spoaus B

KOHTaKTe C XHAKMM IpUIIOeM,

BLI3bBAOLIAS M3MEHEHHA pad-
‘MepoB K GOpMBI NasieMbIX pe=—
Tanef)

75, brazing fixture

saxyMHOe NpHCcHocobiieHHe
npu naixe

76, brazing foil
nasnbnas domsra (npucapoy-
Hbil MeTa/nuecknit MaTepnan
st nafiku)

77. brazing force
yCHIMe cXaTHs NpH BLICOKO~
TeMnepaTypHoil naiike

78, brazing gap

nasmeHb#t 3azop (3a30p Mex-
[y COoeaMHSieMbIMH IOBEpPXHOC
TaMH peranelt, obpasyouufica
npH naftke B MOMEHT 3aMo/He—
HMSI ero NpHIOoeM)

79, brazing interface
NMOBEPXHOCTL KOHTAKTA MeXAy
neransaMu npu natike

80, brazing operator

orneparop MauMHHO# MM ap~
TOMaTHYeCKO# naiku; nasime—
MK

81, brazing outfit

NpHHAUIEXKHOCTH ANIa nalkn

82, brazing procedure

meron (mxa) na#ixu (peranu—
HOe OommMcaHMe Onepaluift, npu-
MEeHSIeMBbIX IPH BBLIIOJIHEHHH
nattxu)

83, brazing sheet

TOHKOJIMCTOBOA TBepaAbiA Npy-—
no#t (B BHMAe TOHKOro /mcTa
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MM KaTaHo! MeTraliyyeckoft
MOJIOCKM CO CJI0EM TBEPAOTO
npunosi Ha opHofl My oBenx
CTOpOHAX)

84, bri'dge weld(ment)

CBapHOe COe[IMHeHHe B KOHCT-
pyKumM MocTa

85, bright luminous zone

30Ha sipKoro ceeuenns (mnaame—
HH Tas30BOft ropenku)

88, bristle brush

weTHHHas WweTka (ans sauncr—
KM MasgHblX COefMHeHHH)

87. bronze welding

1. BrICOKOTEMIlepaTypHasa naf-
Ka JIaTYHHbLIM TpUnoeM; 2,ceap-
ka O6poH3oBbIX Hapenui

88, BT [bithermal] weld

CBApHOMl 1IOB C PACHNPOCTPAHE~
HHeM TeIlla B [ABYX Halpabjie-
HHSX

89, bubbly structure

Hoanpepartas cTpyktypa (uwusa)

90.buffer metal layer

cioft OydepHoro npomexxyroy=
Horo Mertanna (HaHOCHTCSH HpH
Hall/lapKe NOBepXHOCTefi TBep—
AbLM CIUVIABOM [ NpeaoTBpa-—
WeHHS PACTPECKMBAHHA OCHOB—~
HOro MeTalllla ¥ yiryulienns
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ero CBSi3H C HannaplsseMbM
TBepPALIM CIIABOM)

91, bulbous cone

NykoBHlieoOpasHoe aAApo IjaMe-
B (rasoeo#t ropenxu)

92 ,bulbous flame design

nykoBuMueo6GpasHbiil npoduin
nnameny (rasosoft ropesxu)

93, bulk carbon dioxide
storage system

GeabanoHnag cHcTeMa XpaHe—
HM$ yriekuclsioro rasa {cuc-
TemMa COCTOHT M3 paboTalouie-
ro Nnop AaBjIEHHEM cOcyRa ¢
TENAOH3oNAUMe U CTaLHLBM
KOXYXOM, yCTpPOHCTBA I CXHMm~
KEeHus rasa C KOMIIPeCCOPOM,
HCMapuTe/Nss M HarpepaTels Na-
poB, yctpoilcTs, ofecneuupaio—
uux GeaonacHocTb paboOTH, U
KOHTPOJ/IbHO~H3MEPUTE/IbHBIX
npu6opos)

- 94, built—up welding

1. napapxa metanna (ceapka
AN yBe/MueHHMS pasMepoB Ne—
Tanum WM QA NPHAAHMS ee IO~
BEPXHOCTH ONpeRe/IeHHBIX
ceoltcrs, OcymecTengercs
crapxoit nnasnenveM (nannap~
KOR) umu cBapko#t naBneHmeM)}
2. Hannapka MeTanna

95 .bulk welding

cm. built—up welding, 2



96, Bulkweld process

npouecc “Bankysnn” (npu—
MeHeHHEe PperyJ/MpyeMoro Ko/u—
YecTBa NMOPOIKOOGPA3HOID
NpUCAAOYHOrO MeTalna NpH
apToMaTH4YecKoil pyrosoft ceap~
Ke M NpH HANIABKE TBEPALIMH
cruiaBamu)

97. bundle welding

cBapKka My4KOM 371eKTPOMOB

( pyunass cBapka HECKOMLKMMH
WITYYHLIMH 37IEKTPONAMH,
CKpeIvIeHHBEMH MeXay coGoft)

08, Bunsen type mixer

cmecurems Bynasena (oTkpee
Thill HHMEKUMOHHBI# CMecCHTelh,
B KOTOPOM [ONOJIHUTE/ILHEM
rasoM CiayXHT aTMocdepHbIl
BO3AYX) '

99, buried defect

MOAIOBEPXHOCTHLI fedexT
(nanpumep, B cCBapHOM wIBE)

100, buried discontinuity

BHYTPEHHSI HeCIIOUIHOCTL
(cpapuoro wmsa)

101, burn—through
npoxor (npu ceapxe)

102, burn—through weid

PO/MKOBLI WOB§ TOYEeYHBbH LIOB

103, burnback

BOCIJIaMeHeHHe roployeit cMe—
cH B kaHare MyHmuryka (ro-
penku)

C

1. calorizing

amuTupoBanue (HaHecenMe ajuo-
MHHHMEBOT'O MOKPLITHS TOPSUHM

MOrPYHBLM, T'a30BbM W/ MO—

POWKOBLM CIOCOGOM)

2, cam-—operated control
switch

Ky/naykoBbi#i XOMaHpoannapar
( ycTpoficTBO M1a Nepekiuoye—
HHA B lENSX YNPABJIEHHS KOH—~
TAKTHBIX CBAPOYHBLIX MALUKH)

3. cantilever—type positio-
ner

MAaHHITyNATOP KONCOJILHOI'O
THIIa

. 4, cantilever type shape
cutters

MHOI'Ope3aKoBoe ycTpoHcTBO
KOHCO/ILHOI'O THna nis ¢acon—
HOMl peakm

5, cap—type electrode

3/IeKTPOA YAIIEYHOr'O THIA
(s xontakTHON TOYeuHOR
CBapkH)
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¢, capacitor—-discharge
percussion welding

yaapHas KompeHcatopHas
cpapka (npumensieTcs s I0—
JIy4eHHs CTBHIKOBBHIX COe/iMHeHMH
Manbix ceyeuitit: nyropoi paa =
psyg 8a c4eT SHEPrHM, HaKOoM-
leHHO#l B KOHAeHcaTope, OINlaB—-
nsieT Topunl feTtanell, KOTOphie
cBapHBajTCH Mexpy cotolt npu
ocafixe, coapapaemoli mexa-
HHMECKHM YCTpPOHCTBOM)

7. capacitor—discharge stud
welding

KOH[ICHCATOpPHaR CBapKa UITbk
peR WIH umuiex

8, capacitor discharge wel-
ding
KoHpencaTopHas ceapka (ceap—
KA oanaceHHofl sHepruefl, Ha—
KonjieHHofi B aeKTPHYeCKHX
KOH[IeHCATOPaX )

9, capillary brazing

xanunnspias naika (nafixa,
npu koropoll pacnnaplieHHbI
apunoft sanoliHsaeT nasibHbIA
3a30p ¥ ypepxubBaeTCs B HeM
noa soapeficTBHEM Kanunap-
HBIX CMIT)

10, capping pass

noasapodHbft cnoft
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11, capping pass

oxoHuaTenbuet (nocnepmuut)
cnoit (cepaphoro wea); noasa-
poOuHbLIA cao#

12, carbide tip welding

HamnapKa TBepAoro cirjiaBsa Ha

- pexyumii HHCTPYMEHT

13, carbon-arc surface
welding

HamjliaBKa yroJ/ibHbIM 3J/1eKTpO—
AOM

14, carbon dioxide laser
welding

CBapKa YT 7IeKHMC/IOTHBIM la36—
pom

15. carbonpick—up

nayrnepoxupanye (Meranna)

16, carousel electron beam
welding jig
npucrnocob/ieHHe KapycellbHOro

THIa QIS 3NEKTPOHHO —/TyueBoft
cpapxu (cepuftnpix napemift)

17, carrier gas

ras - HocHre/b (raa, npinve-
HAeMbi NIPA TepPMHYECKOM Ha~
NBVIeHHM /IS NepeHoca NOopoW-
K006pasHLIX MaTepualiop H3
mMraTens Hm OGyHKepa K ro—
penke)



18, cassette charging

sapangka kacceThl (nepemartbr
BaHMe CBApPOYHON IPOBOJIOKH
3 6yXTH B KacceTy)

19, cast iron electrode

3/IGKTPOA [V 3aBapKH PaKOBHH
B H3[eNMgIX K3 JIATOrO 4YyryHa

20, cathode sputtering

KATOAHOEe pacHbyieHHe (yuéne—
HHe OKHMCHOH IVIEHKH Ha OTpH—
HATE/ILHO 3apsXeHHON NoBepx—
HOCTH JIHCTA MOJIOMHTE/ILHO 3a-
pPSOKEHHBLIMH HMOHAMH OIpepfe—
neHHO#t Macchl)

21, caulk welding

cBapKa WM 3aBApPKA COCY[10B
(emkocTelt); cBapka C IPOKOB—~
xoh

22, caulked—in weld

3ayeKaHeHHbI 1WoB

23, c.c. (constant—current)
welding source

CBapOYHBI HCTOYHHMK NHTAHHS
C NOCTOSIHHO# Be/MYHHOR TOKa

24, ceilulosic electrode

3JIEKTPOA C LE/ULONO3HLM II0-
KPBLITHEM

25, cemented-—welded joint

KiieecBapHoe cCoefHHeHHe

26, ceramic alloy bearing
flux

KepaMH4yeCKuil Jierupylomui
¢moc

27, ceramic electrode

KepaMHyecKuii MeaneHHOr ops—
nMA UM Heropsiuuf aJeKTpop

28, ceramic flux

aryiomepHpoBaHHbiii $roc

29, ceramic rod flame spray
gun

YCTPOHCTBO AN ras3oiylaMeH—
HOI'O HAaNblIEHHsI KepaMH4eCKo-—
Ir'o mMaTepuaia

30, ceramic rod flame
spraying

rasomiaMeHHasl Me TauM3alms
pacrneyieHMeM cTepxHel

31, ceramic washers

KepaMuyeckne BTY/KH (npu—

MEeHSIOTCS 1PN AYT'OBOH npH—

BaApKe LMHNEK [JIs yIyduieHus
KayecTBa 1Ba)

32, ceramic welding tech-
nique

cnoco6 3aBapk# OTBEPCTHH,
TPELNH ¥ MOBEPXHOCTHHIX Ae—
$exToB B KepaMHYECKHX H3—
Aenusx



33, certified welding
inspector (CWD)
HHCIIeKTOP KOHTPOJIsi KayecTBa

CBapHpIX Mapemi, nMmelomuf
cepTH(HKaAT Ha NpPaBO KOHTPO/IA

34, C.F.E. & S.AW. [con-

tinuously formed and
submerged ard welded]

type tube mill
arperart [/ NpPOM3BOACTBA
NPSIMOLIOBHBIX CBaApPHLIX TPYO
GoMBWOr0 gMaMeTpa C Hemlpe-—
pbeBHON (OpMOBKOIl B BaKax}
arperar ToppeHca
35, Chadwick test
McnbiTande no Yappuky (nasxo-
IO COeNMHEHMS HA OTpbIB)
36, chain flash—butt
welding
KOHTAKTHASA CBapKa 3BeHbEB
uenefl onnabiieHneM

37. chain manipulator

-cM. chain—-type positioner

38, chain-type positioner

uemiof xKaHropartelb

39. chamfered surface

3aKpyriieHHas MOBepxHOCTb
( lwnpl(Mep‘chIKyeMOﬂ peTan
IpH CTHKOBOM caapxe)

40, checking groove

KOHTpo/bHas KaHapka (kanap—
Ka, bbipybaemasi B KOpHe lBa
AyroBofl cBapkH And nocllepy-
jome# noppap)

41, chipping mark

cnen unctpymenra (pegexr
CBApHOT'O 1UBA, BO3HUKIMHA npH
ero 3a4HCTKe)

42, chisel test

McIbTaHMe cBapHoro ofpaaua
paspyilleHHeM C NpPUMeHEeHHeM
aybuna M nocienyluHM OCMOT-
POM IOBEPXHOCTM H3IOMa

43, Chromang welding rods’

cCBapouHbie 2/eKxTpoan. “Xpo -~
Manr” (dupmennoe Haspanue)
(cocToaT M3 KOPPO3HOHHOCTOH=
Ko#t cramu 18-8, mopuduun—
poBaHHO#t 2,5-4% Mn u npu~
MEHSIIOTCS [Vl CBAPKM BBICOKO-
NerMpoBaHHEIX cTaseit)

44, Chromend 9M welding
rods

CcBapoyHble 3MexTpoas: “Xpo-
MaHn OM” (PupMmeHHOE Ha3Ba~
H¥e) (npumensuioTcs ans Ha—
NJIABKH NMOBEPXHOCTeR TBepAbM!
CIUIABOM)

45, Cinox cutting technique

peaka no cnoco6y “lunokc”



(KHCHOPOD.HBS! pe3xka C MCHoJlb—
aoBaHeM KBapueboro necxa)

46, circular electrode

KOMbleBO# 3/1eKTpoA ( KOHTaKT—
HOM CBapOYHOM MALIMHBI)

47, circular magnetizing

LMPKYJ/ISipHO® HaMarHWYMBaHUe
(cnoco6 namarHyuMBaHMS NpH
MarHMTHON nedpeKTOCKONMH,
NpH KOTOPOM MATHHMTHBIf MOTOK
aaMpliXaeTcs BOKPYT OCH cBap-
HOrO wWwBa)

48, circular multipass weld

Kpyropofl MHOIOMPOXOMHOMN
woB

49, circular welding
machine

MalulHa [/Isi CBAPKM KO/LUEBLM
weom (HanpuMep, Ans npuBapKu
natpy6kop K IN/IOCKHMM H H30—~
FHYTLM H3e/NAM)

50, circumferential cre—
vice

xombuenas TpeuwHa (pedext
WBa NpH CTBLIKOBOfl CBapke on-
nasnenuem)

51, clamp for fit

" cTpySiumua ans cBopkn (moa
_cpapky)

52, clamping copper bar

MefaHas UHMHa, npibkpMmaiuas
9JIeKTPOA K cBapuBaeMoMy H3~
pemnio (nNpu cBapke nexaumm
3/1IeKTPOAOM )

853. clampingring
aaxuMHOe Koibuo (TpySocBa—
POYHON! MaLIHHEI)

54, clamping surface
aaxHMaeMasi NOBEepPXHOCTD
(crapubaemoro uapenus)

855, clamping table
CTO/l i 3aKpelvieHHst Hape—
aut (npu ceapke); nosMUMOHEp

56, clearance~ bridging

ability

CNOCOGHOCTL K INEepPeKPLITHIO
aazopa (Mexpy coepunsieMbMH
peTansMH Np¥ CBapKe MIM
nafixe) '

57. clearance shim

( TonxomicToBas) mpoxsianxa
ans coxpaHenus 3asopa(Mex—
Ay CBAPHBAEMBIMH NOBEPXHOC-
TMH )

58. cleavage crack

TpewnHa ~ ckon (pedextT cpap-
HOT'0 umBa) '

59, cleft joint

COe[MHEHMEe B BWIKY; COefiHHe—~
HHe B "pribbio nacts”
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60, cleft welding

3aRapka TpemMi

61, closed—gap welding

rasonpeccosas cpapka (c Ha-
I'PeBOM Alle THICHO~KHCI0POa-
HbM ﬂﬂﬁMeHeM)

62, closed injector—-mixer

3aKpLITHI HHXKEeKUHMOHHBIH cMe~
curens (MIKEKUHMOHHBLIT cMecH—
Tellb, He CBA3aHHLI C aTrMo—~
ctdepoliy ras nocrynaeT K HeMy
no Tpybe M3 MCTOYHMKA CHab—
KeHHs)

63. closed joint welding

cBapka 6ea 3a3opa

64, closed-path weld

saMKuyThift cpapHofi wos (Ha-
npuMep KonblLepo#)

65, cluster porosity

CrpyNNHpOBAHHAS MOPHCTOCTDb}
nokamuas nopucTocTb (cBap-
HOro upa)

66. cnc [computer numerical
controlled] welder

cBapoynasi MallMHA C KOMIIbio—
TEPHBLIM YHMCJIOBLIM YTIpaBeHH~
eM (npuMensieTcs AIa Mpelv—
3MOHHON CBaApKM M3Ae/HH CII0X~—
HOM (HOpPMBI)
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67. CO, —drying device

ocywnremm (yrnemucnoro) ra-

aa (ycTpoiicTBo, ycTanaB/imMBa—
eMoe nepel PeAyKTOPOM, BHYT-
PH KOTOPOr'O HAXOMMTCSl IOIVIO—
THTE/L BIlarH)

68, CO, —spot welding

pyrosas TOYeyHas cBapka B
cpefe YIVIeKHC/IOro rasaj cap-
Ka 3/IeKTPO3aK/IeKaMH B Cpe-—
fie YIVIEKMCJIOro raasa

69. coarse—fish—scale
surface

rpyboyelryfiyaTasi noBepXHOCTbH
( cpapHoOro mBa)

70. coated electrode

obMasanubl anextpop (mnna—-
pANMACA 27IeKTPOR, HMMelomui
Ha NOBEPXHOCTH NOKPLITHE M3
MOpOWKOOBpa3HEIX MaTepHa—
noB Ha KneloweM pacTsope)

71, coating density

INTIOTHOCTL NOKperrha (npu
TepMH4YeCKOl MeTalu3auun
3TO OTHOLIEHHE IJIOTHOCTH
TEepMHYECKH HAHECEHHOI'O 10—
KPbITHSI K TeOpeTH4YeCKOH mniom—
HOCTHM HCNOJIb3OB&HHOI'O MAaTe—
puana, OGEMHO BhHIpPAXaeTCHd B
NpolleHTax TeopeTHYyecKo#
IIOTHOCTH)



72, coating swelling

cM, cover swelling

73, code weld

cBapHOil wWoB, OTBeuAatoWHH
HOpPMATHBHLM TpeGoBaHUsIM

74, code weld design crite—
ria
pacueTHBI KpMTEepHH CBapkH,
YKa3aHHbI B CBO[e IpaBHil

75. coherent light bonding

cBapKa KOrepeHTHO# cBeTOBOH
aHeprueh

76, coil-edge UST
(ultrasonic testing)

yTbTpasBykoBas nedexTocko-
nus XpoMok pyioHa (npu
ceapke Tpy6)

77. coil-edge UST
[ultrasonic testing]
equipment

yNLTpassyKopolt nedexTOCKOn
[UI1 XOHTPONS KayecTBa& KOH-
OB IIOJIOC, pasMaThBaeMbIX

U3 py/loHa, Nepep HxX cBapkokt
Ha NOJIOCOBOM INPOKATHOM CTaHe

78. coil with support

KapkacHuit MoTOK (anexkTpop~
HOM NpPOBOJIOKM HA BHYTpeHHel
onope B BHAe lMIMHApa 6e3
dnanues)

79. coil without support
BeckapkacHuifi MOTOK (3neKkT—
pomuoit MPOBOIIOKK)

80, coiled filler metal

npHcanoyHas NnpoBojoka, Ha-
MoOTaHHasi Ha KaTyuwky, Oyxra
npucapoyqofl IpPOBOJIOKH

81, cold lapping

nenposap (cpapaoro umsa)

82, cold shut

cMm. cold lapping

83. cold soldered joint

HelpoIuUiaB/IeHHOe COe[HHeHHe
npy nafike MArkyMM IpUNoeM

84, cold wire feed welding

cBapxa c TOKOHenopasopsue#
npycano4yHof IPOBOJIOKOH
(cBapka BomLppPaMOBLIM 3lIeKT—
popoM c nopaue#t npucapoyno#t
IIPOBOJIOKM CO CTOPOHBI)

85, collapsible plastic wel-
ding chamber

cKJafHas cBapouHas Kamepa
u3 nnactvka (sapannas dpopma
Kamepsl HpUAaeTCs IO[IAYBOM
3aMTHOrO rasa)

86, collar

HamneB; Hatek (pcdexT cpap-
HOT'O M/IM MASHOT'O WIBA B pe-—
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3y/ILbTaTe HATEKAHMsi HA XOJOA~
HBIfl OCHOBHOM MeTann MKUAKO—
ro MeTania, He CIUIABMBILEIO~
Csi C OCHOBHMBIM MeTall/IoM)

87. collaring

o6pa3oBanye KOJIbUEBOI'O Bbi~
ctyna (Ha Bamy mm anano-
I'HdHOR pfeTaly B KaidecTne
orpasMuKpaioulet CTeHKH npu
TepMHMYECKOM DACTLITIOHHM )}
obpa3oBaHMe Hal/ibLiBa WM Ha-
TeKa

a8, collet—chuck—-flywheel\
assembly

MAXOBHK C LAHI'OBbLIM NATPO~
Hom (pns aaxaTtus BpawaeMoft
perany B MalupHe pJIs MHep—
HUMOHHOA CBapKM TpeHHeM)

89, collet holder

pepxaTelib Hanpasasioule#t
rwLabl (anexTpopopepxare—
NA HeM/IABSIIEroCsl 2/1eKTPona)

90, collet nut

rafika KpelieHNns Halnpablisijo-
wefl rwmbanl (a1exTponoaepKa~
TeNna Helapsuuerocs aleKTpo-
na)

91. Colmonoy 23A welding
powder flux

NOpoWKOBLIA cBapouHb® duuoc
“Kommono#t 23A* (dupmennoe
naspanne) (copepxur 2,3%,
1,25% B, 0,10% C, e
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‘6onee 1,5% Fe ocraneHOe
HMKe/b, [IpuMensercs ansa
CBAPKN M3ae/iMA M3 nuTeRHBIX
4yTyHOB)

92, colour matching

coenafenne no ueery (csap-
HOI'0 WBA C OCHOBHLIM MeTall~
nom)

93, colour mismatch

Hecopnapfenue no upetry (ceap+
HOr0 M/IH MASHOrO WBa C OC—
HOBHBIM MeTaUIOM)

94, column & boom welding
positioner

CTalMOHapHLHl CBAPOYHLIA MO~
B3MLMOHEP IJIAr0JILHOIO THNa

95, combined copper—flux
backing

¢moco~-MeAHaa NoAxK/IaaKa
(Memnas nopxnanka c kanae~
Koff, aanonHeHHOA d¢uuocom)

98, compact welded joint

NJIOTHO3ABaPEeHHLIR! 1UOB

97. complete rectification

nonxoe BbmpsivaeHue (npu
cBapxke BO/BLPPAMOBbLIM 3JIEKT-
POAOM B Cpefe MHEPTHOI'O ra—
3a NONHOe NpeKpalleHKe TOKa
IpH K&XAOM NOJyLMK/e IpH
NO/IOXHTE/ILHOM  3JIeKTpoae
BCNIeACTBHEe OTCYTCTBHS MOBTOP—
HOr'o BO3BYXMAEHMSI OyTH)



98, component fit—up

cBopka neraneft non ceapky

99, composite region

cMelmannast soHa (Gorbuas
4YacTh MeTal/la LiBa, XMMHYec—
Kl cocTaB KOTOpPOI'0 H3MEHMII-
Cfl B peaynbTaTe I'MApPOAMHAMH—
4eCKOro nepeMellMBaHNA MpH—
CcafoyHOro MeTalsla C paciiap-
NEHHBIM OCHOBHBIM Me T&/lIOM)

100, compound weld

cocrapHoft wop (Hanpumep, yr—
J10BOA WOB, HANOXEeHHLIt Ha

V —~o06pasnuiit cTLKOBOM WOB CO
CKOCOM OpfHOH xponvu(u)

101, computer—controlied
welding robot
cBapouHbliit po6oT, ynpasisie~
Mmet 3BM
102, computerized welding
cBapka c npumeHennem IBM

(mns ynpaBnenus npoueccom)

103, concave root surface

BOrHyTasi OBepXHOCTL ofpat—
HOA CTOpOHBLI CBAPHOrO UIBAG
ocnabneHHbI#f KOpeHb CBAPHOIO
wpa

104, concentrated heat
source

COCpeOTOYEeHHbIA HCTOYHHK

terotel ( pacyeTHas cxema
HMCTOYHHKA TeI/IOTHI, NMPHMEeNsI—
eMasi B YUCI/IeHHLIX MeTonax
MAaTeMaTHYeCKOUr' O OITMCAHHY
NpOLECCOB pacnpocTpaHeHHs
TEIUIOTHl NpPH CBapKe, NpPOHCXO—
psumMx B o6sacTH, ynaneHHORN
OT MCTOYHHKA)

105, conductive bridge of
melted metal

TOKONpPOBOASUMA MOCTHK pac—
nnabnennoro meramia (mnpu
CTBLIKOBO# KOHTaKTHO# cBapke)

106, connecting weld

coenMHMTe/bHLI woB (woB,
He nepepamwuit pabouux ych-—
nufi B CPAPHOM KOHCTPYKIUiH)

107. constant potential
speed control sys-
tem

cHcTeMa ynpaBb/ieHHs] CKOPOCTBIO
NnopAYH CBapOYHOHA IMPOBOJIOKH,
He3aBHCHMOfl OT HanpsDKEeHHS
Ha pyre (npu pyrosoft cBapke
non ¢mocoMm)

108, constant—speed wire—
feeding system

cHCTeMa nopayH NpHCANOYHOHR
CBapoOYHO/! NpPOBOJIOKY C OCTO-
fIHHOA CKOpOCTBIO

109, constant wire drive
speed feeder

MexXaHN3M nopayH npHucanoy-—
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Hofi MPOBOJIOKH, C MNOCTOAHHOM
CKOPOCTBIO IPHBOAA

110, constraint shaping of
the weld

NpHHYHTebHOoe (HopMHpOBane
ceapuoro wpa (c npuMenesnem
cHeluMaibLHLIX yCTPOHCTB Mg
YAePXUBAHUS CBAPOYHON BAHHEI)

111, constricted arc

cxaras pyra (pyra, cront
KOTOPOA cXaT C NOMOIBIO COIl—~
j1a N/1a3MEeHHOM TOpeliKH MM
HOTOKA T'a30B)

112, constricting nozzle

cywupawouiee comto (npu mias—
MEeHHOAYT'OBOH CBapKe M peake
5TO BOAOOXJAXAAeMAas AeTalb
M3 MeMl C CYXHBAIOWHMMCS OT-
BEPCTHEM BOKDYT' 27eXTpoaa)

113. constricting orifice

cyxupaioluleecsi OTBEpPCTHE

( npn nnasMeHHO —~AyTOBO# CBap-
Ke WIN pesKke 3TO OTBEpPCTHE

B CYXHBAlOWlEeMCsl COIUie, yepea
KOTOpOe IIPOXOAMT AyTa)

114, consumable electrode
surface weiding
Hamjiapka mapsiuyMcsa mMeTall-

JIMMeCcKNM 3JIeKTpOoaoM

115, consumable guide
electrostag welding
ANeKTpolljlaKkosass cBapka Cc Io-
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Raye#l pacxonyemoro aljleKTpo-—
na (pasHOBMAHOCTL 3JEXTPO-~
LIAKOBOMi CBApKM, NMPH KOTO—
poft npyxcapouHbii MaTepHan
nocrynaeT OT ®JIeKTpopa, Ipo-
ABHraeMoro noparliuM Mexa—
HHM3MOM B 3830p MeXAay peTa-—
nsn )

116, consumable guide tu-
be electroslag
welding

SNEKTPOUIAKOBAS cBApKa Ila—
BsMMHUCH MyHuwTykamu (c
NpHMEHEeHHEM PAaCIIaBJISeMbIX
9/IEKTPOAOB, MI'PAICLHX POk
MYHAIUTYKOB, Yepe3 KOTOpLie B
CBAPOYHYIO BAHHY IIOAAIOTCS
SJIEKTPOMAHEIE NPOBOJIOKH )

117. consumable insert

pacxonyeMurit pxnapbnu (mpu-
capoudsit MeTalll, 3apaHee INO—
MELeHHHA B 3a30p MeXAYy CBa—
pHBaEeMbIMM KPOMKaMH, KOTO—
pB# NOMHOCTHLIO paciiasnseTcs
B KOpHE WiBa M CTAHOBUTCSH -
ero 4acTbio) :

118, consumable insert
ring

mapduiasics XoJ/bleBpasg BCTap~

‘xa (npuMensieTcs mpu RyroBOf

cBapke TPyG BMeCTO mpHuca-—
AOYHOI'O MeTelule B OCHOBHOM
Ang Ipoxopa NpH 3aBapke Kop-
He wBa)



119, consumable keyhole
insert

N/IABMALIAACS BCTABKA C IOMe-
peuYHBIM ceueHMeM TMMA 3aMOY=—
HOM CKBaXHHBbl (npuMeHsieTCs
npH Qyropol cBapke HapyM-—
HbIX WBOB BMECTO NpHCAfOY~—
HOrO MeTanna)

120, consumable contact
tube

nnapsuufics Mynputyx (npu
®7IeKTPOINAKOBO#A cBapke)

121,consumable nozzle

oM. consumable contact tube

122, contact marks

cneprl xonraxta (pedext cmap~
HOI'O WBa B TpyDax KOHTaKT-
HOA cBapxy B BH[E IPOXKOI'OB
BOMM3K OT NHHMM CBapPHOTO
WBA, BBHI3LIBAETCH MWHHATIOPHbI-
MH [AyramM, BO3HMKAIOWWMHA
MeXy 2/eKTPOAAMH M NOBepX—
HOCTBIO TPYGbHI)

123, contact resistance
measuring device

npubop ANs H3MepPEeHHs KOH—
TakTHOro conporunieHust (npu
KOHTaKTHOfi cBapKe)

124, contact—resistance
test

MCILITaHMe HA 3/IeKTPOCONpO—
THBNEHHE IOBEPXHOCTH pasfe-—
na (Mmexny ofpasuamMu WM e~

TaNAMH M3 ATIOMIHHCBHIX
CIUIaBOB )

125, continuous wire
welding

CBapPKA IUIABALMMCSH SJIEKTPO-
AOM

126, contour cutting

peaka (ToncTeXx NMCTOB) Mo
KOnupy

127, control sample

o6paseu~ceuaeTent (cpapuoro
wea) (o6paseu wpa, BLIIOJ-
HEeHHLIl B YCI/IOBHSIX, MACHTMY—
HBIX YC/IOBHMSIM CLAPKH KOHTPO~
NMPYeMOro WBa, H HCIOJI: 3y~
eMbIfl 18 nposefeHHst 71ab0—
PATOPHLIX MCILITAHHHA)

128, controlled arc poten—
tial head

roNOBKA C peryiHpyemMpM Ha—
npsokennem nyru (cmapounas
I'o/iIioBKa ¢ aBTOMAaATHYCCKHM
perynMpoBaHHeM HalpsDKeHMs
ana NIpHMeHeHUs1 B AYT'OBBIX
CBApO4HBLIX aBTOMATAaX)

129, controlled—atmosphe—
re furnace brazing

BBICOKOTeMIiepaTypHas nalixa
B Ieux C pery:mpyemon aT™MO~

cdepoht
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130, controlled thermal
severity welding test

MCNbLITAHHE Ha CBapuBaeMOCTb
c perynipyemofi tensonopayeft
h

131.conventional friction
welding

ofbriHasi cBapKa TpeHHeM
(onun Mo cnocof6oB cBApKH
TpeHueM, OcylleCTB/AseMbIA Ha
MallliHe THIa YHHBEPCAILHOIO
TOKAPHOr'0 cTaika ¢ a¢beKTHB~
HOi CHCTeMON TOPMOXeHHs
wnHHpens)

13 2.convergent—-divergent
nozzle
conno Benrypn (pns xucnopop-
HOro pesaxa) :
133, convex root surface

BbOlyK/las MOBEpPXHOCTL oGpar—
HOI CTOPOHLI CBAPHOI'O LBAaY
ycuM/ienHpH! KOpeHb CBAPHOIO
mpa

134, coolant hole

HONOCTb MIs oxnaxpeuns (p
3MeXTpofe ANs KOHTAKTHOH TO-
yeyHo# cpapkm)

135, cope joint

ppeaHoe coefuHenue (npodum-—
HOK cTanM nop NpsMbM yr—
nom)
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1386, copper bit

XKalio nasiibHHKa

137. copper brazing

natika B neyu

138, copper moulding
plate

MepHas dopMupyloilas nop—
Knagka

139, copying carriage

KonupopanLHas kapeTka (He—
fonbliag Telexxa, ABMXYylascs
MO 3aAaHHOHA /IMHHM CBApKH MR
peaku)

140, cored solder

¢uTHnLHLM npuno#t (copepxuT
¢moc B BHRe cepneuHMKa)

141, corn—cob handle

pyxositka (rasoeo#t) ceapou~
HOMl ropenky c pudvieHHAMM
THIA KYKypy3HOr'o MouaTtka
( anst MpoyHOro ypepXUBaHMS

pyxoit)

142, corrosion allowance

ROmycK Ha xoppoauo (nmpumMe-
HSIOTCSl TIPM pacyeTe CBAPHBIX
coenuHeHHUM)

143, corrosive flux

xoppomaupyoun#t dmoc (dmioc,

OXaanBalilli#i xoppoaMpyloulee
BoaneflcTBHe Ha OCHOBHOM Me-
Tam)



144, cosmetic p'ass

capepuapoumi pamk (npume—
HAleTCS [/ BbITJIAXMBaAHMS IO -~
BEPXHOCTH CBApHOrO Ba);
aapepuaoun# npoxon (npu
®/IeKTPOHHO —JTy4yeBOfl CBapke )

145, counter—balance unit

YCTpPOHRCTBO C KOHTP-I'Py30M
npeflHa3HayaeTcs Mg ypap-—
HOBELMBAHUS MACCHL Py4YHOH -
CBapoO4yHOH ropelfikH B Ipolec—
ce paboThl Cc ue/bi0 obnerye—
HHMS Tpyn& CBApUIMKA)

146, couplant

CPefACTBO aKyCTHYECKOI'0 KOH~
TaKTa MM KOHTAaKTHas XU~
xocte (npy ymmTpassykoBo#
pebeKTOCKOMIH )

147, coupon flame cutter
rasonjiaMeHHas MallHHA AJs
Bhpesansi o6pa3uos

148, coupon plate
ofipasent co cBapHbM UIBOM
Ha BbXOQHOA naHxe

149, cover concentricity

test )
MCNBITAHHe B/IeKTPOAOB HA
KOHIOHTPHYHOCTL NOKPBLITUS
150, coverglass

cM, cover plate

151. cover plate

sauMTHaA Hakiagka (na
CTeK/NOGUILTPE A 3HUMTE]
rjasa B ciiyiae ero MexaHHyec-
Koronoepexpaenusi, Marorosns—
eTcst M3 BecuBeTHOro Ipoapay—
HOI'O CTeK/l1a W ﬂHaCTHKa)

152, cover swelling

paabyxanue nokpuiTHa (s/1eKT—
popna IpM noaBOAHOA cBapxe M
pes3ke IpH HapyWeHHH I'MAPO-
U 3JIEKTPOMIOJISAIMU IoR pneHAct~
BHEM BJIGKTPO/IM3& B pelyilb—
TaTe HACBHIUEHMs BJAroft)

153, c.p. [constant poten-
tial] welding source

CBApOYHbLIfi MCTOYHMK INUTAHMSA
C HeCTKON BHellHelt xapaxKTe—
pHUCTHKOR

154, c.p. [constant power]
welding source

CBAPOYHEI MCTOMHMK MUTAHHS
nocToaHHoRt MoumocTtH (e~
YuHA NPOMOBENEHMA TOKA HA
HanpaXeHHe NOCTOSIHHA )

155, cp (continuous path)
welding robot cont-
rol system

KOHTYpHA CHCTeMa YINpabiie-—
HHS CBapoYHbM pPoGOTOM
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156, CPSS (continuous
pats—solid state)
controlled welding
robot

CcBapouHblil PoOOT C KOHTAKT—
HbM yIpap/ieHyeM Ha MNOJynpo-—
BOHHKAaX

157.crack arrestor

fapbepHblit WOB

158, crack dressing out

pacpenka Tpeuutni (3acBepii-
Baiie OTBepPCTHi 0 KOHUaM
Tpeuul, NMOAJeKalMX 3aBapke,
MM BbIOOpKa MX Ha BCIO INTy-—
Gimy)

159, crack healing

saneunBanMe TpewuH (npu
cBapKe MIacTMacc)

160, crater build-up

saBapka xpaTepaj 3apernka
KpaTepa

161, crater filler

YCTPOHCTBO M/Is1 3aBapKu Kpa—
Tepa (yctpollcTBO nmpH aBTO-
MaTHyecKoft unu mnoJjryaBroma—
TH4eCKOll NyroBo# ceapke,
yMeHbliaplee TOK CBAPKM B
KOHle IpOXOofa NPH HaloMXeHUH
OCHOBHOI'O lIBA WM Herocpen-—
CTBEHHO MNepep noracaHueM Ay-
r'y, 4TO npepoTBpawaeTt obpa—
aoBanHe XpaTepa)

162, crater filling

cMm, crater build—up

163, crater pipe

ycapounas pakopuna (pedexrt
cBaptoro wsa, otpaayomuiics
B pedy/lbTaTe ycCagku B KOHIe
npoxona ApH yaalleHHH HCTOY—~
HMKa Temna)

164, crayon indicators

KapaHfalln g HHAWKa LW
TemnepaTypsl (cien xapaHpa-
1a Ha IOBEPXHOCTH H3penus
pacnnapisieTcsl NMPH AOCTHIKE=
HUY 3anaiHHoit TemIepaTypnn
Kaxnaui# Kapanpaw B HaGope
paccuuTaH Ha COOTBETCTBYIO-
yl0 TeMnepaTypy M/apleHHs)

165, crescent defect

cepnopupHbift pedext (Henpo-—
Bap MeXAy Cl/109MH MHOI'OCJIOf=
HOr'o CBApHOro liBa)

166, crests of waves

rpebun Bom (xapakTepHsrit
THI COEfMHEHHMSI NPH CBApKe
B3PLIBOM: B NpPOAOILHOM CeYe—
HMY CBADHOT'O WIBA BO3HMKAIOT
o€pa3oBaHus, HaNOMMHAIOIHeE
no ceoeft dopme rpe6uu BonH)

167, crimped plate

ICT C TIOAOCHYTHIMH KPOMKa=
Mu (nop ceapky)



168.crimping

OTOOPTOBKA KPOMOK CTAIBLHBIX
nosioc nepen cpapkoft B Tpyby

169, crimping press

nmpecc A NoArub6KH KPOMOK
nonoc (nepen ceapkoft npsMo-—
WOBHEIX TPYS)

D

1, dab joint

KepHopoe coefuuenue (npu
cpapke)

2, d.c, (rectified) pulse spot
welding machine

TOYeYHas MalMHA /ISl CBAPKM
MMIY/IbCOM NOCTOSIHHOTO ( BBI-
npaMiaeHHoro) Toka (maumua,

B KOTOpOfl MCNO/ML3YeTCs KOPOT—
KHA MMIIY/IbC MOCTOSIHHOT'O TO—
Ka, nosydeHHrnit mpeoGpasoBa—
HMeM Tpex}asHOr'o TOKa, MO~
CTYNAaoWero M3 CeTH)

3, deep depression

riy6okas ematiHa (pedext
TOYEYHOI'O CBAPHOI'O0 CoepMHe-
HHMg, cocTodum# B TOM, 4YTO
riybuHa oTnedaTKa 3jiexTpopa
npepvaer 0,15-0,20 Tomun-
Hbl peTanmm)

4, deep penetration elect-
rode

SJIeKTPOA AJis CBAPKHM C riryGo-—
KM IpOILIaBJ/ieHHEM

5. deep penetration welding

cBapka ¢ raybokHM NpoIUiapiie—
HueM (pyuHas cpapka MeTal—
MMEeCKHM 3JIeKTPOAOM C  YBe=
JMMEHHBIM  KOS(HIMEHTOM Mac—
Chl MOKPBLITHSI MPH YBE/MYEeHHOMN
BEeJIMUMHE TOKA M KOPOTKOM
ayre)

6. deflection system

oTknousuomas cucrema (ycr—
poACTBO AN MepeMelleHUs
S/IEKTPOHHOIO /iyya MM OYTH
10 CBAPMBAEMOMY M3[IHIO)

7. deformation pattern

none pedopmawmn (Meramnna
npu cBapke)

8. degree of blackeness

cTeneHL YepHOTH! (aHCpreTH—-
YyecKkasi xapakTepucTHKa No—~
nydalero Tena, paBHas OT-
HOlIe HHIO NOTOKa COGCTBEHHOr'O
Many4yeHuss K NoToKy abcoior—
HO YepHOro rena npu Tolt Xe
TeMrneparype)

9,deposited bead specimen

o6paseln C HannaplleHHEM Ba-—
n¥xoM (pns HcenprTanus Ha
narub)

10. deposited metal zone

momans (3ona) Hannapki
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11. depth of penetration
capability

BO3MOXHas IMybuHa Npoiap-—
nenns (nposapa)

12, depth—to—-width weld
ratio :

OTHOWeHHe PﬂyﬁHHbl CBapHOIro
wpa X ero uuxpHHe

13, design throat thickness

pacHeTHas BLICOTA YIVIOBOIO
uwpa (/MHA NepreHAuKynspa,
ONYIMGHHOI'0 U3 TOYKH MAKCH—
MA&JIBHOrO HPOIVIAB/IOHMA B MEC~—
Te€ COEAMHEHMA CBAPHBAEMBIX
yacTeli Ha FHNOTEHY3y HaM~
GOMBILEr0 BIHCAHHOTO BO BHOLl-
HIOK} YacCTb YIJIOBOro WBa Nps-
MOYTO/ILHOT'O TPOYTOJILHUKA )

14, desoldering

pacnafika (paabeMHeHHe NAgHO—
I'o COeHHEeHHMsl NP HArpeBe
BbIle TeMMepaTyphl COMMAyca
wba)

15, desoldering attachment

npuctapxa ana pacnaftxu (x
NasILHOMY MHCTPYMEHTY)

18, detonation gas spraying

fe TOHALMOHHO-I'a30B0e HAaMNLyle—
nxe (noxpeiTut)

17. detonation gun

neTonauMonHas ropenxa (ycr—
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po#icTBO, NpHUMeHsieMOe Ang
feToHalMH ras3oljlaMeHHOI'0 Ha—
npUieHus)

18. detonation gun process

HaneceHye TBEepPHOCINIABHOIO
MOKPBLITH B3PLIBHOA BOJIHOM
(npr sToM mpouecce NpHMeHs—
eTCA aleTH/IeHO~KHCIIOpoaHasi
ropeliika, BHyTPH KOTOpPOR cO-
3paeTcs B3apbIBHAf BOJ/IHA, Bbi-
fpaceiBapilag M3 ropelfikd pac-
NJABJeHHbIE YaCTHUbL NOGTYyTa—
OWero B _Hee TBepPnOCIVIABHOIO
fiopouika, 4To obecneyubBaeT
obpasoBaHiie O4eHb NJIOTHOrO
M NPOYHOIO NOKPLITHHA B H3Ae-
un)

19.die penetrant weld
examination

MCIbITAHMEe HA I'epMeTHYHOCTL
CBAPHOIrO liBa xpacsuieft xup-
KOCThIO

20, diesel engine welder

CBAapO4YHLIl reHeparTop C AH-
3eJIbHBIM TIPHBOAOM

21, difficult-access wel—
ding

CBApKa B TPYAHOROCTYIHEIX
MecTax :

22, diffraction mottling

andpaxionspe natia (Ha pa-
avorpadyecKoM CHMMKe cBap—
HOI'O IIBA B peayibTaTe Audppar-
UMM M3/Ty4YeHUs 3epHAMH MeTall-
na) '



23, diffusion aid

npucapgka npu anddyauoHHof

cpapke (TBepabi! npHcanouHbIA
MeTaiul, HAaHOCHMBIf Ha IJIOTHO
npuieramuye NOBepPXHOCTH MpH
mpdyauoHHO# cBapke nanemmt)

24, diffusion brazing

nupdysuonnaa nafxa (Teepabm
npunoeM) (kamunnsphaas nafixa,
npx xoTopolft 3aTBepneBaHHe
NasgHoOro Ba HPOHCXOAMT BLILE
TeMnepaTyphl COJMAYCa MpHUIod
6e3 OoXx/aXpeHMs] H3 XHAKOIO
COCTOSIHHSA)

25, diffusion vacuum
welding

nuddyanoHHas BaKyymHas
cpapka (npuMensercs Ans
CBApKHM TpPYRHOCBaApHBAEMBIX
MeTa/ulI0oB H HeMeTal/lloB - 6e3
npMMeHeHMs 3JeKTPOAOB M ¢WLO -
cos)

26, diffusion welding

mbdyanonnas ceapka (cpapxa
paBlieHneM, ocyulecTailseMas
3a cyer BaamMHON - nuddyannu
aTOMOB KOHTAKTHPYIOWHX Yac-
Tefl NpH OTHOCHTENILHO [NH-—
Te/IbHOM BO3fe#CTBUH BBLICOXON
TeMnepaTyphel H NpH He3HaAYM —
TellbHOA nnactideckot pedop—
Mam) '

27, dip brazing

BBICOKOTEeMNnepaTyphasa nalika
NOorpyxeHHeM

28, dip soldeﬂng

HH3KOTeMIlepaTypHag nalika
MOr pyXeHHeM

29.dip transfer

NepeHOC MeTalia C KOPOTKMMHM
3aMBLIKAHHSIMH | AyTOBOrO ITPO—
MeXyTKa )

30. dip transfer welding

cBapka KOpoTko# ayrofi

31, direct arc

pyra npamoro aefcTBusy 38—
BHCHMad Ayra

32, direct—energy resistan—
ce welding machine

MalliHA /I8 KOHTAKTHO#
CBapKH
33, direct—energy welding

KOHTaKTHasg cpapka

34, direct searching head

npsMag HCKaTellbHAA IOOBKAa}
TOplieBas HCKATE/MLHAS I'OJI0B-
ka (ymrTpassykoBoro pedexTo-
cxona)

35. direct spot welding

[BYCTOpPOHMSS TOYeYHasi cBapka

36, disbond

necnnapnenye (pedexr ceap-
HOro wea npy¥ auddysnounoft
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CBapKe M I1agHOro isa npu
nafike)

37. discharge welding

gyronas cBapka

38, dissimilar materials
bonding

(cpaproe Wi nasHoe) coenm—
HeHMe M3 PA3HOPOAHLIX MAaTe-
pHason

39, dissimilar-metal
transition joint welding

chapka pasiiMiHbIX MeTalion
C NEePeXCMbLIM COeAHHEeHHeM
Mexay miMH {npH ceBapke
NpYMeHAeTCH B Ka4ecTpe
NPOME Y TOMHOI'O TpeTuht Me—
Tann)

40, dissimilar metals
weld

ceapHo#t wos (npu ceapke
[BEYX PAOAMHMHBIX METANNOB)

41, distributing header

pacnpe pe/iMTe/IbHAA pamiag
nepenycknaa pamna {ycTpof~
CTBO QIS pacrpepeneHus K
NOfaYM B CeTb KHC/OPORA MM
r'opiouero rasa Aas BLUIONHE—
HHA CBapo4HbX pabor)

42, doped solder

nerxonsiapkuft npuno#t ¢ npu~
cankofi {(npunoft copepxur He-

10

BonblIoe KONMYECTBO NpHCAaf-

KH O/ COXpaHeHHs TpebyeMbix
XapaKTepdCTHK OCHOBHOI'O Me-

Tanna)

43, double—arc welding

aByXAyrosas cpapka (apToma-
THMecKas AyroBasi CBapka, oCy-—
uecTR/ISICMAs OAHOBPEMEHHO
ABYMS AYT8MHM C Pasfe/LHbM
NUTAHMEM HX TOKOM)

44, double arcing

ABOAHOE ropeHde nOyTH, pas—
nenenne ayr (napywenue npa-
BHILHOIO pexiMa paborwl ay-
'Y NpM IN1a3MeHHO-AYyT 0OBO#
ceapke, 'nabBHaga npyra ne
NPOXOMMT 4Yepe3d CyMHBalolee
COINIC M MEePEHOCHUTCH K ero
BHyTpennefi noBepxHocTH. Op~
HOBPEMEHHO MeX[y HapymHoh
NOREPXHOCTLIO COILIAa M Hafie-
nHeM BO3HHKaeT BTOpas Ayra,
[lsofivoe ropenue pyra  no-
BpeXAaeT COIIO)

45, double—pressure
welding

rasonpeccopasi cBapka, CBapKa
napnennem c ocanxolt (ceapka,
OCyllecTBASGMAs HIDKe TOUKHM
ninaplieHNs CBaApHBAEMbIX Me-
Tamop 6e3 HCNOBLIOBaAHHSA
NpHNoA C NPHIIOKEHMEM [naB—
JIeHHs1, NOCTATO4YHOro ANA CO-
3paHus HeoOXomIMOR nnacTH-
yeckoft pedopmaumy coepmHs—
eMbIX yacTeft)



46, double—square—groove
weld

ABYC'TOPOHHHH cBapHOfi WoOB
663 ckoca KpOMOK

47, double submerged-arc
welding

[BYCTOPOHHAS AYT'OBAs CBAPKA
(uanpumep, TpyS mon duuocom,
OCylleCTBAsieMAaA 3a [ABa Npo-—
xopa, OAMH M3HYTPH, upyr‘on
cnapy)xu Tpy6hH1)

48, double-U-groove weld

apycTopouuuft wos ¢ U —o6-
pasHbLM CKOCOM KPOMOK

49, bouble-V-groove weld

APYCTOPOHHMMA cnépuon WoB C
V —o6paanofi paspeixofi xpo-
MOKX

50, dovetalling

coa3faHMe nasa B BHAE /1ACTOY~
xmioro xsocta (npuMensercs
npu TepMuyeckoft Merannnaa—
IME Hape/mft IS NMOBBIUEHMS
NPO4HOCTH MeTalulH4ecKoro
cnos)

51, downslope

nocreneyioe ymMeHbUleHHe Be-
JUMHHBI CBAPOYHOI'O TOXA

52, downslope time

* PONO/MKHTENMLHOCTL YMEHblue—~
uus toxa (npm ceapke)

53, downward welding in
the inclined position

cpapka Ha cnyck (cBapka B
HAKJIOHHOM IOJIOXKEHHM, NPH KO—
TOpPOM CBapoyHasi BaHHa Iepe—
MellaeTCs CBepXy BHH3)

54, drag

paccTosinne Mexny AByMs
KOHUaMK GOpo3aKM Ha NOBepX—
HOCTH peda

65, drag‘angle

YTO/l HAKJIOHA MpH npapoft
cpapke (anexrtpona, cpapounoft
ropesiki, NpyTKa NpHCaAAOYHO-
ro MeTtanna ¥ ap.)

56, drag line

GOpO3AKH HAa NMOBEPXHOCTH pel3a
(nocne aBToremsofi unu ayro-
Bofi peaxn)

57, drawn-arc stud welding

npuMBapKka wThpefi ¢ BOaGyX—
REeHHeM QYTH MpU X OTOABMIa~—
HuM OoT Mapemms (nocne Boa-
CyxaeHHss AYTH WTLIPH GLICTPO
cOmkalorca ¢ M3penueM [Uis

npuBapKu)

58, drooping characteris—
tic power source

HCTOYHMK TOKA C MNAafajoliBmMKH
xapaxTepucTukamu ( Bexoa—
HOe Hanps)xeHHe HCTOYHHKA
TOKA yMEeHbIaeTCs NpH yBe/lM-
YeHMH TOKa, YTO Heo6GxomMMO
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TIpH AYTOBOH cBapKe MeTalllli—.
YeCKMM 3JIeKTPOAOM )

59, drooping characteristic
welding set

yCTaHOBKA W/IM anmapaT Cc na—
palolMMH  XapaKkTepHC THKaMH
nns ayrosoft ceapku (nocne
3@KHraHus OyrH HanpsiKeHHe
Ha 3axnumMax yYCTAHOBKH napa-
eT A0 BeJMYMHbl 3HAYHTEJILHO
HIDKe HANpPSKEHHS XOJIOCTOrO
xopa)
60, drop type melting

paciuiaB/ieHe C OIviaBJ/ieHHEM .

61, drop weight test speci-
men

o6paseu s ucnurranuit (cmap-—
HBIX WBOB) HA KOMpe C napaimo-—
WHM Tpy30M

62, droplet detachment

oTpre kKamu (Meranna npu
pacnnaBlieHHH 3/eKTpopa)

63, droplet—like melting

paciuiabpj/ieHe ¢ MellKoKarelb-
HbM IIepeHOCOM MeTallia

64, droplet transfer

Kane/abHblll NepeHoC MeTaluia
(npu pyropo#t ceapxke)

85, dross generation

o6pasobaiue rpara (Ha Kpomxe

42

pesa); o6pasobanye mnaxa
M/ OKA/MHbBL

66. drum forming and seam
welder
MausHa ads ¢opM006paaoBalms§

M LIOBHON CBapkM CTallbHBIX
6ouek

67. dry granulation flux

Cyxoit rpaHynupoBaHHbIt ¢uioc
(dwuoc, mopeepruyTh#t nocie
BHIJIOBKH MeXaHH4eCKOMYy
.APOG/IEHHIO M NPOCEMBAHMIO)

68. dual fuel blowpipe

ABYXTONJ/IMBHLIA KHCIIOPOAMBLIA
peaax (pa6oraet Ha cMecH
ABYX TOIUIMBHEIX Ia3oB)

69. dual-shield nozzle

MyHmUTYX (ropemxu) c psofi-
HOit rasopo#t saumtoft (cMecnu
HHEepTHBIX, GKTMBHEIX H APYIHX
rasoe, ['aawsl mopalorca nopg
AaBfeHMEM Bbille aTMOC(HepHO—.
ro B KOJIbUEBYIO NPOTOYKY BO—
Kpyr HeHTpanbHOR yacTH MyH[~
WTYyKA)

. 70, dual welding

ABYCTOpOHHAs cBapka (cBapka
TPy6G HMSHYTPH M CHAPYXH)

E
1. EB (electron beam)weldipg

9JIeKTPOHHO~ JIyueBasi cBapka



2. EBW [electron beam
welding] gun

nyuka B arperatre s 3JeK—
TPOHHON CBApPKH

3. echo—pulsed technique

9XO~HMITYILCHEIN MeTon
(ynmuTpasBykoBo#t nedeKTOCKO-
MHH CBAPHBLIX COEeAMHEeHMit, npH
KOTOPOM pasaMepnl B MecTO
pacnojioxenus fiepekra onpe-—
AeNsIoTcs N0 OTPaXeHHOMY

ny4y)

4, eddy current flaw
detector

BHxpeBo#t pedexToCKON

5, eddy-current inspection
KOHTPO/Ib KayecTBa WBOB Me-
TOOM BHXPEBEHIX TOKOB

6, edge displacement

cMemenne KpoMok (HenpaBhib—
HOe NOJIOKEeHMe KPOMOK CBa-
pHBaeMbix aetane#t no oTHo-
IeHHIO APYT K ApYry, BBXO-
Asinee 3a npepefkl AOMYCKOB)

7. edge flashing

nopnapneHne KpoMox

8, edge heater

noporpesates xpoMok ( Tpy6-—
HORl 3aroToBXM NpH CBapxe

TPY6)

9. edge planning
cTpoxka Kpomok (Hanpumep,
CTa/lbHbBIX MONOC INpH MOArO—
TOBKEe MX K cBapke Tpy6)

10. edge preparation
noaroropka [paapenka) xpo-
MoK nosocel (mon ceapky)

11, edge deburring
3aYHCTKA KPOMOK OT 3ayCeH-
neB '

12, edge scarfing

cMm. edye deburring

13, edge surpassing

npeebinueHde XpoMokx (mnecop-
nageHMe KpoOMOK H3faeu#l
Nps NOArOTOBKE NOA CBAPKY)

14, efficient weldment
concept

palHOHAILHAS XOHCTPYKUMS

CBAPHOI'O COeAMHEHHS
15. EH (Elin-Hafergut)
process
npouecc dmua-Xapepryra
(cpapka nexxauum a1eKTPOAOM)
16. EHV welding

cBapka TOpueBoro umsa

17. elbow joint

KoleHoo6pa3Hoe coefuHeHHe
(npu ceapke)
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18,electric arc gun

3/IeKTPOAYroBO#A NMHUCTONET
(npumeHsieTc NpH TepMHyec—
KO# MeTal/lM3alM¥ H COCTOMT
H3 ABYX MIaBSIUMXCS 3JeKTPo—
noB, MeXAy KOHUAMM KOTOPbIX
TopuT ayra, obecneuMpaiolias
“Tenno ans HaniaBKK)

19, electric arc spraying

3/1eKTPOAYTOBOe pacNbNIeHHe
(npouecc TepMuueckoro pac—
neiieHns ¢ o6pa3obaHMeM
INEeKTPUYOCKOR AYTH Mexny
KOHUAMM QABYX IJIABSILKMXCSH
anextponos. [lis pacnbieHns
M nepeHOca MaTepHala Ha Mof-
JIOKXY NPHMEHSeTCs CXATbit
raa)

20, electric bonding
HaliaBKka IOBEpPXHOCTH SJIeKT-
pirieckoft pyro#

21, electric flash

cM, eye flash

22, electrode air drying

1:ONBSVINBAHHE 3JIeXTPOAOB

( BOBAYyIHAA CYLUKA MOKPLITHIX
3NeKTpoaoB Mnpyu OGBLMHOA TeM—
neparype nepef cywxoft ux p
neyu)

23, electrode attachment

XBOCTOBHMK snextpopa (pns
KOHTaKTHOR TOueyHON cBapKH)
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24, electrode burns

cnensl KoHTakTta (pedext ceap-
HOro wBa B TpybGax NpH KOH—
TaKTHOK cBapke B BMAe NpoO—-
XOroB BO/IM3H OT /IMHMM CBap—
HOrO lIBA; BLI3LIBAETCS MMHH—
aTIOPHBIMH [yTaMH, BO3HHMKAIO—
IHHMH MEXAY 3/1eKTPONaAMH H
NOBEePXHOCTBLIO TPY6h!)

25, electrode—change time.

BpeMsi Ha 3aMeHy 3/IeKTpoaoB
(B npouecce cmapxu)

26, electrode coating adge—
slon strength

NPOYHOCTL MPH/NMNAHHS NOKPbI='
THS K SNeKTpoay

27. electrode coating for—
mulation

peuenTtypa SAeKTPOAHOrO MOo-
KpLITHS

28, electrode contact
surface

pabouasi NOBEPXHOCTL 3JIEKTPO=
na; KOHTaKTHasi MOBEPXHOCTb
snexTpopa (ans ToueuyHOA KOH-
TaKTHOA CBApKH)

29, electrode current
range

HHTEpBA [OMYCTUMBIX Be/MYUH
TOXa Ans anexrtpopa (npu xo-
TOPOM. BOBMOXHO ycCHeWHoe
NpYMeHeHHe AAHHOI'O 9JIeKTPO-
na)



30, electrode defiection
HAKJ/IOH anekTpoaa Brnepea (no
[BHKEHHIO)

31, electrode detachment
NpHKOCHOBEHHe 3JleKTpopa
(nna poabyxnenns pyrH)

32, electrode dispenser

pasnaTtoyHoe yCTpoAcTBO Ans
wTy4Hex anextpopos (Bnaro-
HenpoHMuuaeMbift KOHTelHep, HO-
CHMbIA HaA mosice cBapllMKa,
nna xpaHeHHs M GpicTpoft no-
WTY4YHON BLIIAYK 3JIGKTPOMOB)

33, electrode drying oven

neub AMs1 CYWKH 3/6KTPOAOB
(nepen cyumoft)

34, electrode evaluation

ouenka (ucnnrranue) snexTpo-

AOB Ha INPHIroAHOCTL (HPOBOD){'D-

cq MO ClelHaNIbLHOR nporpamme
ucnbITaHHt ¢ onpepenieHneM
KauecTBAa CBAPHOIO wIBA)

35, electrode face shape

¢opma pabGoueft moBepxHOCTH
xoHua snexrpopa (npu xou-
TaxTHOf ToyeuHO# cBapke)

36, electrode feeding devi-
ce
MeXaHM3M nNopayHu 3NeKTpoaon

(npy TOuewHOR KOHTAKTHOM
cBapke)

37. electrode gripping
pressure

ycwme (paBnemns) saxaTus
871eKTPOAOB

38.electrode—holder oscil-
lator
BUGPONPHBON 2/1I@KTPOAOAE PXKA=—
Tens (yctpoficTeO, mpupawilee
S/leKTpoaofepKaTeIlo Kojeba~
TeNbLHLIe [BIDKEHHS)

39, eiectrode-holding col-
let
HanpaBasIoUas I'WIb3a 2/1eKT—
pononepxaTens (pna Hemiabs—
werocs anekTpona)
40, electrode indentation

OTneyaToK ajexktpopa (BMATH~
Ha, OCTaB/leHHAs SIEKTPOAOM
NpH KOHTAKTHOM TOYeyHOMN
cpapke)

41, electrode lagging
HAKJIOH anexTpopa Hasan (mo
ABIKEHHIO)

42, electrode mushrooming
pacmomnpanne ( xoHunka)
sniexTpona)

43. electrode particulars

xapakTepucTHki (cpapoyHbx)
3JIeKTPOMOB



44, electrode pick—up

HA/Mnasne MeTajlla 3J/IeKTPOAA
(1a MOBepXHOCTL CBAPHBIX TO~
YeK Npu KOHTAKTHOW cBapke)

45, electrode predrying

nogpsnMBaye, NpefBapUTeh—
Has CyliKa, NpefBapHTe/lLHas
npocywka (asekTpopos ¢ no-
KpbiTHEM )

46, electrode pull off

oTpeB anexkTpopa (oT cpapupa~-
eMoro uapenus)

47. electrode recovery

x0o(pHIMEHT HCNONL3OBAHUSA
anekTpona (oTHoweHne maccet
HaI/IAB/IOHHOr'0 MeTalllla X Mac—
Ce H3pacXOfOBAHHOIO 3/eKTPOf~
HOrO MeTa/lla, BK/OYasi orap—
xu)

48, electrode setback

orctyn snextpopa (paccros-
HMe, HA KOTOPOE OTOABHMHYT
S/IeKTPOfl OT CYXAIOUWEro OT-
BEpPCTHH, H3MEpEeHHOe OT BHell-
HET'0 Xpas MYHAWTYKA I'OPe/IKK
MM pe3aka NpH INA3MEeHHOMY—
roeoft cpapke MMM peake)

49, electrode she‘ath ing

onpeccobxa snexrponor (cno-
cob HaHeCeHMsl NMOKPHLITHA HA
CTEPXHH LITYYHBIX 9SJIeXTPOAOB
C NOMOHIbLIO 3JIeKTpoobMaszoy-—
HOro npecca)
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50. electrode stickout

BoUleT siiektpopa (paccTosHHe
OT KOHUA TOKONOABOASIIErO
MYHAOLITYKa A0 CBApPOYHOH BaH~
HEI NIpM AYTOBOM CBapke)

51. electrode stub—in

nprMepaaHHe aNeKTpofa

52, electrode swing out

OTBOA 3/MIeXTpOfa OT MecTa
ceapkn (s yBe/mueHMs O/—
Hb. QYTH A0 ee OTpLBa)

63. electrode tapering

3aTOuKa KOHUA SNleKTpoaa
(npu ceapke BombppamMoOBEM
S/IeXTPOAOM B CPefie HHepPTHO=
ro raza)

54, electrode tip fouling

aarpsaHeHse pabGoyeft yacTu
( xoHTAKTHO# NOBEpPXHOCTH)
8 nexTpopa

55, electrode weave ampli—
tude

aMIINTYNA .IepeMelleHHs SIeX T~
popa mnonepex uBa

56, electrode wheel dres—
sing

SanpapKa CBAPOMHBIX POHKOB
(na maumue pns xonraxTROf
wopHOM CBApKH)



57. electrode yield

cM, electrode recovery

58, electroflux welding

3j/leKTpouiakonass cBapka

59, electrogas welding.

anexTporasosas csapka (mpo-
llecC BepTHKA/BLHON CBapki
BCTHIK C NpHMEHEHMEM Inaps—
nerocs 3ajieKTpoaa ¢ rasoob-
pasyloumuM INOKPLITHEM MAJIs
OCaX[eHHs MeTajla B CBapoy-
HYI0 BaHHy, yOepXHuBaeMmylo Ha
MecTe NOABIXHBIMH INONI3yHa—
MH, XOTOpBIe INepeMellaloTcs
KPepXy [pH BBIIOJIHEHHM CBap-
HOro mBa)

60, electrolytic brazing

naftika B anexrpomrax (c Ha-
rpeBaHNeM K3[eius, CITyXaue—
r'o XaToaoM, IPOMyCKaHHeM
9/IeKTPHYECKOT'0 TOKA 4epea
SNEeKTPONNT)

61, electron beam brazing

97IeKTPOHHO —~1y4yeBas Nafixa Ty-
r'OIVIABKMM [pHIIOeM ‘

62, electron beam conver—
gence

CXOXAEHHE NyYKA SJIeKTPOH—
HpIX nydeft (npM sieKTPOHHO-
nyseBoft cpapke)

63. electron beam current
ToK ay4a (npm 2/ileKTPOHHO—
nygeso#t cpapke)

64, electron beam diver—
gence

pacxXOoXaeHHe MyYyKa 2/IeKTPOH—
HbX nyde#t (mpu snexTpoOHHO—
nysepoft - cpapke)

65, electron beam power

MOUHOCTE 3JIEKTPOHHOI'O JIy4a

(npoussenenne ycxopsiomero
HaNnpsDKeHUsl MJIM TOKA NepBHYy—
HOI'O Nny4YKa 3JIEKTPOHOB Ha INTy-
GHMHY INpOIUIAB/ICHHS IIPH 3JIEKT-
POHHO —J1yueBofft cBapKe)

66, electron—beam welding
machine

9JIeKTPOHHO ~/Ty4eBasi CBAPOYHAS
yCTaHOBKa

67. electronically-control-
led welding

cBapoyHasi MaliiHa C 3JIeKTPOH-—
HbM ylpasbJ/IeHHeM

68,electroslag electrode
wire welding

SJlleXTpolulaKkoBass cBapka
3JIeXTPOAHOA NPOBOJIOKOM
(pasnoBuaHOCTL 3neKTPOCBApP-
KM, NIpyd KOTOpPOi# pacnnaeieHue
OCHOBHOI'O MeTallla ¥ 3JIeKT—
poaHO# NMPOBOJIOKH NMPOMUCXOAHT
3a cyeT Tellla, BBUIESIOLIEr 0~
CSl NpH NPOXOXAEHMH 3JIeKT—
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PHYECKOrO TOKA 4epead uula-
koBylo Banny. [lpumensetcs
ais ofpa3oBaHHs WIBOB He-—
OrpaHMYeHHON [JIMHBIL NpPH TOJ
wune Mmetamia go 500 mm)

69, electroslag plate elect-
rode welding

3NeKTPOUIIAKOBAsA CBapKa

NNMAC THHYATLIM 3JIEKTPOAOM
(pasHoBHAMOCTL B/I@KTpOWIIA—
KOBOfl cBapkH, IpY KOTOpPOH
pacnnapiieHne OCHOBHOI'O Me-—
Tana M IUIaCTHHYATOI'O 3/IOKT-
poaa NPOMCXOAMT 38 CYeT Tell-
718, BLIAENAOWEerocsl NpH Mpo-
XOXAeHHH 3/IeKTPH4eCKOI'0 TO-
xa, [lpumenserca pna ceapku
wBos To/muuHOR He Gonee

1,5 MmMm)

70, electroslag (sur)facing

3NeXTPOUIIAKOBASI HAI/IABKA

71, electrosiag welding
thermal cycle

TepMHMYECKMA UMK NpPH 3/IeKT-
pownaxosoft csapke (copoxyn~
HOCTb H3MEHAIOIHXCA 3HAYe-
Hufi TemnepaTypol B RAHHOR
TOUK® CBApHBaeMbLIX petasef
OT Hayana Harpepa [0 INOJIHO=
ro oxnapeHus)

72, electroslag welding
with forced weld
shaping

3IeKTPOLLIAKOBAg CBapKa C
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NpPUHYAHTENbHBIM GOPMHpPOBaHH-
em wBa (c nomoumbio noppiwk—
HBIX BOAOOXJIEKAAIOUMX YCT—
poficTs)

73. electroslag welding
with plate electrodes

8NeKTPOLUIAKOBAs CBApKa
NJIACTHHYATBMH 3/IeKTPOHAMH
( xoTOpHIE MOpAlOTCHE B 30HY
NNaBKM NO Mepe MX pacnniab—
neuns) *

74. Elkonite welding rods

CBAPOYHLI® 3/1IeKTPOAbl “SiKo-
nafir” (¢mpmennoe HasBaHue)

(conepaT xapbuas! Bonmbdpa~
Ma HaH MomuGpaeHa, MeAb MIH
cepe6po H NMPHMEHSAIOTCH if

nyroeoft ToMeuHoft cBapxu)

76.Ellira (Electro~Linde~
Rapid) technique

cnoco6 dnampa (BLiCOKONpPOUI~
BOANTeNLHAA MYTOBAs CBApXA
non dmocoMm)

76. emissive-coated el'ect—
rode

SNeKTPOA C SMHUCCHOHHLM 0=
xpuiTseM (npu pacnnasnenms
8/1eKTPOAA H3 er'0 NOKPHLITHA!
BBHIAGNSAIOTCS BeulecTna, o06ec—
NeYHBaAIAIEEe CTAGWIM3AIBUO AY+
FH NpPH NPHCOE[HHEHMM SJeXT-
POAA K OTPHUATE/ILHOMY MOJUO~
CY HCTOYHMEA TOKA)



77. emissive electrode

SMHCCHOHHEIA anekTpon (anekr—
PoA ¥3 IpHCAAOYHOr'0o MeTala
C OYEHb TOHKMM IOKDPLITHEM,
ofecneunBalouliM CTAOUILHOCTEL
FOpEeHHst AyTH)

78. enclosed angle

yron paspenku (packpbiThs)
"KpoMOK (npH nmoparoToBxe MaTte~
pHANOB MM M3pe it K cBapke)

79. end welder

MauMHa A/ CTBHIKOBOH CBapKu’
KoHuOB nonoc (B HenpeprpBHOM
arperate O6paGOTKH IOJIOCHI)

80, engine driven welder

cpapoyHasi MaligHa C NPHBOAOM
OT AM3ENLHOrO ABMIraTels

81, equal—pressure mixing
chamber

cMecHTelbHas kaMepa (raso—
BOfi ropenky) ¢ HABLITOYHLM
napneseM (roprouuit ras no-
CTynaeT B CTpPYIO KHCJOpoaa
NpY TAKOM XXe [ABJeHHH M
ABIXKETCH C TaxKoi XXe CcKopoc—
ThIO, KAX M KHCJ0poA)

82, equalisation—tempera—
ture time

nepuop BLIDABHHBAHHS TeMIle—
paryper (craaus ceapouHoro
Harpeea, Inpu XOTOpo# HCTOY-
HHK TeIUIOTHl nepecrtaeT pAedh—
CTBOBAThL)

83. equally—-strength weld
joint
PaBHOIIPOYHOE CBapHOe coer-—

Henve (He ycTymalomee no
IPOYHOCTH OCHOBHOMY METaJLTY)

84, erratic welding

HeycTOHYuBag cBapka

85.ERW [electric resistance
welded] pipe (and tube)

aneKkTpocsapHas Tpyba (Tpy6a,
HArOTOBJ/ICHHAS 2JIeKTPHIECKOi
KOHTAKTHON CBapkoii)

86. ERW [electric resistan—
ce welding] tube
mill
CTaH anga SHEKTPHHGCKOﬁ KOH~—
TaXTHOIl cBapku TpyO®

87. EWSR [electric welded
stretch reduced]
tube

alleKTpocBapHasi Tpyba, oGpa—
foTaHHasi Ha PeAYKUHMOHHO~
PacTsDKHOM CTaHe

88.excess weld metal

ycuneHue cpapHoro wpa (mMe—
Tallyl, BLIXOASAWMHA 3a Nnpepeinl
IIJIOCKOCTH, coeauHsiowell rpa-
HMIL! HApPYKHOH IOBEpPXHOCTH
wsa)



89, excessive dressing

yepeaMepHas sauncTka (ceap-
HOr'O 1IBa C yAAa/leHHeM OCHOB—
HOro MeTasia)

90. excessive reinforcement

naburrounoe ycunenne (o6pa—
30BaHME HA LUBE BLITYKIIOrO
CBapHOTO BaMKa)

91, excessive weld drop—
through

npoxor ceapHoro wea (pedext
CBapHOro WB&, MpeACTAaBIsO—~
wuit coboit yrirybrnenne B ero
nueBOf MOBEPXHOCTH, OBpaso—
BaBlleecsi B pesy/bTaTe MpPOTe—
KaHHSI CBAPOYHOH BaHHBI HA 06—
paTHo#i cTopoHe 1uBa) -

92, exhaust booth

cpapoyHasi xabuHa ¢ MexaHu-
yeckoit BenTunsume# (monysa-
KppiTasg 30Ha, B KOTOPOH ABH-
MEHHMe CTPYH BO3AyXa MCIOJb—
ayeTcs ANd ypajeHHMs AbpMa,
rasoB M YacTHlI MaTepHaloB,
BLIENISIOWMXCH TIPH CBapxe)

93, expanding backing ring

pasXMMHOe MOAK/IafAHOe KOIb—
no (npu cGopke mapemmit mop
CcBapKy)

‘94, explosion—bonded clad
plate

ronctei#t (cranbho#t) mmcr,
NJIAKHPOBAHHBIA MeTOAOM cBap-
KH B3pLIBOM
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F

1. fabricating shop

c60poYHO—~CBAPOYHLIA liex

2. fabricating thrusts

c60pOYHO~CBAPOYHbIE . YIOPEI
( mpucnoco6nenus, ¢pUKCHpyIO—~
L¥e TOJIOKeHHe H3Ae/Ns IpH
c6opke M NMpenaTCTBYOUME ero
nepeMelle uIo Mo ONOpPHOHK 1mo—
PEpPXHOCTH NIpPH CBapke)

3. face feeding

nmopgaya IPHCANOYHOrO MeTajla
(mpunost) B 3oHy cBapkmu
( natixu)

4, face reinforcement
ycunenue sHeumed (minesoft)
CTOpOHEL CBAPHOI'O 1IBA

5. faint root
HemIOTHEH KopeHb (cBapHOro
Ba)

6. false rivet

damwsaknenka (aaxnenxa,

IpH NOCTaHOBKe KOTOPOH BMecCr
TO QOopMMpPOBaHHS YeKaHHOM
I'OJIOBKM C O6GpaTHO# CTOPOHEIL
BBICTYTIQIOIYIO YaCTb CTEPXKHA
o6BapHBAIOT AYT'OBOH CBapKOH)

7. fault prevention

npenynpexpaeHHe o6pasoBaHus
nepextos (npu cmapxe)



8. fatilty welding

nedpexTHasi cBapxa

9, feed and upsetting drive

MEeXAHH3M INOopaYH M OCafKM
(mpu cThiKOBO# CBapke)

10, feed(ing) groove

nasyibHasi KkaHaBka (xaHaBka
P NAfHOM COEQMHEHHMM, B KO-
TOpOM mepen mnafiko#t momeuma—
10T MpHIOH)

11, ferrite number

deppuTHOE uMcO (NPOM3BOMEL~
Has CTaHPapTH3OBAHHAS BelH—
yuHa, ObO3HAvaolas copgepxa-
HHe deppUTa B CBAPHOM MeTal-
lle ayCTEeHMTHOH XKOpPpPO3HOHHO~
cTolikoff cTanu, npuMeHnsemas
BMECTO YyKa3aHHsl OTHOCHTEJ/b—
HOrO copepXaHua ¢eppuTa)

12, ferro—nickel electrode

Xelle 30~HHKe/IeBLIl 3JIeKTPOA
(nnst ceapkn uyryna)

13, field welding

cBapKa B TNOJIEBBIX YCJIOBMSIX
(oa npepenamMu NpPOM3BORCTBEH~
HOrO MpeanpHsITHS)

14.field welder

CBApUIHNK-MOHT&KHHK

15. filler—metal performs

3aroToBKM 3apaHHoii GopMbL M3
NpHCafo4YHOro MeTalulia

16, filler~metal powder

NOpOWKOO6pasHbifi NpHCafOUYHbI}
MeTal

17. filler metal wire spacer

NMpoK/Jafgka U3 NpHcapoyHOH
N POBOJIOKH

18.filler—pass. welding

npoBapka BajlMKa, 3aNoJHsiole—
I'o paspelKy

19, filler rod speed

CKOpPOCTBb NTOfa4yM NpUCaNOYHO—
r'o NpyTKa WM NpHCapo4HOH
NPOB OJIOKH

20, filler wire

cBapouHas npopojioka (nmpopo-
n0Ka, HCHOb3yemas Kaxk IpH—
canoyHet MeTallll NpH CBapkKe
nnapneHneM)

21, filler wire cast test

MCILITAHHE CBApPOYHON IIPOBOJIO—
KM Ha npyxuHenue (onpepens-
eTCd MO yBellMHEeHHo aMaMeT—
pa cBoGopHONeXAWero BHTKA
NPOBOJIOKH, OTPEe3aHHOI'0 0T
MOTKa, N0 CpaBHEHHIO C [ya-—
MeTpOM MOTXA)

(cM. Taxxe filler wire helix test)
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22, filler wire helix test

HCOBITANHE CBApOYHO# HPOBOJIO—
KN Ha TpyXuHeHue (ompepensi—

eTCsl IO BeJ/IHYMHE OTKJIOHCHHS

KOHILIA CBOGOAHONIEKALEI'O BHT—
Ka MpOBOJIOKM OT I'OPUBOHTAIb—
HOil TIJIOCKOCTH)

23, filler wire jam—up

3aepaHye NPHUCA&AOYHOH IPOBO—
noku (B npoliecce nopauy K
MeCTy CBapKn)

24, filler wire spool

GabuHa sl cBaApOYHON IpPOBO-
JIOKH

25, fillet weld concavity

ocnabieHne YTIIOBOrO IBa
(paccrosinMe MeXmy MIOCKOC—
ThlO, npoxoasimie#f yepes BUAH~—
MLble JIMHHH CIVIaBeHMsl WBa C
OCHOBHBIM METaJlJIoM H MOBepX—
HOCTBIO CBApHOro WBa, H3Me—
peHHOoe B MecTe HaubGoibueh
BOPHYTOCTH YTVIOBOI'O IUBA)

26, fillet weld cross
section

ceyeHHe YTJVIOBOI'O uiBa; ceye-
HHMe upa TaBpPOBOI'O COEeHHEe-
HHUA

'27. fillet weld gauge

panuycHsit wabnon (pna npo-
BEpKH paaHyca CKpyTJieHuHi
- CBAPOYHEIX IUBOB)
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28. filter plate

CBeTOOMILTP; TEMHOEe 3allMTHOe
ctekso (onTHueckuil MaTepuan
Ang 3auUTh. r'as oT u3bpIToy—
HOr'o yJbTpadHo/IeTOBOr'0, HH—
¢pakpacHOro UIM BUAMMOIO U3~
nyqenus)

29, fine wire butt welding
machine
MalMHa [J/is CTHIKOBO# KOHTaKT-—
HOR CBapkKy TOHKOIi IPOBOJIOKH
30. finger penetration

wunooGpasHpiil mposap

31, finishing weld

yucToBoft [zambxaouyrii ]
CBapHO# WOB

32, fire and welding:
blanket

SAIMTHBI NIPOTHBONOXAPHLIH
3aHaBeC Ha MecTe CBapKH
(sanaBec ua ru6xoro orse-
CTONKOro MaTtepuana pjsg npo-
THBONOXADHOH 3AUMTHL MPH
CBapOYHBIX ONEpAaIHMaX)

33. fire permit

paspellieHHe Ha BLUIOIHEHHE
ceapky (B HedrexmMmuyecko#t
IPOMBIIEHHOCTH )

34, firecracker welding

.CBapka pacuieruyieHHO#t myro#



35, fish eye

“pributi raas” (pepext cap-
HOro umBa, HaGmopamowuicd Ha
IIOBEPXHOCTHU _,HSJIUMa: B HEeHT-
pe nedexTa HaxomwTcs rasoBas
nopa, a Mo ee NepUPEPHH 30—
Ha XPYNKOro paspylieHHs)

36, fit around the eyes
goggles

sallMTHLIE O4KM C OOKOBBIMH
LM TKaAMHU

37. fit—up tolerance

pomyck Ha c6opky (mon cBapky)

38, fitness—for-purpose
criteria

NpeABAPUTE/ILHO PeKOMEHOBaH—
Hble CNelMaiH3UpOBaHyble KpH-
Tepuy ropsocTH (npuMensiorcs
NpH KOHTpPO/le KayecTBa CBap-

HBIX IIBOB)

39, fixed cycle welding
robot

cBapoyHbit po6GoT Cc ¢MKCHpO—

paHHLM 1MKIOM (OBBMHO He—

6oMblIoe, CPaBHHTENILHO IIPOC—
TOe YCTpPOHACTBO C NMHEBMOIpH-—
BOAOM M GMKCHPOBAHHOf XKeCcT—
xoft nporpaMmoi paGoTer)

.40, fixed dam

tdopmupyioilee npucnocobieHne
C nepeMellleHHEeM TOJILKO B
BepPTHKa/IbHOM HalpaB/IeHHI

(npivenseTcs npu snexTpora—
30BO# cBapke)

41, fixed—gun viewing
system
onTHYEeCKass cuctemMa pas3pepT -

ku (anexTponnoro mywa) c
HEMOABIKHON IyIWKOH
42, fixed shield

HenoaBHXHLM axpaH (ycTpoi-
CTBO VIS 3AlMTEL OT TeJIeCHO—
'O NOBpeXAeHHs NpPH CBapKe
M peake)
43. fixture pressure
YCHIIMe CXATHS 3aXKMMHOI'O
npucnocobnenns (konpykropa)
44, fixtured work

uapeme B c6ope (mom ceapky)

45, fixturing
npuMeHeHue COGOPOYHBIX HpH—~
cnoco6enntt (npu ceapke ua-
nemif)

46, flame separation
orpyB mnamenr (npu raszopoft
ceapke)

47, flame spray powder mix

IIopouiKkopasi CMeChb [ ra3o—
nJiaMeHHOr'o HamnblleHus

48, flame straightening

rasonjiaMenHas Ipabka
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49, flame washing

nnameHHas sauMcTtka (nosepx—
HOCTH M3pe/Hs, BLIIOJHEHHOI'O
rasonnavenHo#i [ xucnopoasott )
Pe3Ko#t C NpMMeHeHHeM cClie~
LUHMaTLHOTO pe3aka, NpHaaoie—
ro cTpye- Kuciopopa Tpebye-
Myio ¢opmy)

50. flange height

BricoTa Gopra (npu or6opTOoB-
Ke KPOMKH JIHCTA IOA CBapKy)

51, flange-joint lap seam
weld

PO/MKOBOE IUOBHOE COeMHEeHHe,
BHAXTIECTKY, BBbIIOJIHEHHOE: IO
oT6opTOBKE

52. flange—to—tube welding
npuBapka ¢niaHua x Tpybe

53, flange—web weld

junction

cBApHOE COeAMHEHHe IIOJIKH
fanxu co CTeHKOH

54, flank angle size
YT'oJl Hak/IOHa KpaeBol 4acTH
CBApHOr'o lBAa

55, flank weld

¢namroeerft wos (6GokoBoit woOB

B CBapHO# KOHCTpYKUMM, pac—

TOJIOXKEeHHBIA Iapasve/lbHO Ha—

npapieHMIo fAefcTByloWero ycu—
nvst)

82
-~

56, flare—bevel—groove -
weld

cM, single—flare—bevel—groove
weld,double—flare—bevel—groo-
ve weld

57. flash—and-upset trim—
mer

YCTPOACTBO [is ypaleHus
rpara (B MaumHe ANt CTHIKO-
BOMt CBAPKM ON/ABIICHHEM )

58, flash—butt rail welder

MalHa [JIg CTBIKOBON cBapky
pellkCOB OIJIaB/IOHMEM

59, flash cutter

pesak mis yAaleHMs rparta
(npr cThKOBON cBapke omaB—
nenuem) '

60, flash—filled weld

oGpaboTraHHL 3aNOMHLIO CBap-
Hoit woB

61, flash—off length

npumyck Ha onnabnenne (npu
CTHLIKOBOH CBapke)

62,flash phase

dasa onnabnenus (Henpepbb-
Hoe o6pacoBaHHe H B3DPHIS Ne—
PeMBblMEK pacIIaBeHHOI'0 Me-
Tanna, CONPOBOXAAEMBIE Miw—
TEHCHBHLM BHIGPOCOM pacIuiaB-
NeHHPIX YaCTHI MeTamua, Na-—
POB H OKHCIIOB)



63. flash trimming

ypanenue rparta

64, flash welded joint

cBapHoe coefHHeHHe, NOJTyYeH—
HOe IpHM CTBIKOBOH cBapKe O~
naBjieHHEeM

65.flash welding transfor—
mer

TpaHchopMaTop ANNS CTHXOBOMH
CBapKH OIlIaBlIeHNEM

66, flashing force
'ycunpue cxaTHs NpH OIlapiie-
nuu (B mpollecce CTLKOBOH
CBapKH OIIaB/IeHHEM )

67. flashing pressure
naBneHne npu omnaBneHuy (B
npollecce CTHLIKOBOA CBApPKH)

68.flashlamp

namna~-pcnpiuka (B uMIyme-
HOM Jla3epHOM YCTpolcTbe,
NpUMeHsieMOM M1 CBapKH)

69, flat fillet

IOPH30OHTAINBLHEIN YT I0BOMH 1IOB

70, flaw

HecIlouHocTs (HOBOe 3Haye~
HHe TepMHUHA)

71. flaw evalﬁation of
welds

olleHKa AedeKTOB B CBapHEIX
mBax
72.Flexarc welding rods

cpapoyHble 3fiekTpoabl "dnex—
capx” (¢upmemoe Haspanue)
(MaroTOBNEHE! M3 KOPPO3HOH-~
HOCTOHKHX cTallell C NMOXPHITH~
eM M3 OKHCH THMTaHa C H3Bec—
THIO WM TONLKO M3 M3BECTH)

73. flexible fume extraction
arm

rubxuft pykap mis orcoca Mbl—
Ma OT MecTa CBapKy

74, flexible wire conduit
rubkuft nUIaHT A8 2J1eXTPoa—
HOM NIPOBOJIOKH

75. flimsy tank welding
cBapKa TOHKOCTeHHbIX 6Gaino—
HOB

76. flow brightening

onnaenexnue (MeTammueckoro
NOKPLITHSI, HAHECEHHOI'O Ha
Ha[enne NpH HU3KOTEMIepaTyp—
Holt mafike)

77, flow line

cepapuo#t wop (o nnacTMaccax)
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78. flow soldering

aBTOMATHYeCKasi HH3KOTeMIe~
parypHasi BOJIHOBas Iaika
(nmoarorosnennoe x nailke co-
e[MHeHHe TIOABepraeTcsl Kpar—
KOBPEMEHHOMY BO3AeHCTBUIO
MHMAKOT'O NPHUIOH, NPOXOAAWEro
BOJIHON TIO NMOBEPXHOCTH BAHHLI)

79, fluid—flow flux
xupkotekyunht dmoc (dmoc c

HU3KOH! TeMilepaTypol nepexo—
pa U3 BA3KOI'O COCTOSIMMA B
KUAKOTEeKyuee )

80, flux

wnak (ana a/eKTpownaxoBo#
cBapkH)

81, flux acidity factor

KO3h)HIMEeHT KUCJIOTHOCTH ¢vuo—
ca (MoneKkynapHoe OTHOIIEHHE
copepxamuxcs Bo ¢uuoce: KHC—-
JIOTHBIX OKMCJ/IOB K OCHOBHBIM)

82, flux backing

¢uuocobas nomywka (cno#t ¢rmo—
ca, npmxuMaeMbil’ K cBapuBa—

eMbIM KPOMKaM CHH3Y CXaTbM
BO3AYXOM MJIM MACCOH M3apeHs)

83. flux basicity

ocHoBHOCTb (wuoca (Monexynsp—
HOe OTHOLIEHHMEe COfepXaLHXCS
BO (rioce OCHOBHBIX OKHCIIOB

K KMCIOTHBIM )

84.flux—copper backing
welding

cpapka Ha ¢u1ioco—~-MenHo# nop~
knapke (omHOCTOpPOHHSA cBap~
Ka noa ¢aocoM C HONHBIM Npo-
niaelieH¥eM, IpH KOoTopoll mop
KPOMKaMH COeAMHSeMbIX AeTa—
efl © ycTaHaBIMBAIOT MEOHYIO
NoAX/JIapKy C KaHaBKOH, 3anoji—
HeHHON MenxiM ¢uuocoM M
npeAHasHauyeHHylo and GopMu—
poBanus o6paTHOro BajmMKa)

85, flux cored arc welding-
electrogas

pyropasi ajiekTporasobasi cBap-
Ka IOpOLIKOBOIi ITPOBOJIOKOMH,
NpH KOTOpON ANs OrpaHudeHns
ABIDKeHMsI PACIIaB/IEHHOI'O Me~
Tajula NpM BepTHKaIbLHOH cpap-
Ke HpuMeHsoTcs ¢$opmylolne
nonaynsl, (BoamoxHo npume—
HeHHe [OINOJHUTEILHOI'O 3alH T~
HOI'O rasa, NOAABAEMOr0 H3BHE)

86, flux—cored strip

nopouwxopas JjeHnra ( mapsumics
3NeKXTPOA, COCTOSIHHA uU3 n(ay-x
CTa/LHBIX NOJIOC, MEXAY KO-
TOPEIMH 3aIIPEeCCOBAH IOPOLUKO-
o6pasubift dmroc)

87. flux coverage

dmocopas saumra (cpapoyxon
BaHHbI); ¢uuocoBas Kopka

88, flux dam

tbiuocoynepXxuBalllee NPUCIO—



cobnenue (pna ypnepxanus B
npollecce cBapky cios oca
HA NOBEpPXHOCTH CBapHBaeMEIX
uapenuf)

89, flux—delivery tube

TpyGka pns nopaux ¢uoca
{(npu pyroeo# ceapke nop
dmocom)

90, flux detection kit

npubop pisi oGHapyXeHHs
(cnepos) ¢moca (npumenser—
cs NpM nalixe TBepAbIM IpH~—
noeM Mist o6HaApPY>XeHUs OcTart -
xoB ¢dropcone pramux ¢uuocos
Ha nasHoMm wee. Hanuumne d¢uuo—
ca M ero OTHOCHTEILIHOEe CO-
pepXanue onpepensiorcst Io
M3MEeHeHMI0 lIBeTa pacTBopa
KOHTPOJILHOI'O peareHra)

91, flux dip brazing

na#ika BO ¢uuocoBOil BaHHe
(nailka norpyxensem B BaH-
Hy C pacIulaBNeHHBIM (IIOCOM )

92.'flux dispenser

poaatop dimoca

93.flux feeding device
dmocoannapar (npucnocobne-
HMe nns mopauu dumoca)

94, flux feedin  device of
mixed system

dmocoamapatT cMellanHo# ch—

cTeMel, (uuocoarmapaT BCacbk-
Balle~HarHeTaTe/IbHONH CHCTe—
mpl (THn ¢uuocoannapara, B
KOoTOopoM nopada ¢uuoca B 30HY
CB&PKH OCYLIeCTBJ/IAeTCsl caMo—
TeKkOM U3 OyHkepa c H3GLITOY—
HbM [AaB/IeHHEM BO3[yXa, KO-
TOpOe CO3R8aeTCs IXKEKTOPOM,
NOMEeIleHHbEIM BO BCachBaio—
ue#t Tpybe BHe duuocoammnaparte)

95, flux feeding exhauster
device

dinocoanmnapaT BcaceBaioue i
CHCTEMEL C 9KCraycTepoM

( procoannapat otmuaeTcs

OT OOLMHOI'O TeM, YTO paspe—
JeHHe B ero OyHkepe co3paeT—
Csl 9KCrayctepoMm, 4TO NO3BO-
JigeT KMCHOJIL3OBATH €r'o Heaa-
BHCHMO OT HAJIMYHS Marucrpa-
M [ [opadH CXaToro BOa—
nyxa)

986, flux hopper

drioconuraTe/ms (Gynkep nas
nmopauM ¢uiioca NpH cBapke,
naitke n pesaxe)

97. flux joining method
MeTOl COefIMHEHHS C NpHMeHe-

nueMm ¢moca (manpumep, nafika
Cc norpyxennem Bo dunoc,

cBapka 1o ¢uuocoMm)
08, flux paste

dmoc-nacta (cMech nMOpOWKO-
BOr'0 ¢uioca M yBIAXHUTE!S,
HMeloas MOMYXUAKYI0 KOHCH—
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CTEHINUO M TpPUMEHSIOWASCS
[l HaHeCeHMs Ha cBapABae—
Mble KPOMKM MeTa/la Tpu ra—
30BO#i cBapke)

99, flux pencil

drocoBpit xapanpaw (crepxenn
n3 ¢uuoca Ha CBH3Ke, ClTyXa-—
mMA A8 HaHeCeHMs 4YacTHU
jvioca Ha nasieMbie KPOMKM 10—
CPefiCTBOM HATHpaHHs)

100, flux pool

unaxopasi Banna (npn anexkT—
pouuiakopo#t cpapke)

101, flux retention

ynepxanue ¢moca (B paGouem
MOJIOXKEeHMH TIpH AyToBO# cBapke

non ¢mocom)
102, flux-solvent

jruoc~-pacTeoputens (BemecTso,
BBO[IMOE B CBAPOYHYIO BaHHY

[/ PACTBOPEHMS OKHCIIOB Me-
Tamia 6e3 XMMHYECKOro B3aH-
MopefiCTBHA C MeTaIoM)

¢ 103, flux suction

oTcaceBanne ¢umoca (y6opka
¢moca, Me pacniapuBLIErOCH B
npoutecce Ryroeoff cBapkH, C
noMomelo ¢mocoanmapara)

104, flux trough

noppoH ans cGopa dumoca (npu
ayroeo#i cBapke mof quuocoM)
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105, flux (ed) ferrule

dmocopas wafiba (kombuo ua
CMeCH Ha OCHOBe CBapOYHOI'O
dmoca, KOTOpoe HageBaeTcs
Ha TOpell WTHPA MIN LUH/ILKH
nepen ee NpHBapKOit)

106, fluxing flame

¢mocyomee mnams (ceapounoe
nnamsa, copgepxauee rasoot—

pasupiit ¢ruoc)

107. fluxing solution

¢mocyioumft pactsop (xuaxut
dmoc pns nafixu)

108. fluxless joining
method

GectuocoBrit MeTOn coepHHe—
nua (nafixa wim cpapka, Bbk-
noyHaeMele 6e3 NpHUMeHeHHS
dmoca)

109, flywheel friction
welding

CBApKA TPEHHMEM C MAXOBHKOM
( npuMeHeHne MaxoBMKA NMO3BO-
NSleT YRE/IMNTL [AB/ieHHe INpH
cpapke 6ojiee ueM BaBOE)

110, focused image holo—
graphy
ronorpadpus choKyCHpOBaAHHOI'O

naobpaxenus (mia obnapyxe—
HUSl TPEUMH B CBapHLIX WBAax)

111, Foght’s rays

nyun Poxrta (imdpaxpacHre iy-



Y C ANMHON BOJIHB 1,3-
1,8 10-8 M, HaxopguHecs
B AManasoHe M3JyYyeHUs AYTH
M BpeaHo felicTBylollHe Ha
apenue)

112, foil butt seam weld

CTLIKOBOH WIOB NpPH POJIMKOBOM
cBapKe C yYCH/IeHHEM MecTa
cteka (npmvensierca Haknap-
Hag yaKag Nojiocka MeTailla C
opHo#t unu ¢ o6eHx CTOPOH CO—
e puHeHNA )

113, foil printing

CHATHE OTINEYaTKA C MOMOWLIO
domern (npu Mccnepobanym
CTPYKTYPhI CBApPHELIX 1UBOB)

114, foreign weld metal

HannaplleHHLI# MeTalul, OTIH~
yajouuiica Mo cocraBy OT cba-
pHBaeMoOro Meraiia

115, foreign welding wire

3J7leKTpoayas 1popoJjioxa, OT-
Juyampuiagces 1o cocrtrapy oT
cpapuBaeMoro mertaimia

116, forge welding flux
plate

NpOBOJICYHAS CETKA, 3AaMO/HEH—
Hag ¢mocoMm (BBOMMTCE B WIOB
A8 OGNeryeHns KyaueuHoh
cBapku)

117, frame ferrule

obeualixa

118, free—flight region

o6nacTL AYTH CO CTPYRHBIM
nepesocom (Mmeranna)

119, free—of-stub welding

6eaorapkopas ceapxa (pyuHas
CRapKa MeTajllIfdeCKUM 3JIeKT-
POAOM C NOJIHBIM MCIOJIL30B&=—
HMEM KaMXPOr'0 M3 WTYYHBLIX
allekTpopoB Gea orapka, Ajsa
4ero aJIeKTPOQL! Ilepef Haya—
JIOM CBapKH NPHBAPHMBAIOTCS
TOpUaMM K ClieliallbHOMY

37Ie KTPOMIOAE PAKATEILO)

120. french chalk

BeHcKas MaBecTh (nOpouKoo6-
pasnas cmeck Ca0 u MgO,
npuMeHsieMasi ISl OYMCTKHM IO~
BEpPXHOCTH cTalyu nepep nafi—
xo#t)

121, friction soldering

cM, abrasion soldering

122, friction welding
* machine '

' MalmMHa o cBapku TpeHHeM

G
1. G-BOP [gapped bead-
on—plate] test
HCIIbITaHue Bal/lika, HabpapeH-
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HOro Ha ofpaslie M3 TOJICTOrO
JHCTa MONepek 3a30pa MeXAy
CBapHBaeMbBIMHM KPOMKaMH
(210 HcnurTanMe npuMeHsieTCs
s onpepesieHus GaxTopos,
B/MSIIONMX HA Be/IMUMHY HAIps—
XeHuda B obGpaslie, a Takxe
B/MAHAS XMMHYECKOI'O COCTaBa
M HaBOMAOpaXXMBaHHS HA BOC—
TMPHMMYMBOCTb K pacTpecKuBa—
HMO)

2.gantry type shape cutters

MHOr'ope3aKopoe yCTpOoACTBO

KO3/IOBOr'o THHa aJa ¢acoHHOMH

peakn (rasoBeMu peaakamu)
3.gantry welding carriage

nopraibHass cBapoyHas Teliexka

4, gantry welding robot
CcBapouHbit poGOT NopTalLHOro
THIIA

5, gap bridging ability
CIIOCOGHOCTL K cBapkKe Io 3a-
30py

6.9ap filling time

NPONO/KHTELHOCTL 3aMOIHeHHS
3azopa (npu ceapke nnasne-
HHeM)

7. gas arc cutting

rasoanexTpHueckas peska (ny-
roeas pe3ka C HCHO/IL30BaHHEM
MeXAHHYEeCKOr'0, 3aIIHTHOrO M

apyroro ne#AcTBHS CTPYyH raaa,
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BBOAMMON B 30HY pelicTBHSA
nyrH)

8. gas cutting and profiling
machine

rasopeaaTeiibHasg N Npodu—~
pyomas MauiHa

9. gas cylinder lifting
cradle

nogseMHoe npucnocobiieHne
nns rasoBeix Gamtonos (nmop-
ctaBka ana 4-8 rasosBeix Gan—
IICHOB CO cTOfiko#f, B BepxHe#
Y4YacTH KOTOpO#t MMeloTCs INpo-
YUMHBI AN 3axBaTa BHIOYHBIM
MOr'Py3YMKOM H/TM KPaHOM)

10, gas discharge welding
laser

rasopplfi cpapouHblt nas3ep

11. gas envelope

rasosasi saumra (Hanp., aym
npu ceapke)

12, gas flame treatment

raaoniamMeHHas obpa6GoTka

( TexHO/IOrHYeCKHe MpouECCHL
06paGoTKH MeTa/lyIoB NjaMe—
HEeM r'OpYHX r'a3op C MOMOUILIO
CBapOYHLIX I'OpeJIoK)

13, gas fluxer

rasoBoe yCTpOHCTBO Ans nopa—
yu ¢vuoca x MecTy naltku



14. gas fluxing

1. rasopoe ¢mocoBanne (cro-
co6 nopaum xupxoro duuoca B
cpefe rasa—-HOCHTeNst K MecCTy

CcoeilMHEHMsl NpH nalike~cBapke);

2, d¢uuocopanne rasa (mpomyc-
KOM TOILIMBHOT'O rasa yepea
Kupku#t duuioc Onsl HachIUeHHs
¢IOCYIOUMH KOMITOHEHTaMH)

15. gas inclusion

rasobasi Iopa B CBAPHOM IlBe
( pepexT cpapHoro wma B BHAE
NOJNIOCTH OKpYTJIoH ¢opMbl, 3a-
TNONHeHHONA rasom)

16. gas metal arc cutting

rasogyropass peska Mertaluik-
YeCKHM IiaBdgliIMCH 3J71eKTpOo—
AaoM

17, gas metal-arc spray
welding

Ayropasi cRapka ILIaBSIIMMCS

MeTaliIfyeCKMM 3JIeKTPOAOM B
cpefe 3aALMTHOIO rasa C Ka-
NnebLHLM NMepeHOCOM MeTalia

B ayre

18, gas metal arc welding—
electrogas

[yropasi aNeKTPOrasoBasi CBap -
Ka NIaBsuMMCsi MeTalulnyec—
KHM 9/IeKTPOIOM B cpefie 3a—
umTHOro rasa (mapuant ayro-
BOA cCBapkH, INpH KOTOPOM MJIS
OrpaHMyeHHsi [ABIDKEHHs pac—

IJ1aB/IeHHOI'O MeTa/lla NpH Bep—
THKaNbHOR cBapke

19. gas metal arc welding —
pulsed arc (GMAW-P)

MMITyNILCHO—AYT'OBAs cBapka
MeTammmyeckuM (nnapsuummcst)
3JICKTPOAOM B Cpefie HHEpPTHO-
ro rasa

20, gas metal arc—welding
wire
NpoBOJIOKa AJIg AYroBo#i ceap-
KM B cpefe MHEPTHOr'o rasa
21, gas port.

oTBepcTHe nns (npoxona) rasa

22, gas pressure rail
welding
KMCJ/IOpOAHO—aleTH/IeHOBAas

CTBHIKOBASsI CBapKa pelibCoB
23, gas proportioner

poaupyiomee ycrtpoficteo (mns
CMELIMBAHMSA SAUMTHEX I'a30B
B 3a0AHHBIX KO/MYeCTBaXx)

24, gas-shielded surface
welding
HamniapKa p 3alITHBIX rasax
25,gas shielding of the
root surface

NOAMYB SAUUITHOIO rasa K
oGpaTHOR CTOpPOHe coelMHsie—
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MbIX AeTalefl 18 3aQUMTHE
IIpH cBapke oT aoaueﬁcmna
BO3puyxa)

26, gas shroud(ing)

o6pasoBaHue rasopoit 060104~
ku (Hanp,, ans saumMTH AYTH
npu ceapke)

27. gas—slag protection

rasouuiaxopaa saumra (cop~
MelueHHe [PH CBapKke rasoBofl
3aumTe. ¢ 00pasoBaHNeM B
3OHe cBapKH HefO/BbUIOro KOJH-~
YecTBa lUIaKa)

28, gas torch brazing

naftka rasosolf ropeixo#t (c
HarpeBOM H3fe/Ws I/IAMeHeM
raadeofi ropenxu)

29, gas torch popping

XJIoNaHHe ras3oBOf ropesxy
(mpu cBapxe)

30. gaseous detonation
spraying

[eTOHAUMOHHO~Ta30B0e HaTblie—
HMe (TBepllOI‘O cliyjiapa Ha o~
BEpXHOCTb HM3[eNHs)

31, gaseous pickling

rasosoe Tpasienne (ypanenue
OXHCJIOB, pPXABYMHBL ¥ OKAJIMHLI
nepea cpapkofi ¢ NOBePXHOCTH
cTankHLIX peraneft BoapeficT—
BHEeM Ha HHX ras’ooGpasHoro
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£YXOro XJIOpHCTOr'C BOAOPOAa
npu BEICOKO#H TeMmrniepatype)
32, gasshoots
“yeppoTOYHasY NMOPHCTOCTB
( nepexT cpapHoro uwma)
33. general purpose elect-
rode

9/IEKTPOA O0WEero HasHa4yeHHd

34, general purpose flux

YHMBepcaJ/bLHBN dunoc

35. general-purpose welding
machine

yHUBepca/lbHasi CBApOYHAA Ma—
wppa (pns ceapku pasHOTHI-
HBX Hapenui)

36. general purpose welding
robot

cBapouHet po6or ofmero Ha-
snauenus (ynuBepcambLuplt Ma-
HMITyISITOP QOIS CBapKH)

37. ghost formation

oGpasoBaHne CBeT/IbIX IOJIOCOK
(BanpuMep npum CTHKOBOK cpap—
Ke ONJIaBjieHMeM I'OPSYMX 3a—
FOTOBOK)

38, girder welding

ceapka Ganok



39, gland nut

rafixa camunka (cpapousoft
ropeskH)

40, gloove ports

okHa ¢ (BCTPOEHHBLMM B HMX)
nepuatkamu (ans ceapku Ho-
penuit B MeTAIMYECKHX Ka—
Mepax, 3aloJIHeHHbIX 3allMT—
HBM rasoM)

41, glow—'discharge elect-
ron ‘gun

SNIeKTPOHHAS IylIKA C XOJIOf—
HbM IJIA3MEHHLM KaTOAOM

( npumensieTcs, HanpuMep, NpH
cBapke Tpy6 Majoro muameTpa)

42, gooseneck hold—down
dog

pacnopHO-NpIDKNMHAas cxoba
Tuna “rycusoft wefkn” (npu-
MeHsIeTCS INpPH KpelvieHMH H3—
pnemuit Ha cTONle [UIA CBapKH,
CHAGXEHHOM OTBEPCTHSMH)

43, gouging abrasive
a6pasuB gns o6paboTkH Io—
BepxHocTH (cBapenHbX Hapge-
nuft)

44, gouging blowpipe
pesax mist o6paboTkH hosepx—
HOCTH; cTporay

45, graduated coating

IIOKPLITHE C INOCTENEeHHbIM H3—-

MEHEHHeM XMMMYECKOr0 COCTa-
Ba (npun Tepmuueckoit Mertan—
nusaummu)

46, granular flux filled stud

nosas LNKIbKa, 3alo/IHeHHas
rpaHyIMpOBaHHLEM (inocoMm
(umuabka, B NMOJIOM KOHIE KO—
TOpOH, 3AKpLITOM MeTajllHyec—
KHM KOJa4KOM, COAEepPXHTCS

rpaHy/IHpoBaHHbI# dutoc)

47. gravitation arc wel-
ding

rpaBUTalMOHHas CBapka, cBap-
Ka HaKJIOHHLEM 3JIGKTPOAOM
( nyrosas ceapka, npu xotTopo#t
nnapsmufica anexTpop pacnojia-
raeTcsl HaKJ/IOHHO BAOJ/Ib CBapH~—
BaeMbIX KpPOMOK M IO Mepe
pacnisaB/ieHHsl ABIDKeTCs Iof
neficTBIEM CHIBL TSDKECTH)

48, gravity position wel—
ding

cBapkKa B MO/IOXeHMM “B Jiopoy—
Ky”
49, gravity welding
cM. gravitation arc welding
50, grid(s)

naHenNb [Visi peryiMpoBaHAs
BPYUYHYIO NapaMeTpoB CBapoy—
Horo Toxka (mpu omHOBpeMeH=
HOt paboTe HECKOJ/LKHX CBa-
POYHBIX MOCTOB OT ofiero
HCTOYHHKA TOKA C OTHAENLHBM
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YCTpOHCTBOM pery/iMpoBaHHs
AN KaXAOro mnocra)

51,¢grinding mark

cnen iwnupobanus (pedext no-
BEPXHOCTH OCHOBHOIO MeTa/ia
MM CBAPHOI'O WBAa, CAeJIAHHDbI
uyiHpOBANbLHEIM KPYT'OM  MIIHM
ApPyrMM MHCTPYMEHTOM A/ 3a-—
YHCTKHM IOBEPXHOCTH)

52, grip contact chock

3aXUMHasg KOHTaKTHasi KOJof—
ka (MauMHB! g1 CTHLIKOBOM
KOHTAKTHO# CBapKu)

53. gripper

oxsat (cpapouHoro) poSora

54, groove and rotary
roughening

HaHeceHHe KaHABOK Ha IMOBEpX-—
"HOCTH TeJl BpalleHHs M IpuHpa-—
Hue efi mwepoxosarocTi (cro-
co6 TepMHYECKOH MeTaluMaaluiu
c ofpa3oBaHMeM Ha NOBEPXHOC—
TH Tell BpalleHMs KaHaBOK M
1IepOXOBATOCTH )

H

1, hairpin inductor
wrepeso#t uupyktop (pmnsa mu-
[YKUMOHHON na#ku)

2, half bead weld repair

method
MeTOl PeMOHTa CBapHOrO lBa
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C saMeHOH ero BepxHe# mojio—
Bmiel (MecTO peMonTra obpa—
6arbBaeTcs UWIHPOBAILHBIM
KpyroM c ypajieHHeM NOJIOBH~
HBbI BBICOTHI WIBA, IOCJ/Ie 4ero
WOB HaABApMBAIOT A0 INpexHeil
BBLICOTBI)

3. half bead weld testing

nomypanMkopas npoba (npns
OIIEHKM CTPYKTYPH. M TPOYHOC-
TH CBApDHOT'O LIBA MOC/e CHs=
THA OCTATOYHLIX HANpPSKEHHI)

4, half-cycle welding

NOJIyUMKIIOBast cBapka (Toueu~
Hag, pembedHaa MMM ypapHas
cBapka, NpH XKoTopo# ongpa—
1Us CBApPKH BBLMOJHAETCS HOJt~
HOCTBIO MIIM 4YaCTHYHO 3a o~
6y10 MOJIOBMHY LHMKIA NepemeH-
HOr'O TOKA)

5, hammer mark

ciiep MonoTka; sabouna (pe-~
$eKT Ha NMOBEPXHOCTH OCHOB~
HOr'O MeTalla MM CBAPHOI'O
wpa)

6. hand extremity

oM, gripper

7. hand—held gun

pyunoit nucroner (manpumep,
nns ypapHo#t ceapki)

8.hand-held welding tongs

PY4UHbBIE CBapHble Kieuu



9.hand'tooling

cM. gripper

10, hard éurfacing alloy

TBeleblﬁ criiaB A/l HallllaBKH
HQ NMOBEPXHOCTb

11, hard-vacuum electron
beam welding

9J/IeKTPOHHO/IyHeBasi CBapKa
B I'MiyOOKOM Baxkyyme

12, hardfacing tubular wire

npucapoyHas NpoBoJIoKa C ¢iiio~
COBBLIM CEPAEYHHKOM MJisl Ha-
MIABKN HA MeTalllH4ecKHe MHO—
BEepPXHOCTH

13, harsh arc

XKecTkas nyra

14, hat-shape(d) bead

"mwnsnoo6pasueift” amuk (cpap—
HOTO 1WBA)

15, head angle

IO/l HAK/IOHA I'OJIOBKM IOpeii—~
ku (Mo oTHoweHMIO X pykosiTKe)

16, head shield

HjieM Ui 3aWHUTEBL ['OJIOBbIL
cBapiuKa

17. header regulator

pPaMIOBBLIH UEeHTpA/LHbIR peayK—

Top (4epes KOTOPEIfi MPOXOAUT
Becb ras, orGupaeMuiii 3 pac-—
npenenMTeNbHON paMIiipl fJidg Mo—
[la4uH CBAPOYHBLIM MOCTAaM)

18, headstock—and-tail—
stock positioner

ABYXCTOEYHbIA CBApPOYHBLIH KaH-
TOBaTelb

19, heat—and-weld axial
force

OoceBOe YCH/IHe NpH Harpese H
ceapke (Tpenmnem)

20, heat—-and—weld time

npopo/mmkuTeBLHOCT: ( BpeMs)
Harpeea K cpapku (npm cpap—
Ke TpeHHeM)

21, heat filter

Temiopolt GMILTP; Temo(UILTP
(npospaunoe GecupeTHOoe Ten—
JIonorJionaee CTeKyio, no—
MellaeMoe MexAy GecuBeTHLEM
M TeMHBM 3SAUHUTHHEIMH CTeK/la—
MH [na 3aumTthl riaa, [lppme-
HAeTCsl OOBMMHO INpPH .CBapke
MeTalIM4eCKHM 3IIeKTPOAOM B
Cpefle MHEpPTHOr'O rasa IpH
BLICOKMX Be/IMYMHAX TOKa)

22, heat pattern

Temnopoe rone (B cBapouHO#H
pyre unum B daxestle cBapouHOn
ropenxe)



23, heat—pressing welding

Tennonpeccopasi ceapka ' (TIIC)

24, heat robber

oxnaxpalomasa noaxnanka (pna
OTBO@A Tem/jia 'OT MecTa cBap-
KH)

25, heat saturation time

nepuon TemmoHackmenus (mna—
yanLHas CTapMsi CBapPOYHOIO
HarpeBa, XapaKTepH3ylowascs
HapacTaHMeM TeMIepaTyphl B
HENOMBINKHOM MM HepeMelia—
IOIeMCs BMECTe C HMCTOYHHKOM
TeIIOTH. TeMIlepaTypHOM IoJie)

26, heat sealable

cpapuBaeMbift (b mnacTMaccax)

27, heat sink

TEINoNOrIOTHTE!L] YCTpOACT—
BO [U1s OTBOAA TeIUIAa

28,heated tool welding

cpapka (mnacTukos) ropsumm
RHCTPYMEHTOM

29, heavy—duty welding

BB OKONPOUSBOAKRTENHLHAS
cBapka

30, heavy (plate) welding

cBapka TOJ/ICTO/IMCTOBOI'O Me-
Tanna
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31. heavy section weld

OB GONBIIOH TOMUMHEL

32, height sensing system

cucteMa crnexenus (sa ceap-
HbM ULIBOM MM Pe3oM) C ap—
TOMaTHUeCKO# ycraHOBKOH pa—
Gouero MHCTpyMeHTa Ha 3a—
AAHHOM pacCcTOSIHMM OT LIBa
MM pe3a

33, helical surface welding

Hannaska (Ten Bpawennus) mo
BHHTOBOM JIMHMM

34, helically welded tube

CIIMpal/IbHOLIOBHAasa CBapHasi

Tpyba

35, helyarc line welding

pyroeBas cBapka B cpefie I'efM#

36. HF (high frequency) arc
stabilisation

cTabHM3anus AYTH HAaJOXeHH—
eM MMIIYy/IbCOB TOKA BLICOKOf
4acTOTHI

37, HF (high frequency)
pulse potential appli—
cation

HaJlOXEeHHe HMIIY/ILCOB Halpsi—
Xemns BhICOKO# wactorn (pna
NOBHNUEHNSA YCTORYHBOCTH Ny-—
I'H NepeMeHHOro ToKa ¥ 06—
NeTYeHHs ee SAKUTaHHUS)



38, HF re—ignition

NOBTOPHOe BO3GYXMAeHHe AYTH
uckpoll (npumenenue B uyro-
BOM INPOMEXYTKE HCKPbL Qs
MOBTOPHOI'O BO30YyXAeHHs Ay—
I'H, NOJy4yeHHOH NpH MpPUIOKe-
HHH TOKa BbICOKOI'O HalpsDke—
HMSl M BBICOKOH YACTOTEI)

39, high current density
welding

cBapka NpH BBHICOKOH ILIOT=
nHoctH Toxa (cmapxa B cpepe
YTJIEKMCNIONO rasa MNpH IVIoT-
HOoCTH TOKa Gonee 300 A)

40, high-current welding

cpapka BricoKoamnepHoft (morm~
Hofi) pyroft

41, high~low (hi-low)

necosnanenne (Hanpumep, Kpo~
MOK CBApHOT'O WBa)

42, high~frequency injec—

tion

MOAKJ/IOYEHHEe TOKA BBICOKOH
yacToTsl (HamoOXeHHe TOKa Bhi-
COKOH yacTOTh. HA NepeMeH=—
Hpll TOK, NpHUMeHsieMoe IIpH
aprosHoayroeo#f cpapke nis
[IOBTOPHOI'O BO30OYXKASHHS Ry~
TM B Hayalle NOJIOXHTE/LHBIX
MOTYLMKIIOB TOXKa 3JIeKTpoAa)

43, high-frequency—start
machine

MalugHa Cc BO30yxMAeHHeM [Oy-
I'M HMIIYJIbCOM BBEICOKOH yacTo-—

THl (nNpM ypapHo# KoHpeHca-
TOpHON cBapke)

44, high—frequency—start
percussion welding

machine

MallMHa A7 ypapHo# cBapkH
C BBHICOKOYACTOTHBIM HMITYIILC—~
HbM 3aXXHraHHeM AYTH

45, high heat input weiding

cBapka Cc BBICOKOH IOroHHOH
aHepruei

46, high productivity
electrode .

BBIC OKOIPOHU3BOAHTE/TLHBI
asiextpon (anexkTpon mis py-
ropo# cBapky, B MOKPBEITHM KO—
TOPOI'0 COMEPXHTCH Xelle3Hbr
N OpOILOK)

47, high—-productivity
electrode welding
cBapKa BLICOKOIIPOH3BOANTEIb~

HbIM 3JIeKTpopoM (pyusas
CBapxa MeTaluIMYeCKHUM 3/NeKT-

‘poaoM C MCHOJIb3IOBAHHMEM B

KauecTse  TIPHCANOYHOI'O Me—
Tala XeNnesHoro nopouka,
IPe[iHAME PEHHO BBOAMMOI'O B
NOKpLITHE SJIEKTpONA)

48, high—recovery cored
electrode wire

MOPOILUKOBAS IIPOBOJIOKA C Bbl-
COKMM KO3()MUHEHTOM HalljlaB—
K4
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49, high—vacuum electron
beam welding

2/IeKTPOHHO—/TyYeBas cBapKa
NpH BEICOKOM pa3pexenun (co-
cTaBasolleM B CBApOYHOHW ka—
Mepe He MeHee 104 mmM pr.cT.
(13,3~4 rlla)

50, HIP (hot isostatic
pressing) of welds

ropsiyee HM3oCTaTHYeCcKoe Inpec—
copaHMe cBapHLX WBOB (cno-
co6 ycTpaHeHus nedeKTOB B
CBapHBIX LBAX)

51, hold—down fixture

pacrnopHoe InpucnocotieHne
(nns c6opky Maperms nepen
cpapxoi)

52, holder attachment

Hacanka pepxarens (B wnan-
r'oBLIX NOJlyaBToMaTax s TO—
4ye4yHO! cBapkH B 3AIHTHOM
rase)

53, holding fixture jig

3AXKHMHOe npHcnocobiieHne
(npu c6opke uapennft mon
cBapky)

54, honeycomb structure
welding

cBapKa COTOBLIX KOHCTPYKUM#H

55, horisontal fixed position

rOpH3OHTaNMbHOe (GHKCHPOBAHHOE
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nonoxenne (Tpy6w npn ceap-
Ke: ocb TpyObl OTK/IOHSIeTCS

OT rOpH3OHTAa/LHOMN nnocxoc'ru
He Gomee ueMm na 30° m TPy~
Ga npy cBapke He BpamlaeTcs)

56, horizontal roll—type
positioner

r'opH3OHTaMLHLI BpamaTeik C
npuBoanbMM ponukamu ( Manp—
NynsaTop C I'OPH3OHTANBLHOA
OCLIO BpauieHHs)

57. horisontal rolled posi—
tion

TOPH3OHTANLHOE IONOXEeHHe C
ppauwenueM (TpySb. npu cpapke:
OCb TPYyOBI OTKIOHAeTCH OT
r'OpPM3OHTA/ILHOA NIIOCKOCTH He
6onree yeM Ha 30, Metamn
HamasliseTcss Ayrofi nop yr—
J10M, He MPEeBOCXOASIHNM 15°

Ha xa)xnoﬁ CTOpOHE BepTHKAaIbL—
Holl MIOCKOCTH, Hpoxopsuei
yepea OCb TPYObI)

58, horizontal two—pillar
welding turner

I'OPH30OHTA/LHLIA cBapOYHLIR
AByXCTOEYHbI BpaulaTeib

59, horisontal vertical
welding

CBapKa B I'OPH3OHTA/ILHOM MO~
noxemnu (ceapka, npH oTO~
poft mpopoNbHas OCh WBa 63—
Ka X I'OPH3OHTA/LHOM, a INIoC—
KOCTb MOBEPXHOCTH WIBA IpPH-
6/M3UTENMLHO BepTHKANLHA)



60, horizontally sliding
clamping dies

3aXHMHble T'yOkH C rOpU3OH~
TanbHEM nepemeuterneM (B
MaligHe [/is CTHLIKOBOIH CBapkKu
onapneHuem )

61, horseshoe frame

nopkopoo6pasHas pama (ma-
UBHBL QSIS CBapK# TPYG)

62, hose—type welder

wnauropeid noiyapromat (no—
nyaBTOoMaT s Aayroeofl ceap—
KH)

63, hot-air gun

NHCTONeT A/l CBAPKH IOpSYHM
poanpyxom (cHabxeH anekTpo-
HarpeeaTe/leM H Ipe[lHa3HaueH
[N CBApKHM IJIACTHKOB IoOpsi—

YHM CXATBM BO3[IYXOM)

64, "hot arc’’ welding

cpapka “ropsueft myro#t” (npu-
MeHsieTcsl NPH CBapKe YyryH-
HbIX JIMTBHIX Hafe/mil HIM IpH
3aBapke B HHX pedexToB.
OcofeHHOCTH CBapkM: npensa—
pHTeNLHbIl Harpep Huapne/m#,
[IpEMEeHeHMe 3J/IEKTPOMOB M3 -
TOr'0 YyryHa, BLICOKASI BelIHYH—
Ha Toka, Gosbwoft o6veM cpap-
KM BAHHLI, OrpaHHYEHHE 3OHBI
CBapKH, perymmpyeMoe OCaX-—
feHMe MeTanna)

65. hot-gas welding

ceapka (TepMonnactos) ropsi-
Y¥M BO3AYXOM

66, hot isostatic pressure
welding

CBapKa M30CTATHYECKMM [18B-
neuneM c noporpepom (crio—
co6 mudpdyanoHHON cBapky,
KOTOpL#i obecneunBaeT cxpa—
ThHBaHHE MaTepHa/loB B pedyilb—
Tare Harpesa U NpUMEeHeHHS
ropsiiero MHepTHOr'o rasa mnop
nabnenueM)

67, hot pressure welding

cBapKka f@BlieHMeM C NOAO-
rpeeoM (mnpouecc cpapku B
TBepao# ¢ase c HarpeBoM M
NPUIIOKEHHEM [aBJ/ieHMsl, AOo—
CTaTOYHOro ans Makxpopedop—
Mallii OCHOBHOI'O MeTaiua)

|
1, icicling

of6pasoBaHHe HATEKOB MeTal~
na B Bupe cocynek (npu
ceapke)

2, ignition loss

notepn Ha yrap M pas6pbiarn-
panre (yMeHbleHHe KO/IMYECT—
Ba pacIUlaBleHHOrO MeTalula,
BLI3BAHHOE ero OKHC/IeHHeM B
napooGpasHOM M XHAKOM CO=
CTOSIHMM IIPH CBapKe IUiaBlie—
HHeM)
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3.impervious weld

NAOTHBIA cBapHOf WOB

4, implant testing

pamykopasi npo6a (ucnbiTanKHe
06pasuoB CO BCTABKAMH, MpH—
MeHsieMOe [JIsl OUENKH CBAapH=—
BaeMOCTH)

5.in-linewelding

1, BrmonHenMe onepaumii cBap-
KH B HenpepbiBHOH TeXHOJIOr'H-—
Yyeckod /uuuHy 2. cBapka Tpy6
p TpybonpoBoae

6. in—process feedback
control unit

NpUGOp yNpaB/ieHHs POLECCOM
(cBapku) c oBpaTHo#t cBA@bLIC

7. in—track welder

MalUMHA /19 CBAPKHM OIUIaBIeHH—
@M KOHUOB pellbCOB, YIOXKeH—
HBIX HA IyTH

8. inclined electrode

HaK/IOHHLM asiexTpop (snekT—
pon ps TOYEeyHOH CBApPKH, NPH
kotopo#t paboyas yacrb 3JEKT—
popa He NepHeHAMKYApHa K
OCM XBOCTOBHKA 3JIeKTpOfa)

9, inclined overhead
position

NONIYNIOTOJIOYHOE TOJIOKEHHe
( cpapku, onpepengeMoe yIIoM
HAKJ/IOHA CTLIKOBOT'O MJIM yT\IO—

Vgl

)

Boro wea O M MX yrioM 0=
o

Bopora 135")

10, included angle

yron paspenxu (packpeiTHs)
kpomok (noa cmapky)

.11, Inco~-Weld A welding
wire

aJjiekTpopHas npoposioka “Hx-
ko~-Yann”* (¢upmennoe naspa-
nue) (copepwur 70% Ni,
16%Cr, 8%Fe; 2%Mn; 3%Ti
u ne 6onee 0,07% C u npu~
MEHMeTCH I CBAPKHM KOppOo-
BMOHHOCTONKHMX cTanei)

. .9
12, incomplete—-fusion
zone

aoHa HecnapheHnus (npu cpap-
Ke maBlieHeM, aedexr cBap—
HOI'O COeAMHEHMSs, BAK/IOYAaio—
nmitcs B obpasopaHiM 3a30pa
MeX[y OIJIaB/ieHHbM OCHOBHEIM
MeTalyIoM M MeTaluIoM luBa)

13, incomplete root penet—
ration

Henpobap

14, indirect arc
Ayra KOCBEHHOI'0 pge#icTBUA}
HezaBpHcuMagd ayra

15. inductor pitch

war uupykTopa (paccrosmHue
MEXNy BHTKAMH HMHAYKTOpa [Is
HHOYKIMOHHON TanKu)



16. Induweld technique

"mapypenn” (crnoco6 MHoYKIM-—
OHHO/t BLICOKOYACTOTHON cBap-

xn Tpy6)

17. inert atmosphere
electron beam welding

SNIeKTPOHHO~TyueBas cBapka B
a™OChepe MHEpPTHOI'O rasa

18, inert gas backing

nopnye uHepTHoro rasa (nopa-
ya HMHepTHOr'o rasa K obpar—
HOlt CTOpOHEe COe[MHSIeMBIX Yac—
Tell nng 3awMTEHL NPH CBapke
oT BoapeficTBMs Boamyxa)

19. inert gas shielding de—
vice

YCTPOHCTBO Ans 3alMTH. Mec—
T& CBapKH HHEePTHbLIM rasoM

20, inert gas welding
chember
Kamepa [isi CBapKn B cpefie
HHepTHOro rasa (repmeTusn-
poBaHHAs KaMepa C OTBEPCTH-
MM IS PyK CBApIIHKA; B OT-
BEPCTHS BCTPOEHBI NEePYaTKH)

21, inertia welder
MallMHa [/ MHepUHMOHHOM
CBapKn

22, inertia welding

HHepuMOHHas cBapka (cnoco6
CBapKM TpeHHeM, MpH KOTOPOM

onHa U3 petalielf, 3axartad B
1LlaHI"OBOM MNaTpoOHe, cOelHHEH-
HOM C MAaxOBHKOM, pacKpy4u-
BaeTcs (0 3a[laHHOH CKOpPOCTH}
MaxOBHK OCTaHaB/IMBaeTcs M
fAeTallH CBApHBAIOTCH IpH 10—
C TOSIHHOM YCHIIHHM )

23, infrared brazing

nafika HHPpaKpacHbMH JtyyaMH
(c mpumenenseM TBepporo
[ Tyronnaexoro ] npunos)

24, infrared soldering

naiika MHJpaAKpacHLMH JTydaMH
markmM [ nerkonnaexkiMm]  npy—
noem

25, inherent rectification

BemMpsMIeHne Toka (npn ceap-
Ke BOIb}paMOBLM 3/IEKTPOAOM
B cpene MHepTHOro rasa. Ac—
CHMETPHS MeXAy HOJOXUTe!b—~
HbIM M OTPHUATE/ILHLIM MOJIy—
nepHolaMMu TOKa, KOTopas
cymwecTByeT OOLMHO paxe IpH
OTCYTCTBHMH YaCTHYHOT'O HIIM
NOJTHOT'O BELMPAMIICHHS)

26, initial—contact stud
welding

npuBapka wTtepelt ¢ Haya/b-
HpM KOHTakTOM (WTHPL ycTa~
HaB/MBAETCS HA M3[Ee/MH U
npBapuBaeTcss K HeMy nyrofi,
Bo36yxpaeMoft pa3psigoM KOH-
AeHcaTopa, C paciulaBlleHHeM
HaKOHEeYHMKA WTHPS H COMi~
XeHHeM IUTHPS C M3fe/HeM)
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27.initial—gap stud
welding

npupapka WThipeii ¢ Hayalb~
HbM 3a30poM (WTHPL ycTa-
HOBJIGH Ha HEKOTOPOM PACCTO-
SHMM OT M3[Ee/IMsi M NpHBapHBa-
eTcd K HeMy ayro#, BO3OyH-—
pnaemofl paspsinoM KOHAgeHcarto—
pa npu cO/mDKeHMM WTHIPS C
nanenuem)

28, injector-mixer

HIDKeKUHOHHBLIH cMecHTelb

( ycTpo#tcTBO, B KOTOPOM raa,
BBIXOASAWKN M3 CcMecHTe/s1, CMe-
wiBaeTcs C APYTHMM I'as3oM,
HaxopauuMcs oA MeHbUINM
naBeHneM )

29, injector—type mixin
chamber , ‘

cMecHuTenbHas kamepa (raso-
BOH ropenky) HIKeKTOPHOrO
tina (roplouu#t ras Hu3KOro
naB/leHMsl 3acackBaeTCsi CTPY-
et kucnopona, ABIXKyuleHca c
BLICOKOH CKOpPOCTBIO)

30, inner expulsion

BHyTpeHnu#t Bemieck (pedext
TOYEeYHOH CBapKM, 3aK/lIoyaio—
muicd B BBHITEKAHMM XHAKOI'O
MeTa/lla 9npa TOYKH B 3a30p
MeXAy CBapHBaeMbMH feTa-—
nsu)

31, inner welding machine

MalMHa [/ cBapku Tpyb ua—
HYTPH
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32, inoperative speed

MaplieBas CKOpocTb (Hepa6o-
Yas CKOPOCTb CBAPOYHOI'O an-
napara npM ero yCTAHOBOYHBIX
nepeMeueHHsix )

33, inoperative travel

Mapiiepoe aBikeHie (mapie—
BLit xon) (HepaGouee nepeme-—
lieHHe CBAPOYHOr'O annapara)

34, inserted cutter

BcTaBHOi pesax (xkucnopopswit
pesaak, NpHCOeaMHSeMBbIl K
CTBONy CBApOYHOH ropesKH)

35, inside welder

L]
cM. inner welding machine

36, inside welding head

I'OJIOBKA [JI1 CBAPKH CTallb—
HBLIX TPYO HM3HYTpH

37. inspection—line UST
[ultrasonic testing]
equipment

yLTpasByKoBO# nedeKTOCKOI
B IIMHMM KOHTpOJISl KayecTBa
(roroBerx ceapHbix TPYS)

38, insufficient reinforce-
ment

HepocTaroyHoe ycwienue (o6-
pazoBaHye BOT'HYTOCTH Ha JH—
leBo#i CTOPOHe CBApHOTO LIBA)



39, insulation wet-strength
checking

IpoBepKa BArOCTOHKOCTH H30—
asui ( MeTOA HCHBITAHHS CBa-
POYHLIX I'eHEepaTOpOB M TPAaHC—
$popmaropos)

40, integral filler metal

npucapouHpit merann {(cocrap—
NAOUHUA YyacTb OCHOBHOI'O Me—
Tajlna, CreUHANbHO NpeaycMoT—
PEeHHYI0O B XOKCTPYKIMH . coeny~—
HEeHHsl B KauecTBe NpPHCanKH)

41, integrai welding

cBapka 6e3 NpHCcapo4YHOr'o Me-—
ranna {koropuill samensieTcs
MEeTall/IOM OCHOBBI, CIENHANb~
‘HO IIPEMyCMOTPEHHLM [JIst MpH=—
CafKy NpM pacyeTe liBa)

42, Intensarc carbon rods
YTOMLHER 27ekTpoass “Muren~
capk” (¢upMernos HaspaHme)

43, interalloying

SarpsacHeOHNe MeTalilla CBapHO~
r'o WB& METANIOM IOKDPLITHS
(npu ceapke mcToB C MeTan~
JIMECKHMM TIOKPEITHSIMKA)

44, interface weld fajlure

paspylicHHe CBApHOI'O WBA B
MOBEepXHOCTH KOHTakTa (rnpm
KOHTaxTHOM cBapke)

45, intermediate layer

NPOMeXyTC .Hag MNpociioika
(npu puddyamonHo# cpapke me~
TA/JIOB M CIJIaBOB)

46, intermediate solder

npunof pna na#ky npy npome-
XYTO4HbIX TeMnepaTypax (pans
TeMIlepaTyp JuKBHAYCA 225 -
390 C)

47, intermittent crystalli—
zation

NPEepLBACTAS KPHCTAIUN3AIHS
(npn xoropo#t nepmoawn pocta
KPMCTANIOB CONPOBOMIAIOTCS
CHCTEMATHYECKE TOBTODSICUH-
MUCSI OCTAHOBKAMH, 4YTC X8
pax;'repuo QI8 CBAPOYHOR BaH~
HE,

48, intermittent cycle

MyM-CHPYIOLME DeXXuM ( peXuM
ayropoft chapxy, NpPH KOTOPOM
nepuon paSoTl ( BX/IOuenus )
cllenyeT 3a NepHOAOM MNAY3b
( Buixmouenns) u ouenmBaeTCs
BEJIMYMHON OTHOWEHUSE NPOQCI~
MUTSLHOCTH paboTel X0 Bce-—
my mwaxmy (I1B)

49, Internal cramp

pHyTpennuil saxum (ycrpofi~
CTBO AN CHATHS H3HYTPH KOH-
OB MArHCTparbHLIX TPYyO 1I0R
cBapxy)
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50. intemal protection

sammTa uaHyTpH (30HBI myTH
raso— u uUNIAaKoO6pas3yIoMMH
BelleCTBaMH, BBOAMMBIMH Ye—
pes aNeKTpop M 3NeKTPoaHoe
IOKpbITHE ) '
61. internal welding boom

cTpena [Uid CBapku Tpy® Ho-

nHyrpr (npumensercs Ha anexT—

porpy6GocBapounoft Maumse)
52, interpass cleaning

sayncTra (cpapHoro mma) Mex—

Ay IpoXOpAMM, NPOMeXyTOo4YHas
3agncTKa

53, interpass temperature

TeMIlepaTypa CBapHOro umBa
nepeq HaljioOXeHMeM MOC/efy1o—-
wero Ba/MKa

54. interpass weld bead
clean—up

3a4YuCcTKa HalulaBJIeHHOI'O Balpn—
Ka nepef Hamnapxoff nocnepy-
loumero

55, inter—run cleaning

cM, interpass cleaning

J

1. Jamo taper number

6aJ/l KOHYCHOCTH XBOCTOBHKA
snextpoaa (ans xontaxTHOA
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TouyeuyHOR cBapxu) no uxane

Ibxapuo

2, jet flux
KupkHR dumoc
3. jig welding

ceapka no ma6iony

4, jigging
NnpHMeHeHHe COOpPOYHEIX IpH—
crmoco6nemnft (npu ceapke Ha-
nenuft)

5. joint—completion rate
CKOpocTb cBapkn (B emmunuax
AMMHLL B yac)

6. joint efficiency
OTHOlleHHe NDOYHOCTH CBADHO-
ra COe[MHEeHHs K NPOYHOCTH
OCHOBHOI'O MeTasla

7. joint-finishing rate
cM, joint—completion rate

8. joint fit—up

MIOA'OHKA COefMHEHUs; NMOCcanxa
coepunenns (nop ceapky)

9, joint restraint

ynpouHeHse coemuHenus (yse-
JurieHne CONpOTHBJIeHHs Aedop—
MallK B peay/lbTaTe CHATHSA
CBapOYHLIX HANPSKEeHU#)



10. joint tracking

crexenue 3a wBoM (c momo-
IMBIO YCTPOKCTBA, yKasbBajile—
ro Ha OTK/IOHEHHE lIBA OT 3&—
[AHHOI'O HAIpABJICHMS )

K

1. Kennametal KT-200
hard facing rods

npucapoudee npyrku "KeHHa-—
metn KT-200* (dupmennoe
HaspaHHe) (cTanbHEle TPYOKH,
3aNOMHEHHbIE TOHKHMM 4aCTH—
namMy kapbupa Boibdpama, npe—
MEeHSieMEIe ISl HAIUIABKH MO—
BEPXHOCTER TBEpAbM CIIJIABOM)

2, keyhote weld joint

cBapHOe cOefMHeHMe THna "3a-—
MOYHOH CKBAXKHHEL”

3. keyhole welding

ceapka “3aMOyHO# cKBaxuHo#t”
(cnoco6 ceapku, NnpH KOTOPOM
KOHUEHTPHPOBAHHLIN HCTOYHHK
Tellia IOJIHOCTHLIO NpONNaBisieT
H3penne, obpa3yss oTBepcTHe

Y Hanpapisiollero Kpas XHAKO—
ro cpapo4yHoro meramia, Ilpu
siepeMelleHMY MCTOYHHKA Telia
KUAKHA MeTamn 3anojmsgeT OT-
BepcTHe, o6paayst LIOB )

4, keying

saxmnupanne (npm TepMHyec—
KO MeTa/uiH3auuMy 3TO Mexa—
HHYEeCKOe coeflMHeHye 4YacTHI

QCaXXAeHHOI'0 MeTalllla C llepo~
XOBATOH NOBEPXHOCTBLIO OCHO—
BaHMs)

5. kickless cable

necxpwnaa:oximﬁcn MM He 06~
pasyiouuii nereiib MHOIOXH/Ib~
Hbli nposoa (npuMeHsieTCA NpH
pyropo#i ceapke)

6. kinking

obpasopaHye M/IM Ha/lHdKe Ine—
renb (pedexr anexTpomHo#t mpo--
BOJIOKH, NpensaTCTBYIOWHHE ee
HOpPMA/IbHOA nopadye K MecTy
cBapkn)

7. Kjelberg technique

ceapka cnoco6oM KvemsGeprea
( MexanuaupoBaHHAs NyT'OBas
cBapka WTYYHLMHA SNEKTPO-
nammu )

8. knife fusion penetration

¥ mpKanpHOe ¥ MpoNaBNeHue
(npu a1eKTPOMHO ~ay4eBoOf.
csapke)

9. knife waveguide

HOXeBo#f Bonnopop (yacTe Ma—
WHHLL A8 yNIETPas3sByKoBo#
cBapxH)

L
1. L-shaped welding car—
riage
riaroljibHad cBapO4YHad TellexXKa
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2, laboratory welding

OnpITHad CBapkKay 3KCnepHMeH-—
TalbHaa cBapka; cBapka, Bbi~
nomisieMas B 1abopaTOpHLIX yC-
NIOBHSX

3, lack of nugget

HelpoBap B CBapHO# ToOuke
(nedexT TOueumo# cmapku)

4. laminar heterogeneity

cnoucTas HeopHopoaHocTL (Me-
Tanna wea, o6pasoBaHHas
CKOI/IOHHEM 110 I'pDaHMLAM pas-
flesia KpPUCTATU3AUMOHHBIX
C/I0EB JIMKBHPYIOUMX 3/IEMEHTOB)

5, lap seam welder

MalyHa A CBAPKH BHAXJIECTKY
(xonuop TomKO# pynoHmoff mo-

JIOCH! HA HENpPepLBHLIX arpera—

rax)

6. large-space welding
machine

MammHa And CBapku TpyGompo-
BopoB Gompuoro puamerpa (ua
NpOIMMIEHA H [PYTHX MJIACTHY-
HbIX MATepHAsoB)

7. laser alloying

nasepHoe neruposanue (croco6
OIAB/ICHAs] MOBEPXHOCTH /la3e—
poM c opHOBpeMeHHO# poGas.-—
KOl flerMpyIoUMX 3JeMEeHTOB)
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8. laser beam weider

nagepHas cBAapoYyHas MalupHaj
llazepHoe cBapoyHoe ycTpoftcTso

9, laser beam welding ap-
paratus

cM, laser beam welder

10, laser—beam welding
machine

cM, laser beam welder

11, laser brazing

BBICOKOTEMIlepaTypHas Jaaep~
Hag nafika

12, laser cladding

nasepHoe mnakuposanue (cro—
c06, aHaIOrM4HBM HaIUlaBKe
TBEPALM CIVIABOM, HO C IIpH—
MeHeHHMeM Jiadepa B KayecTBe
HCTOYHMKA Tera)

13, laser glazing

nasepHas nomipoeka (cnoco6
naszepHofi oGpaboTKK NPH BHICO-
KMX TUIOTHOCTSIX TOKa A/ia Obk~
CTPOr'0 OIiaBJIEHHs, BeAywero
K TIOJfy4eHMIO 4YpeSBBMAanHO
MEJIKOIEPHACTHIX CTPYKTYP C
NOBLIUEHHOR ycranocTHO# H
KOpPPO3HOHHO# CTOAKOCTBLIO)

14, laser seaiing

nasepsas cpapka (Tepmo—
n1acToB)



15, laser welder alignment
device

nagzepHoe ycTpo#cTBO nJa
BLIPABHHBAMHMSA KOHIOB NOJIOC
B arperaTe CTBLKOBOA cBapkn

16, latent component of
the arc length
CKpeiTas cocTapfsiomas M-
HBl ayru (yacTb QMHBL OYTH

npaMoro pge#cTeus or no-
BEPXHOCTH CBAPHBAEMOI'O Ho—
menus [o .AHMa Kpatepa)

17, lateral shrinkage
nonepeynas ycapxa (ycanxa
NoNepex CBApHOTO 1Ba)

18, lathe fixture

BpamaTteb THINA TOKAPHOIO
ctanka {p[ns cBapk¥ LMD~
pHiecKHX Hapesnuft)

19, lay barge

bapxa i yK/IaOQKH CBapHBIX
TpybonpoBoaos Ha MOPCKOe
AHO

20, leading electrode

HanpaBnsiioWHf sjexTpon
(rmpu cBapke cnapeHHbIMH
BIeKTPONaMH )

21.left—-hand threaded fit—
ting
¢uTHHTH C neBo#t peanboft (nans
AlE THIIEHOBLIX LIIAHTOB)

22, leg length
kanubp wea (Be/muuma xartera
YrII0BOr'O CBAPHOT'O ILBA)

23, lens shade number

YCIOBHBIH HOMEp OTTeHKa
mns (ana sammTHLIX OYKOB
cpapunika)

24, lever-and-toggle
mechanism

PBMAaXXHO—~KPHBOUMITHLIA Mexa-
uuaMm (pyusoro npusopa nop-
BIDKHOf! TJIHTH! MALMHLL OIS
CTHLKOBO/l CBAPKM OIUIABICHHEM )

- 25, LF (low-frequency)
welding current
CBapOYHEI TOK HH3KOA yac-—
TOTBI
26, light pulse bonding

cBapkKa CBeTOBbLIM MMIYJ/ILCOM:

27. lighting flame
pexypHoe miams (rasosoft ro~
pernku)

28, lightweight resistance
weiding tongs
oblieryeHHL® K/eupt Ans To-—

YeyHOH cpapku
29, limited condition of
the welding heat
npefellbHOe yCTaHOBUBLIEECS
COCTOSIHME CBAPOYHOI'O HArpe--
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.Ba (cTagusa pacnpocTpaHeHus
Tenso0TH. NPH CBapKe, Korpa
TemmnepaTypHoe HoNle CTAaHO-
BHMTCH KBA3HCTaLMOHAPHLM )

30, line—up clamp

pas3XHMHOe MPHCIOCOG/eHHE
(g CTLIKOBKM M3HYTPM CBa-
pHBaEMLIX KPOMOK TPYy6)

31. linear slope control
power source

HMCTOYHMK NUTAHHS C peryiH-

PYEMBIM HAKJIOHOM BOJILTaM—

nepHo#t xapakTepHCTHKM (mpu—
MeHfeTCA NpH AYTroBo# ceap-
Ke HOCTOSHHEIM TOKOM)

32, linear welding machine

MaugiHa QI CBApPKM NPSAMOJIH-—
HefAHEIM WBOM

33, lint-free cloth

HeBOJIOKHHCTas TKaHb (ana
OYMCTKM MOBEPXHOCTH NASHBIX
H CBApHEIX COefMHeHnf)

34, liquid—converter bulk
supply system

cHCTeMa CHAOXeHMSI CKIDKeH—
HBM SauMTHBIM rasom (co-
CTOMT M3 €MKOCTH CO CXU-
JXeHHBIM ra3oM, HcCHapHTels

M yctpoficTBa [/ig mnofayM rasa
B CeTb MO[ NOCTOSSHHBIM [apB—
NeHnem)

35. l'iqu’id penetrant
inspection

KOHTpO/ML KayecTea (CBapHBIX
WBOB) NpOHMKAIGWEH XHAKOCTHIO

36, local chamber EB
welding

3/IeKTPOHHO~/Ty4eBas CBApPKa C
NOKANBLHOA BAKYYMHOH Kame—
po#t (npu aTom cnocobe cpap~
KH BaKyyMHPYeTCS TO/LKO Ka-
Mmepa HeGo/muioro obbemMa, Ha—
XOAsWIAnCs MeXAy S/eKTPOH-
Hoft mywxoft M Hagenem)

3‘7. local distributed heat
source

pacnpene/ieHHbt HCTOYHHK Tert-
noret (pacuernas cxema, mpu~
MeHsieMas NpH YHC/IEHHBIX Me-
TOAAX MaTEeMATHYECKOr'O Olf-—
CaHHg NpONECCOB paclpocTpa-
HEeHMs TelUIOTHL NP¥ CBapkKe B
o6nacTn, G/MHM3KO# K HCTOYHHKY)

38, lockwise welding

ceapka B 3aMok (oaHOCTOpPOH-
HAq Ayroeas cBapKa C MOJ-
HBM NpOIUIABJICHHeM, NpPH KO-
TOpPOR B OOQHOM M3 COefAMHse-
MBIX DJIEMEHTOB [ejlaeTcsi
nosxa, BLIIOIHSOWAS POIL
CTalLHON NOAKJIANKH)

39. long flame design

Y WIMHEHHBI npoduis nraMeHu
( rasoBo#i ropesmxit)



40, long flux
" pmuue#t droc” (dunoc ©

GonbNM TeMIepaTypHbIM HH—
TepBalioM 3aTBepleBaHHs)

41, long slag

paEb#t wnax (wnak, umelo-
um#i Gonbwof TeMnepaTypHbIft
HHTEpBall 3aTBepaeBaHHs)

M

1. magnet—pulse welding

MarHNTHO~MMITY/ILCHAsi CBapKa
(cpapka, npu xoTopo#t coepmn—
HEHHe OCYUIECTB/ISETCS B pe—
3yMbTaTe COYNAPEHHS COE[HHS~

eMbIX yacTell, BLI3BBAHHOI'O BO3-

peficTBMEeM HMITYJIbCHOI'O Mar-
HHTHOT'O 1OJNA)

2. magnet-walking electro—
slag device

3/IeKTPOLUIAKOBLIfl ammapaT c
CcrCTEMOff waraimyux MarsuToB
(annapar, aswkymmfics BROIL
BEPTHKAILHOI'O CBApHOro uipBa
HeMOCPeACTBEHHO IO H3AEeHIO
¥ cuemnsuonnfica ¢ HUM MpH
NOMOUIM CHCTEMEI llaraloummx
MArHHTOB)

3. magnetarc welding

cBapka MarsHuaToynpasiseMoft
pyrofi

4, magnetic blast action

MarsuTHoe ayThe (BoapeficT-—
BMe Ha OYT'y COGCTBEHHOr'o
CBapoYHOr'o TOKa M ¢deppomar-
HHTHLIX Macc)

5. magnetic disk memory
programmed welding robot

nporpaMMHupyeMslit csapcmm;m
pob6or ¢ 3Y Ha MarsMTHBIX
aHcKax

6. magnetic flux field can-
cellation

B3aHMHasi KOMIleHcalums nojieft,
CO3AaBaAEeMBIX MATHHTHLM NO-
TokoMm (B MHAyKTOpe pnist HH-
AYKUMOHHOM nafixu)

7. magnetic flux field de—
velopment

o6pasopaHue Inojs, CO3pABae—
MOr'0 MArHUTHBLIM IIOTOKOM

(B MHRNyXTOpe M HHAYKIMOH-
HOft mafixu)

8. magnetic focusing lens
current

TOK MarHutTHoft doxycupyiomeft
mmay (npu anexTpoHHOIyYe—
Boft cpapxe)

O, magnetic—force percus -
sion welding

yhapHasi CBapKka C TpHIOXe—
nuem (K cpapmBaeMpM feTa—
NsM) YCHIHSi, CO31aBaEMOro
MACHHTHLIM ITOJieM
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10, magnetic girth welding

cnocof [Ayropo#l CBapKH Heno—
BOPOTHLIX CTHLIKOB TPYyG C HC~
MO/Ib30BAHUEM MArHHTHOIO NO-
TOKa Q[Jif HaMpaplieHHus AYTH

11, magnetic permeability
meter

npubop A8 M3MepeHHa Mar-
HUTHO# nponMuaeMocTH (MoxeT
OpUMEHATLCS [/ ONpeaelieHUs
HAYT'IePOXEeHHBIX MeCT B Ha-
fenuu nepep cBapkofi)

12, magnetic stray flux
technique

Maru¥THe! MeTOf Hepaspyla-
jouero Konrpons {ceapubx
WBOB), MarmuaTorpadHyeckuft
MeTon

13, magnetic weld clamping
device

cMm, magnetic welding clamp

14, magnetic weld powder

cm, magnetic welding fiux

15,magnetic welding clamp

MArHUTHLIA caapor{m:ﬂ& 38XuM

16.magnetic welding facility

Maruurowaramonu#t (csapounemt)
arnapa1

17, magnetic welding flux

MarsuTHel cBapoyHemlt ¢ruoc
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(d/mwoc pna pyroso#i cBapk, co—
fepXaumf MACHUTHLIA MaTeph—-
an, BClefCTBHe Hero OH NpH-
TAMHBaeTCHs K 3/NEKTPOAHOH Mpo-
BOJ/IOKE NPH NPOXOXAESHMH IO
Hefi Toka)

18, magneticaliy impelled
arc butt welding

CTHIKOBag cpapka ayro#, spa-—
wamuelica B MAardHuTHOM nojie

19, magnetically controlled
arc welding

cBapKka C MArHHTHLIM ylipaB/ie-
HMEeM nyro#

20, magnetlically moved arc
welding

fyropasi CBAPKA C BpAalleHHeM
AYTH B MATHUTHOM IIOJle

21, main arc
rnabHas pyra (ayra, napowas
Temo s CBApKH)

22, maintenance welding

npodunakTHYeCKas RIM BOCCTa-
HOBHTENLHAS CBapKaj mpodu-
NAKTHYOCKash WIM BOCCTaHOBH~
TellHAS] HAIU1aBKAa

23 .manganese free flux

6eamapranuensfl [beamapran-
wosncTeit] duuoc (pns pyrosoit
CBapKM CTajiM, copepxamumi He
Gonee 1% osakmcu Maprazua)

- e - —aka



24,Manganox

*Manranoxkc” (¢upmenHoe Ha—
apanue) (npoayxT, cocToaumi
H3 o6paboTaHHOrO raycMaHHMTa
¢ 64% MeTa/IMYECKOro Map—
raiua, npuMeHsieMmbii s Ha—
HeCeHMs NOKPHITHA Ha cBapoy-
Hble S/IEKTPOMDI)

25, manifold header

pacnpene/muTensHas [ nepemyck—
Has ) pamna (ycrtpoficteo ans
pacnpeneNeHys K NON&YH B
CeTb KHCIOpOAa MM I'opiogero
rasa [Uisi BHIIOJHEHHs] CBapOy—
HBX pa6ot)

26, manifolded gas cylinder

rasoBoii  GauoH, npHcoemu-
HEeHHbIt K paMile MMM KOJUIeK—
TOpY

27, manual arc welding set
arperatr s py4Hofi gyroso#
CBapKH

28, manual arc welding si—

mulation

AMHTaINS pydHOR RyroBO#
ceapxu (c nomombio TpeHaxe-
®a NpH OGY4eHHH CBAPIIHKOB)

29,manual stick welding

py4Has cBapka LWIT yYHBIMH
3JeKTpoAaMH

30, marring (of opposite
surface)

noaronka (MpPOTHBOMOIOKHOK
NOBEPXHOCTH NpPH HOAI'OTOBKE
nop cBapky)

31, mash seam weld

OB NpH PO/HMKOBON MM OB~
HOlt cBapke C pa3faB/IMBaAHHEM
KPOMOK

32. mash stitch weld

NPepLBACTEI WOB NPH POH—
KOBO# MM WOBHON CBapke ¢
pa3pgaB/MBaHHeM KPOMOK

33. mash type welder

yCTaHOBKA QJisi CBApPKM C pas—
RaB/MBAHMEM KPOMOK

34, maximum continuous
hand welding current

MaKCHMAaILHBI TOCTOAHHEBIHA

TOX NpH py4HOft pyrosoft
cBapke

35, melting efficjency

3¢PeKTHBHOCTL pacIUlaBeHHs
(oTHOWweHne smeprum, Hyxaoft
[MIs HaIIapJIeHHd MeTalula
mwpa, K0 Bcefli nopBepeHHO#
SHeprux)

36. melting mode

XapaKTep WM THI paciap-—
TIeHns
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37. metal splashoff

Bbmneck Meranna (npu kxon—
TaxTHOM cBapke)

38, metal substrate

MeTa/Mdeckass ocHoBa (pns
HaNnaBKM MJIM HamNbUIeHAS )

39, metal transfer mode

THN nepenoca Metanna (npu
ceapke)

40, metallized fluxed stud

LIUIBKa C oduuoc OBaAHHBM
konuom (npupapuBaeMbift KoHelt
WINMLKA OQVIIOCOBAH  METOMOM
MeTaNn3alH )

41, MIAB welding

cBapka MarsnaToynpasnsemoft
nyroft

42, microplasma welding

MHKpPOIUIA3MEHHas CBapka
(cpapka Mmartepuanos Mmanoft
TOMUMHLEL MalloaMnepHo#t cxa-
Toft myroft)

43, microshrinkage

mukpoycanka (pepexT cBapHO-
ro mpa, cocrosuuft B o6paao-
BAHHA MEeXOEHAPUTHBIX NOp KK
cimuxoM GriCTpofi KpHCTANH-
3aMH cBApOo4YHOft BAHHBI)

44, microsurface welding

KOHTaKTHass MHMKpOCBapkKa

82

45. microweld technique

cnoco6 coenunenuit (cpapxoit)
OYeHb MajleHbKHX Ce4YeHHRA

46, MIG gun
cM. MIG (metal inert gas) torch

47. MIG (metal inert gas)
torch

ropenka gns gyroBoft cBapxyu
MeTalllIMYeCKHM 3NeKTPOAOM
B Cpefie MHEpPTHOI'O rasa

48, mill—line UST (ultraso-
nic testing)

ymbTpaaBykoBas AeheKTOCKONHSA
CBAPHOI'O liBa B JIMHMM TPYOO-—
CBApOYHOI'O CTaHa

49, mill-line UST [ultraso~
nic testing] equipment

ynbTpasBykopoft pedexrockon
KOHTpO/IA KayecTsa LBa IpH
cBapKe KOHUOB IIOJIOC, pasMa-
TbBaeMbix B3 pynoHa (ycra—
HaB/IMBAeTCA B JIMHHH MPOXaT-
HOI'0 CcTaHa 3a MaumHoft ans
CBapKH KOHUOB NOJIOC)

50. miniature welding

cBapka MelkHx petaleft

N

1. narrow groove preparation

y3kas paapenxa (ceapuoro
wsa)



2, NC [numerical control]
flame cutting machine

MauliHa /18 rasoniame HHOM
pe3kH ¢ uMdpPOBLIM yNpablie—
HHeM

3. NC (numerical control)
program system

CHcTeMa UH$POBOro nporpam-—
mHoro ynpaeienna (CLIITY)
(HanpuMep, npoleccoM 3nexT—
POHHO~/Iy4eBOH CBapKH)

4, NDT (non—destructive
testing) feedback sensor

paTyHK obpaTHOoff cBS3H B CHC—~
TeMax Hepa3pyluaiulero KOHT-
pons kadectsa (cBapHbX
UBOB)

5. negative guide cutting

pe3xa no BHyTpeHHell xpomke
wa6oHa

6. nertalic process

aproHOQYTOBas CBapKA Me—
raunmecksM (nnapsunmvcs)
3NeKTPOAOM B cpefle HHEpPT-
HOT'O rasa

% 7, neutral flux

HefiTpamsubift gruoc ( xyvu—~
yeckHft cocrap ¢yuoca He B/~
feT HA NMPOYHOCTH ‘CBAPHBIX
wBoB)

8. nib-—starter (low—voltage
. capacitor discharge per-
cussion welding) machi-

ne

MalllMHa VIS yOapHO# CBapkM
HH3KOBO/ILTHbLIM PaspsifioM
KOHAeHcaTopa C NpHMeHeHHeM
BBCTYNA Ul BO3OYXAEHHS Qy—
ru (ua opHoOMt M3 cBapHBaeMsIX
peraneft)

9, nickel brazing rod

HHKe/IeBLIi MMpHcapouMbii  npy-
rox (nmpumenseTca ana nanku
Hapenuft M3 NHUTEeAHLIX 4yr'y-—
HOB)

10.nitrogen acquisition

Hachnuexne asortom (manpumep,
CBapHOro wsa)

11, nitrogen—-hydrogen arc

a30THO-BONOPOAHAA AYyra
(nnaamennas gyra c Mcrnom--
30BAHHEM B KAYeCTBEe ILUIA3MO-~
o6Gpaayiomefi cpepbl cMecH
a3oTa c BOAOPONOM)

12, nitrogen uptake

cM, nitrogen acquisition

13. Nittetsu—Vega elect-
rogas welding process

npouecc 3JIeXTPorasosoft csap~
xu Hurrercy-Bera (mpmme-
HSeTCH [Vl CBAPKM BEepPTHRAIb—
HpX WBOB B pelepsyapax s
HedTH) '
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14, nominal weldable

YC/IOBHO cBapubBaloMics

15. non—fused flux

Hennapnensi#t dmoc (drmoc,
M3roTOBJ/ICHHbLIA H3Me/lbYeHHeM
H CMelMBaHHEM OTAENBLHBIX
KOMIIOHEHTOB)§ KepaMMyecKu#t

¢dmoc

16, non—-smooth conjugation
of the weld

noppea (HensaBHOe conpspke—
HMe cBapHoro umpa, fAedeKT B
BHe Pe3KOro nepexofa mo-—
BEpXHOCTH CBAPHOro liBa K OC—
HOBHOMY MeTasuty)

17.non-thru-weld

HeckBoaHoft (cpapHoft) mos

18, non-transferred arc

pyra KOCBEHHOro peficTBust
(myra, mpu xoTopoft 06BEKT
CBADKH He SIBJIETCS HH O[LHMM
H3 MNOJ/IOCOB lIenH)

19, non—-vacuum EB
(electron beam) welding

6eaBaKyyMHasi 3/1eKTPOHHO—ITy~
uepas cBapka (npu sToM crno-
cobe cBapKH cBapuBaeMoe Ha—
nenMe HaxomMTCs 3a Npepena—
MM BaKyyMHOH Kamepnl Ha
OoYyeHb HeBOJILUIOM pPacCTOSHHH
OT 3/IeKTPOHHOM ITyWIKH)
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20, nonconsumable arc
welding

Ayropag ceBapka HeilulapslHM—

' CHd 3NIeKTPoaoM

21, nonweldable

HecBapHBaeMbIil; He NoOAAAIO~
mufics cpapke

22, normal—circular heat
source

HOpPMA/ILHO~KPYT'OBO# HMCTOYHHK
rerore: ( pacnpepeneHHsrt
MCTOYHMK TeNOThL!, Harpesa-
ol MOBEpPXHOCTb MeTalla C
yObBaHHEM HHTEHCHBHOCTH ero-
YHe/LHOr'O NOTOKAa OT LeHTpa
K KpasM NnsTHa Harpeea Io
TaK HA3LIBAEMOMY HOpPMaIIHLHO—~
MY 38KOHY, HanpHMep, npH Ha—
rpeee Merania cBapo4Hofi py-
roft)

23.nozzle~constricted arc

Ryra, cxartas MYHAWTYKOM
ropeKH

24, nozzle plasma GMA
(Gas—metal—arc) weldiria

mlasMeHHoayropas Ge3aleKT—
poaHas cBapka B cpefe 3aumT—
Horo rasa (pyra mexpy npu—
CafioyHbIM MeTaJuIOM M H3fie—
JlieM BO3HHKAET CIIOHTaHHO
NpH KOPOTKOM 3aMBbIKaHMH;
npucafnoyHelit MeTalul H CTPyS
MeTa/iMiecKux napos obposa-
KHMBAlOT NpH 3TOM CTPYIO Nnas-—
Mb1)



25, nozzle—to-shell
welding

npuBapka natpytxa X Kopmycy

26. nugget area

njouia b MNOBEPXHOCTH siapa
cBapHOfl TOYKH

-0
1. occupational asthma

npodeccHOHA/LHAA acTMa
(sa6onepanne cBapmukos)

\

2, off-shore pipe welding

cBapka Tpy0 ANsi NMOABOAHBLIX

TpyOOnpoBOAoB; cBapka TPy
non Bono#

3, off time

BpeMs MeXAy HMIy/TLCaMH
TOKa; NAays3a; BpeMs XOJIOCTO—
ro xofga CBApPOYHON! MaUHLI
(BpeMs MeXny NOBTOPHBLIMH
IMKNaMH 3JIeKTpH4ecKoll KOoH—
TakTHOM CBapKH)

4, offset electrode holder

HM3O0THYTHIl 3lleKTpoaoaepXa—
Temb

5. offset flange girder

cBapHas fAByTaBpoBasi 6ankxa c
NPOTHBOMOJIOKHEIM CMeLIeHHeM
[IOJIOK 110 OTHOLWIEHMIO K CTeHKe
Ganku

6, on—site stress relieving

CHSITHe HAaNpsDKeHH#i Ha MecTe
(npuMensieTcs ans KpymHbIX
KOHCTPYKIMA HenocpencTBeH—
HO Ha MecTe MX cBapkH, [Lia
3TOl uenM NpHMeHsieTCa INepe—
ABHXHAS NeYyb C MOWMHLMH I'O—
penkamu)

7. on—site welding

MOHTaXHasi cBapka, cCBapka B
NMoJieBLIX YCJ/IOBMSIX, CBApKa Ha
CTPOUTEIILHONR nJIolanxe

8.on-time

BpeMsi HarpeBa; BpeMsi Npo—
xoxaeHus Toka (B npouecce
CBapKH)

9. one-direction welding

ceapka ' Hanpoxon (cpapka,
NnpH XOTOpPOA Hanpabl/leHHe
CBapKyu HEeH3MeHHO)

10, one-finger trigger

ofHonanbleBas ckoba IMycCKOBO-—
ro mexanusma (ceapoynofi ro-
penxu) (ckoba pns BBORA B
neficTBHe rasoBOf ropelikM of-
HEM najblueM pYKH, yaepxu-—
paloouieft ropesky B paGouyem
TIONOXEHH!N )

11.open arc

myra npsmoro peficteus (cpa-
pouHas nyra, B 3/leKTPHYEC—
KyI0 Uelb KOTOPOA BXOOMT H3=
penue)
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12, open arc welding wire

afleKTpoAMAass NPOBOJIOKA ANd
CBapk ayro# npsmoro pefi-
CTBHA

13, open joint welding

cBapka no 3asaopy

14, operator factor

X0oaddhMIMENT IarpyeHHOCTH
ceapumka (OTHOWeEHHe BpeMe-—
HH r'OpeHHMs AYTH B Hacax K
onla4eHHOMY BpeMeHH paGoThl
cBapuUKKa B 4e/IOBEKO —yacax,
BLIPAXEOHHOE B NPOLEHTAax)

15, opposite bead

o6paTunift Bamk (4acTe Me=~
Tanna, popmHpyemasi B BHae
panka ¢ oOpaTHO## CTOPOHBI
WBa AAA MONYYEHHS MOMHOrO
nposapa H NpaBH/IbHLIX O4ep-
Tauufi wpa)

16, optic welding monitor

CTeK/IOBOJIOKOHHBII onTHyeckuf
npubop pis HaG/mopeHHa 3a
onepaumell cBApKH BHYTPH Tpy-
6u1 (WM B TPyAHOAOCTYNMHOM
mecTe)

17, optical line following
scanner

ONITHYECKOe Cleasiiee CKAHE-
pylomee yctpofictso (npmme—
HAeTCH (VIS ABTOMATHYECKOro
HIR NOyaBTOMATHYECKOrO yIi-
paBlieHMs ra30KHCcoponHof,
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nJlaaMeHHOR MAl nasepHO
peakofi JMCTOB)

18, optical tracing cross—
carriage oxygen cut—
ting machine

MaulMHa Ans KHCNIOPOAHOR pea-
KH C MnonepeyHbM [ABHKEHHeM

KapeTKH M ONTHYECKOHA clieas—
meht cHcreMofi

19, orbital motion welding
head

NnOopOpOTHAaAS TI'OJIOBKA [ANa cBap~
KH KO/IbUEeBbLIX WBOB

20, orbital narrow gap
welding

Konblepasi cBapka Tpyb ¢ ya-
KHM 3a30pOM

21, orbital pipework welding |

CBapKa HeNOBOPOTHLIX CTLIKOB
Tpy6 (nmpumenserca pns ayro-
BOft CBAPKH TO/CTOCTOHHBIX

CTALHEIX TPYS BOMLGPAMOBLM
MMM MeTAJUIMMEeCKAM 3/IeKTpO —
AOM' B Cpefie MHEpPTHOr'o raaa)

22, orbital tube welder

yCTaHOBKA MR aBTOMATHYEC-
KOff CBApKM KOAbLlEBLIX INBOB

(ua rTpyGomposonax)

23. ore—oxide coating

pyaHokmcnoe noxkperrie (anexrT—
poAHoe NOXpbiITHEe, LUuIaKooGpa—



_3YIOllly}0 OCHOBY KOTOpOr'o CO-
CTaBNSIOT XeJle3Hble W Map-
raiueBsble pyabl M KpeMHe3eM)

24, orifice throat length

[UTHHA CYXAIOWero MyHUUTYKa
(ropemxn unm pesaxa npu
NNa3MeHHO ~AYT'OBO/l CBapKe WM
peake)

25, orifice—to—work
distance

pPaccTOsiHMe OT Kpas CYXHBalo-
wero comsa o Magemus (npu
nnaaMeHHO —1yToBOfA cBapxe)

26, orthogonal-coordinate
oxygen cutting machine

NPSIMDYTONLHO—-KOOpAMHATHAS
rasopeaaTe/bHasg MalMHa

27, oscillating arc

BuSpupylomas myra (pyra, ro-
psulas Mexny HafgemMeM H IUla—
BSIIAMCS  97IEKTPOOM, KOTO-
puii BuGpupyeT (BC/repcTBHe
Yero Qyroenle paspsfbl uepe-—
RYIOTCS C KOPOTKHMMH 3aMbIKA—~
HUSMHE )

28, oscillating arc—voltage
control system

cucTeMa ciexenns (sa cpap-
HbM WBOM) MO KoneGaHHsM
HANpPSXEHAS OYTH

29, oscillating holder

BHMOpalMOHHLIE a/leKTpoaoaep—
xareinb

30, out-of-chamber welding

cBapka BHe Kamepw (c da-
muTHO! aTMOcdepoft); Geo—
BaKyyMHasi 3/IeKTPOHHO ~Ty4e—
pas cpapka (npu aTom cro-
cobe cBapKH cBapuBaeMoe M3~
fe/Me HaXOAMTCA 3a Npepela—
MH BakyymHofi kaMephbl Ha
OYeHb HeGO/BLUIOM paccTOSHUHA
OT 37eKTPOHHOM mywwKM)

31,out-of-position welding
cBapka B HeyloGHOM HNOJ/oXe-
HHUH

32, outer expulsion

pHeunft Bbmuteck (pedext
ToYeyHOft CBapKH, 3ak/uoya-
joufica B BHITEKAHHMH XHAKOT'O
MeTalula gapa TOYKHM Ha mo—
BEepXHOCTL cBapuHBaeMoft ne—
Tam)

33. outside welder

cM, outer welding machine

34, outer welding machine

MaumHA f/ig CBApKH TpPYyO
CHApYXH

35, outside welding head

ro/ioBxe Wis CBAPKH CTallb~—
HBX TPYO CHapyxH
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36, oven soldering

HH3KOTEMNepaTypHas NnedyHas
naika

37.overhead free—hanging
electrostatic precipita~
tor

noasecHo! CBOGOAHOBHCALMH
anexTpotwibTp (Haxopsumfics
Hap paboyMM CTOMOM CBapuiM—
Ka H IpUMeHsieMbll . .UId O4YHCT-
KM ra3oB, BBIAE/SIOMMXCS NPH
crpapke)

38, overhead joint

MOTOJIOYHOE COEAMHEHMe) Mo~-
TONOYHLI cBapHO# wWIOB

39, overhead mobile wel-
ding tongs

MoABeCHble MOABIDKHLIE CBa—
pounbie kiaemn (ans xoHTaKT—
HO#t cBapky Mape/muft Gonbux
ra6apuToB)

40, overhead track—type cart

nonsecHas tenexxa (ana po-
CTAaBKM K MECTYy CBapku pese-
pyapa c Bopofi, razoBrix 6Gayuio—
HOB, LIAHT'OB /19 BOABLL M I'a—
3a H 3leKTpHYecKHMx KabGenefl,
AnexTpH4ecKHft TOK mocTymnaer
yepe3 CKONL3AMMA KOHTaKT OT
TOKONopBoOAsue ! WHHDI)

41, overhead traveiler

katyyas Ganka (6anka c xo-
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ROBbIMM GeryHKamMu M NpHBOAOM
ANst ee nepeMelleHMs IO pellb—
COBOMY NyTM Ha KO/IOHHAX.
Bponb 6amxu nepemellaercs
CBapOyHLt annapar)

42, overhead welding robot
of modular type

noaBecHON cBapouHbilt poGoT
MOQY/ILHOI'O THIA

43, overheated sone

aona neperpepa (ysacTox Me-
Tala co CTPYKTYpoHh U cpofi-
CTBaMH, M3MEHMBUIMMHUCH B pe
3ylbTaTe CBAPOYHOI'O Harpesa
O CPaBHEHHIO CO CTPYKTypo#

M CBOHCTBAMH OCHOBHOI'® Me-
Tanna) :

44, overlap joint
HAXJIECTOYHOE COEeMHEHHE
(npu cpapke nnn nafike)

45, overlapping

ofpasaoBaHie HAIUILIBA W/ HAa-
Texa (3TOT pedexT ceasan c
BHITAJIKHBAHHEM YaACTH pac—
NJAB/IGHHOI'O MeTalula H3 CBa=-
POYHOfl BaHHL! HA NOBEPXHOCTBL
OCHOBHOI'® MeTaja)

46. overlay layer

HAaIIaBlIeHHBI choft,

47, overmatching electrode

(cBapouHent) amexTpod, Mpou-—



HOCTE KOUTOPOIO npeBblldeT
MPOYHOCTL OCHOBHOI'O MeTaliia

48, overrun control

cuctTeMa cnexenus (3a cpa—
PO4HBIM WBOM WM 38 Pe3oM)

49, oxide coating

KHMC/IOe NOKPLITHE HA 3NeKTPO-
ne (cocrosmiee, B OCHOBHOM,
Ha deppocniaBos)

50, oxy—benz welding

GenauHokucaopoaHas [Genao—
kucrmopoanasi ]| ceapka (raao-
Basi CBApKa C NpHMeHEHHEM B
KayecTBe ropmpoyero napop 6eH-—
auHa)

51, oxy—benzol welding

GensosioBast cBapka

52, oxy—gasoline welding

GeH3uHOBasT cBapkKa

53, oxyfuel gas spraying

rasomnaMeHtsoe HAaIblIeHHe

54, oxyfuel gas welding
(OFW)

rasomjiaMeHHasi KHCJIOpoaHast
cpapka (rpyma npoueccos
CBApKH C KHCIIODONHO—TOI/IMB~
HBEM rasobbM daxdioM c npu—
MeHeHMeM pnaBjieHMs M Gea
Hero WM C NpPHMEHeHMeM IpH—
capgo4HOro MaTtepuana um 6Ges
Hero)

55. oxyfuel gas cutting
(OFC)

KHC/IOPOAHO—~TOIUIMBHAS ra3oBasi
peaka (rpymnma npoueccos pea—
KM MeTa/UIOB MOCPeACTBOM XH—
MH4EeCKOll peakllMH KHciaopoaa C
OCHOBHHIM MeTAa/UIOM NpPH Bbi-
COKHX TemIepaTypax rasoBbiX
dakenoB, oOpasyouMxcs NpH
CropaHuu rasoo6pasHoro T on-
nuBa M XMcnopona)

56,.0xygen grooving
IIOBEepPXHOCTHAafA KHCJIOpOoAHas
peaka; KHUCI/IOpOAHAsSI CTpOXKa

57. oxygen header heater

paMIIOBLI#f noAorpeBaATeNH KH—
cJqopopna

P

1. pad electrode

SNIeKTPON [AJid HAaIUIaBKHy
9/IeKTPOA ¢ GO/BIION KOHTAKT-
HOfl NMOBEPXHOCTLIO

2, paddle—type offset
electrode holder

SNeKTpoAaoaepXaTellb JonacT
HOI'0 THII& C H30THYTHM XBOC=-
TOBHKOM

3. pale—green feather

CBeTIO3eleHLt BHICTYNl B s~
pe nnamenn (rasosofi ropei-
Kn)
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4, pancake inductor

nnockufi mipyxkrop (ana mimyx—
nMOHHON naftku)

5. parallel-sided weld

cBapHoll HIOB C napale/bHLIMHA
CTOpOHAMH

6, parent plate

OCHOBHO#A MeTamn

7. parlor matches

HeracHymMe HA BeTpy CIHYKH

8. partial nugget failure

JacTHYHOE paspylleHHe cBapHOf
rouku (npm xonTaxTHOA TOWEy~
Hoft cBapke)

9, partial-penetration weld

cCBapHOff OB C YaCTHIHLM
NpoIL1aB/ieHHEM OCHOBHOI'O Me-—
Tannaj HeCKBO3HOff 1WOB

10, partial rectification

yacTHYHOe BhOIpsviienne (mpu
cBapxe BO/LGPAMOBEIM 3JIeKT-
poAoM B cpefie HHEpPTHOr'o ra-
3a, lpexpamenne TOoka B Teue—
HHe KaXAOT'O MOJYLUHMK/IA NpH
NONIOXUTENILHOM 3JIeKTPOofe.
Oyra, moracumas, Kak IpH MNOJ—
HOM BBIIPSMIIEHHH, BO30yxna—
eTcs Mo3ke IpH CleAyloleM

nomyuukie )
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11.partially—-melted zone

‘'YaCTHYHO paciUlaBlieHHasi 30Ha

(370 yacTL OCHOBHOrO MeTan—
na, Haxopsmasicd cpasy sa
npefenaMH T'PAHMIL! CI/IABIIC—
HHa)

12, partially—transferred
arc

aaBucumas pyra (cron6 myrm
coOBnafgaeT C IA3MeHHON

crpyeft)

13. particle transfer frequ-
ency

4acToTa NMepeHoca YacTHi
(yacToTa, nMpm KoTOpOft KamwmM
Merajula nepeHocsTCs Myroft
OT KOHIA IIABSIErOCH 3JIEKT-
pona)

14, paste brazing filler
metal

nacToo6paansiit Tyronnapxnft
npunoft (cMech TOHKHX ACTHL
TYT'OIIABKOr'O MpPHIIOA C Op—
raHM4eckuM WM HeopraHmyec—
XpM ¢VIIOCOM MMM C HeflTpaib—
HBIM HOCHTeJIeM)

15, paste filler
nasnbHasl nacrta
16, paste soldering filler
metal

nacToo6pasHbfl JlerkomIaBKkuft
npunoft (cMecb TOHKMX YaCTHN
MSI'KOTO NPHUIOA C OpraHMyec—



JKHM HI¥ HeOpraHH4ecKHM ¢uuo-
COM MM C HelTpasbHLM HO—
cureneM)

17. patch welding

ppapka samiar (Wwm HAKNIAQOK)

18, patch work

3apapka nedexToB (Hanpumep,
HA OTIIMBKAX)

19, path following robot
control

KOHTypHOe ynpabnenne (cBa—
pOuHBM) pPOGOTOM

20, pear—shape fusion
zone

rpywesunsas Gopma 30HBL
nponnaenenns ( pedext nyro-
BO#t CBAPKHM BCl/IEICTBHE CJlMli~
KOM BBICOKO#l BEJIHYHHBI TOKA
HJ/IE CJIMIIKOM HHBKOI'O Hamps-
XKeHns) '

21, pear shaped bead

CBApOYHLIl BA/MK IpylleBAAHON
dhopme!

22, pedal-operated spot
welding machine

MalMHA [/ TOYeuHOR CBApKH
c nepa/bHLM ( HOXHEM) yni—
paBneHHEM

23, pedestal boom manipula
tor

CTalMOHapHEIl MaHHUIYNIATOP

co crpeno#t (ana c6opku nape-
JHMA nop cBapKy H BbIIOJIHEHHS
cBapkn)

24, peening

npoxopka wea (nerxas npoKoB~
K& MHeBMATHYECKMM MOJIOTKOM
OTAENBHLIX CJ/I0EB MHOIroOCioH-
HBX WBOB B ropsueM COCTO-
SHMM QNS YMeHblLIeHHs CBapo4-
HBX pedopmamuft)

25, pencil type torch

rope/ika KapaHAAUMOro THIA)
NHCTONeT KAPAHAALHOI'O THIA
(s ayroeoft cpapkm BombLgpa-—
MoebM (HennaBsumMcs) anexT—
poaoM B Cpefie MHEPTHOro ra-
38 WIH MHKPOIUIA3MEHHOR
cBapk#)

26, penetration area
nomafk NpOIIaB/IeHHA; IUIO—
magb npoBapa

27. penetration liquid

XHAKOCTL C KpacHTelreM [is
KOHTPO/IA IUIOTHOCTH CBapHBIX
HIBOB

. 28, penetration overlapping

nepekpeITHe KopHs umop (pace
CTOSIHHE MeXQAy HIDKHHMH TOY—
KAMH JIHHHM CIUIAB/ICHHS OBYX
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yacTefl WBa B BYCTOPOHHEM
CTHLIKOBOM LIBE)

29, penetration pass

nponnapasiomn#t npoxoa (nep-
Bl MpoxoA MHOrOCIIOAHOIO
CBApHOro 1IBA CO CKBOSHLM
nponnaeieHneM)

30, penetration run

cm. penetration pass

31, penetration shape ratio .

xoatdpmmeHT $OpPMBI NMpOIVIAB—
nenys (oTHOWeNNe MMPHHLI
BajHKa HIH WBAa K rryGHHe
nponnasienns)

32, penetrator

NPOXOr' M/ CKBO3HOE MPOILIaB~
nenne (pedext cpapHoro mea)

33. penstock welding

cBapxKa HAIOpHLIX BOAOBOAOB

34, percent ferrite

dépputHOEe umcno (mponaeom—
HAsi CTAHAAPTH3OBAHHAS BellH—
ypHa, ofoa3Hayamas cofepxa-
HHMe ¢eppHTa B MeTalUle cBap-
HOro WBA B AyCTEeHHTHOfi xOp-
pPOSHOHHOCTONKOR! cTANH H NpH-—
MeHsieMas Mg yKasaHHs OT—
HOCHTEJ/ILHOrO cofepXaHusa ¢ep-
puta)
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35. permanent backing (bar)

ocralomascsa (HecbeMHas) nop~
xnanka (noaxnanxa, npuBapHBa~
jomaaca ¢ o6paTHOfi CTOPOHEI
cBapHOro uma)

36. permanent backing ring

HecheMHasi KONbUeBasi NOAKNAMN~
xa (npuMeHseTcs npH cpapxe
cTexOB Tpy6. Moxer craTb
9aCTbI0 COe[IMHEHHsi ANM ee yna-
nsoT peaanueM) '

37. petroleum test

KepocunoBas npoGa (mucnerranue
CBApHOI'0 COEAMHEHHs HA MJIOT—
HOCTb CMauuBaHMeM OfHOfi era
CTOPOHE! KEPOCHHOM )

38, photo—electric control

doTO31eKTPHYECKOe YIpaBiieHRe
( Hanpapnsiomee anexTpon BROIML
NHHER CBapxM)

39, photo—electric copying
' device

doToaneKTpHUeCKHt xOnHMp
(nanpaBnenns anextTpoga no
NHHAA CBAPKH WIH Pe3KK C
NMOMOLBIO CHCTEMEl, COCTOSi~
meft u3 ¢poTo3NEMEHTA C OCBe~
THTeneM)

40, photo—electric follow—
up head

cM. photo—electric copying de-
vice



41, photo—electric guide
block

cM. photo—electric copying
device

42, photo—electric tracing
head

cM. photo—electric copying
device

43, photocopying gas—cut—
ting machine

¢doTOoKONMpOBa/bHAA rasope3a=
Ten-uasi Maumsa (maumna,
cHaGxeHHasd GOTOKONHMPOBAIL—
HEM ycTpoficTBoM, PoTO3/1e~
MEeHT, NOMemeHHLt B KOMHpPO-
Ba/IbHOfl roJjioBKe, ClIeUT 38
naHHell yepTeXxa H Hanpabisert
[BIDKEHHE POJIMKA MAMHEI)

44, photogridding

HaHeceHHe Ha obGpa’ell CeTKH
amnk dporocnocoboM (npmme—~
HPeTCs NPH HCNLITAHHH CBap~
HpIX IBOB HA BpeMeHHOe CO-
NpOTHB/IEHHE )

45, photon wel'ding

doToHHAN HMH CBeTOBas cBapxa
(Bup cBapku miaBnenmeM, Hpo—
H3BOAMMONA MOMHLM CBETOBBEM
7Iy90M QyToBOfl Namilbi, 3anos—~
HEHHOft KCEeHOHOM)

46, piercing arc

pexymas gyra

47, pigtail

rubkas Tpybka (coeamnsiomas
rasosenift 6an/oH c OGWMM Tpy-
60npoBOAOM K peayKLHOHHOMY

_ xnanany)

48, pilot arc start

BoabGyxnenne (saxmuranne) c
NMOMONLIO BCIIOMOraTeILHOR

ayru

49, pimple (tip) electrode

3JeKTpoaA C WHWIMHAPHYECKHM
BLICTYNIOM B KOHTaKTHON 4acTH
(nmpn ToweuHoR KOHTaKTHOM
ceapke)

50, pinch—off dies

saXxuMHBle I'yOKH C BKIafgbnla-—
MR Ons ynanemms rpara (B ma—
NifHe AN CTHKOBOR CBapKH
onnapnenuem)

51. pinch welder gun

Kflemn ang To4yewHofi cBapky

52. pipe laying ramp

paMina s yKJIafgxH cBapeHHOf
TpyGsl Go/Lworo puamMeTpa Ha
Mopckoe AHO (pamma HaxXOmHT-
Cq Ha CllelHallbHOM cyaHe Ans
CBapkn Tpy6 H yKJAaAxH cBa—
peHHOfi Tpy6LI Ha MOpPCKOe AHO)

53, pipe seam
cBapHoft OB Ha TpyGe
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54, pipe stringing

ceapxa Tpy6 B cexwun (mieTn)

585, pipe tackup alignment

BLipABHUBAHHE KPOMOK TPY6
NpH CBapKe HPHXBATOYHEIM
LBOM

56, pipe—to—pipe welding

CBapra CTHKOB TpyG Apyr c
ApyroM

57. pipe welding gauge

xammbp wia CBapHLIX TPYO

( npumenseTCs OIS NPOBEpPKH
coBHANEeHHS KPOMOK Tpy® npH
BLIDABHMBAHHM MX [Vl CBAPKM)

58, pipe welding rotator

MOXaHH3M [U1si MoBOpoTa TPy
BOKPYT I'OPH3OHTA/ILHON OCH
npHt cpapke

59 pipefitting

coepMHeHHe TOpUOB TPyD mna
CBapKu

60, pipeline welder

TpyGocBapuak (Marucrpans-
HBIX TpyGonposonos)

61, pipeline weldment

cpapHoOft woB TpyGomposoaa

62, pipeliner

cMm, pipeline welder
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63. pitch of facing

war Hannapku (pe/mmyimHa oT—
HOCHTENILHOI'O CMEIICHHA SJ/IeKT—
poAa M AeTaIH BAOML OCH Bpa—
HleHHs1 3a OAMH OGOpOT NpH ap~
TOMATHYECKO#l HaNiiaBKe Tel
PpalleHN!s )

64, pivot—type clamping
dies
3aXHMHBIe PyOXH IAPHHPHOIO

rina (B MalWHe A/l CTHIKO=
BOfi CBAPKH OILIABJIGHHEM )

65, plasma arc

cxartaa ayra (myra, cron6
xoropo#t cxaT c NoMOMmEIO COl-
na nIasMeHHOH ropenixH Hax
NOTOKa raaos)

66, plasma-—arc hot wire
surfacing process

nnasMeHHO--NyroBoft npouecc
MeTAaVIH3alHH C I'OPSYHMH IpO—
BOIOYHEIMH aneKTponamu (rpu
3TOM Ipollecce NpHMeHseTCs
I1aaMeHHO~AyToBas ropeixa

C NUTaHHEeM OT HCTOYHHKA. MO—
CTOSHHOI'O TOK& H [ABYX3JIeKT-
ponneit Aepxate/ml AndA nopa-
YM NPHCAAOYHOrO MeTasla C
nHTAHHEM OT CeTH NepeMeHHO-
ro ToKa)

67. plasma—arc tube welding

nnasmeHHasi cBapka Tpyo



68.plasma gas metal-arc
welding

niasMeHHoO-fAyroeas cBapka Me-
Ta/NIH4eCKNM 23JIeKTPOAOM B
cpene HHepTHOro rasa (mpo-
Ilecc OT/IMYaeTCs OT OGBMHOA
pyroBofi cBapKH TeM, 4YTO 4acThb
HHEepPTHOIO rasa 3aMeHsieTcs
nnaamoft)

69, plasma—arc welding
torch’

nnaamorpod (nnasmemnas ro-
penka) (yctpoficTBo nns co-
3NAHHS HANMPABJIGHHOrO MOTOKA
nnasMel, ABIOKymerocs ¢ 6onb—
woft cCKopocThI0O B o6jlafalanero
GOMLUHM 3ANACOM SHEPrHH)

70. plasma hardfacing

nnasMeHHasi HalulaBKa TBepabM
cmaBsoM

71, plasma metallizing

cM, plasma spraying

72, plasma-MIG welding

NNasMeHHOo —[yroBas cBapxa Me-—
TaJUTHYeCKHM IU1aBaIHMCS
3NIeKTPOAOM B cpefe HHEPTHO-
ro rasa (xomGuHMpoBaHHBH
NnpoliecC CBapKH, NPH KOTOPOM
MeTa/um4ecKkuit amekTpon H
npucanoyHasi NpoBOJIOKA OKpy-—
XeHpl nnasmeHHoft gyroff ¢
HE3a8BHCHMBIM yTIpaBlIcHHEM )

73. plasma nozzle splitted
outlet

liesleBHAHOEe BBLIXOHOE OTBEepc-
THe IUIaSMEeHHOr'o coilujia

74, plasma profiling machi-
©ne

MalmMHa Ond NnasMeHHofl npo-
¢ubHOA pel3kH

75. plasma sheath

1. nnasmenHbt axpaH; 2, 9K-~
panupopanse. asmoft (cpofi-
CTBO IUIA3MBI 3KPAHHPOBATL

TEN/IoHaNydeHAe NPH CBapKe)

*76. plasma spray gun

naaaMeHHeft MeTamaaTtop

77. plasma spraying

Hannapxka nopepxHoctefl nmnas-
MeHHOft pyroft

78, plasma stream arc
welding

cpapka minasmeHHOfi cTpyefi
(ocobmift cnoco6 myrosoft
CBapKH, NIpH KOTOPOM MeTasl
HarpeBaeTcsi HanpablleHHbIM
NMOTOKOM IJIa3Mbl, BhlyBaeMoft
H3 TOKOBeaymero cronbta co-
3palomefl ero MYr?s KOCBEHHO-
ro peficteas)

79, plasmastream gouging

CTPOXKa IUla3MeHHOfl cTpyeft
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80. plastic welding equip~
ment

o6opynoBaHHe QNS CBapKH
NNIACTHKOB

81, plastic welding rod
NNACTHKOBLIAA NpHCanOYHLfl Npy-—
Tox (pns cBapKH NIACTHKOB)

82, plasticizing additive

nnacThdMuMpyiowas ao6abka
(x o6Mmasouno#t mMacce pas
NOKPBLITHR 3JIEKTPOAOB)

83, plate electrode

nnacTHH4YaTHR aneKkTpon.

84, plate—weld juncture

nepexopHasi 30Ha CBApPHOrO WBA
(3ona nepexopa cBapHOro wBa
K 'OCHOBHOMY MeTaty)

85, platen—return delay

BpeMs Ha NpHBepeHHe B paGo-
yee monoxemMe nautel (Maum -
Hbl 11 CTHLIKOBOfl CBApKH)

86, platen travel

xon mauTel (MaUMHEL ANE CTHE
KoBoft cBapxyu)

87. plenum chamber

xaMepa NOBLIIEHHOI'O AaBJ/IeHAs
(manpumep) npocTpaHCTBO
MeXAy BHYTpeHHeff cTeHKOR
CyXHBaomero MyHauTyxa H
3JIEKTPOAOM IpH IJiIaMeHHO[My-
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roBOfl CBApKe M peaKe M NpH
TepMUYECKOA MeTauTHaauH)

88, plural arc welding

RYroBas CBapKa Iy4KOM 3JIeKT-
ponos

89, pneumatic welding tongs

CBApO4YHbLI Kl/leuM Cc MHepMa-
THYECKHM IpHBOAOM

90, pointed cone

3a0CTpPEeHHOe AApO I1AMEHH
(rasosoft ropenxu)

91, poker technique

NKCTO/NeTHAS TOYeYHast @BApPKa
(s cRapkM mpHMensieTcst
nHcTONeT)

92, polar—coordinate oxygen
cutting machine

NONSPHO~KOOPAMHATHAS I'a3ope-
aaTenbHAA MaUMHA

93, porcelain ferrule

dapdopopas wafiba (npumenseT-
CH NpH nNpUBapKe WTHPS [s
perynupoBaHHusl AYTH, KOHUEHT-
pamiu Telvla B 30He CBAPKM M
OrpaHA4YeHHs PaCTeKaHHs pac—
IIABIEHHOrO MeTajna)

94, portable—bank supply
system

cucTeMa CHabXeHMs M XpaHe-—
HHY 3aIMTHOI'O rasa B Iepe-
HOCHBIX GaTapesix raaosbix 6an-



aonoB (o6emuo 12 6Gamnonos
YCTAHAB/IMBAIOT B JUOIBKY C
KONleCHKaMH Ha llapHHpax, ne-~
PEHOCHMYIO KPAHOM, H INpPHCO~
OMHSIOT K pamile MM KO/UIeK-
TOpYy C ABTOMATHYECKHM yTIpap-
neHueM)

95, portable cart

renexxa (mis ROCTABKH X MeO-
Ty CBAPKH MCTOYHHKA TOKA,
rasosbix GannoHoB, pesepBy-
apa ¢ BOOA H KaTyllek C
SNeXTPHYECKMMH Kabe/IiMH H
BOASHLIME M [A30BLMH LI/IaH-
ramn)

96, portable submerged arc
welder

WJIAHTOBLIA NMOJTyaBTOMAT (U8
pyrosoft cpapkm nop ¢mocom

97, portable type spot-
welding robot

po6OT nepenBIDKHOIO THNA Ans
TodeuHoft ceapku (poBor nepe-
MellaeTCs OKOMO H3[eNHs B
npotiecce CBapXH)

98, positional welding

noamumonxas cpapka (cpapxa
B /moGOM INONOXKEeHHH, KPOMe
HIDKHEro)

99, positioner (positioning
device)

noamwonep (npucnocobnenue,
npeQRasHAYEHHOe [UIsl YyCTAHOB~—

KH M3peius B yfobOHoe nang
cBGOpKM M CBAPKH IOJIOXKEeHHe.

B ormmue or manmmynstTopa
NO3HUMOHEP He BpaulaeT Hapge—
fiie CO CKOPOCTBHIO CBAPKH, a
TONLKO YAEPKHBAET €0 B HyH~
HOM TMO/IOKEHH )

100, positioning repeatabj—
lity

1, TOMHOCTL NO3HUMOHHPOBAHMS
(myrn nan o6paSaTeiBaeMOro
Ragenns); 2. TOYHOCTL BHLIXOAA
(ceapounoro) po6ora B sapan-
HYI0 NOSHIBAIO

101, positioning welding
equipment

NO3NUMOHKPYIGIIee CBAPOYHOe
oGopynoBaHHe

102, positive—pressure
mixing chamber

cMecHTem-Has xamepa (raao-
BOft ropenxu) c H3GLITOYHLAM
naBnenueM (ropiounft raa no-
CTynaeT B CTPyio KHc/0poaa
NpE TAKOM Xe NABIeHHHM H
fIRIKETCH C TaAKOfl e CKOpPOC-—
THIO, XKAK M KHCJIOpoA)

103, postbraze cleaning

OYKCTKA MASHOT'O COEAHHEHHA

(or octaTkos duuoca M OKkHMC—

HOR omarswns, oGpasopasitefcs
npr nafixe)
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104, postgasification

[OMONHUTENbHAS NOofAYa 3allMT—
Horo rasa (K MecTy cBapku)

105, postweld ageing

nocnecepapoyHoe crapenue (Bup
TepMHyYecKoit o6paGoTku mna
MOBLNLEHHS LGPOYHOCTH CBAPHBEIX
wBoB )

106, postweld heat treat—
ment
TepMHyeckas o6paGoTka nocire

CBapku

107. postweld'stress relief

CHATHe HanpsbkeHHHt nocie
cBapKu

108, pouring gate

orBepcTHe B ¢opMe, yepe3
XOTOpOe 3anuBaeTcs XHAKMA
Metamn 3 turas (npn Tep-
MHTHOA cBapke)

109, powder welding
HAaIyIaBKa MOPOIIKOM
110, powder(ed) flux

welding

nopomxopoduiocoBasi cBapka
(rasopas ceapka c nopaueft B
CBApOYHYI0O BaHHy MOPOIKO06G—
passoro ¢moca yepea niams
ropenxu)
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111, powdered metal filler

NopowKooGpasieft NpucanoyHbh
MeTtann (nopolkopas MPOBOIO—
Ka MM NeHTa)

112, power arc

pyra npsaMoro peficTBHsa

113, power pack
cunosoft 6510k (ceapousoro ar-
perara)

114, power—supply lead
cunopoft xatGenmb; cunoeoft npo-—
pon (npu ceapounbix pa6orax)

115, prebraze cleaning
saunctka (uapermmsa) nepen
naftxoit

116. precision welding
NpelleSHOHHAs CBapKa

117. preformed filler

metal
npucafgoyHe MeTalul 3apaHHO-
r'o MONEePeyHOro CedeHud
118, (pre)fused flux

nnasnennedt ¢pmoc (Bce kKoM~

NOHeHTH! ¢uuoca NpenBapHTE!Tb-
HO pacHn/iaB/isioT B 3JIEKTPO-
neuu) '

119, pre—-heating length
loss

yMeHbIUeHHe AMMHL NP NpeABa-—



puTembHOM Harpese (cymmap~
HOe yMeHbUIeHHe AJIMHBI oOenx
cBapHBaeMblX peTanieft npH
NpeaBapHTE/ILHOM HarpeBe CThbi
KOBOI'O CBAPHOrO Ba)

120, preliminary backing

npenBapuTeLHAS NOABapKA
(npeppapuTenbHOE HANOXKEHHE
NONBAPOYHOrO UIBA)

121, preliminary tension

npeABapUTe/ILHOE PACTSKeHHe
(MeTon mpepympexpeHHs MH
Or'paHHYEeHHS CBAPOYHBIX AE—
tdopmaunit, cocrosmuft B pac—
TSDKOHMM KOHCTPYKIMHA nepen
ceBapkoft H B npoliecce CBapKH)

122. premixed shielding
gas '

npeaBapUTe/IbHO CMellaHHBH
3amuTHE raa (nocraensiercs
¢MpMaMi B rOTOBOM BHfE)

123, prequalified joint

npeABApUTENbHO NOArOTOBJ/IeH—
Hoe coenmHeHne (coepmuenne,
HOArOTOBJ/IGHHOE IOA CBAPKY B
COOTBETCTBHMM cO crneundmxaiy-
SIMH, 4YTO NPH BHIIOJHEHMH 3a—
[AHHOI'O peXHMa CBapKH rapaH-
THpPYeT ee BLICOKOE KaueCTBO)

124, preset ga| welding

cpapka Mo sapaHHoMy (rapax-
THpoBanHoMy) 3a30py (nBy-
CTOPOHHAS aBTOMaTH4YecKas
cBapka nopn fiocoM JIMCTOB

PTHOCHTENLHO 6onbuoR TONI~
myHb 6e3 pa3pfefikKM KpPOMOK,
HO C YBE/IMYE€HHEIM 3a30pPOM
MeX[y cBapHBAeMBIMH KpOMKa-
mu, IMoppapo4Hbl! OB BHION
HseTcs Ha ¢uuocOBOH mnonylike
H C NpHMeHeHHeM 3axOHOMN
NAaHKH s BO3OyxneHnsa Lwrn)

125, pressure arc welding

ceapka cxartoit pyro#t (cmo -
co6 cCBapKH, NpH KOTOPOM
CTpys Ia3Mbl, Harpebalouas
coeMHAeMbIE [eTalld, CXHUMa-
eTcsl MarHHTHEM MONeM H
NPOMYCKaHHEeM 4Yepe3 COINIO
ninasMeHHO# Ayroeo#i ropeinku
nop pe#icTBHEM NOTOKa rasa
M/ PacCHbUIeHHON XXHAKOCTH,
lpr aTOM mNOBBILEETCH HaIpH -
XEHHMe [QYTM H PeaKO NOBLIla~
erca Temnepatypa (o
30000°C)

126, pressure contact-
extrusion welding

KOHTaKTHO~9KCTPY3HOHHAS
ceapka (nnactTMaccoBEX Ma-—
TepHasos)

127. pressure flux feeding
device

bmocoammapar HarseraTe/bHOR
CHCTEMELl} HarHeTaTe/bLHLIH
¢mocoamapar (dmocoannapar,
peficTBME KOTOPOr'O OCHOBAHO
Ha nopade d¢uuoca B 30HY cBap-—
KM CXaTbIM BO3[YXOM)
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128, pressure—off time

BpeMs cHsTus napnenus (ne-
pHOl BpeMeHH Nnpr TouyeuHofl,
woBHOR B penbedHoft cBapxe
MeXay AByMs MOCJeAOBaTe /b
HbLMH IMK/IAMH CBapKH, Korpa
napneHMe 3NMeKTpOAa HA H3pe~
e oTcyTCTBYyeT)

129, pressure welding with
furnace heating

neunan cpapka (cpapxa namne-
HHeM, NpH KxoTOpoft HarpeB
NPOM3BOAMTCS B Neyax MM rop-
Hax)

130, pressurized coating
mass

o6Ma3oysass Macca, HaHOCHMAas
Ha CBApOYHLIe B3J/IEKTPOAL Me=—
TOOM ONPECCOBKH

131.pressurized electrode
coating
noxpeithe (anexrpopos), Hame—
CeHHOe onpeccoBKoOft
132, process strength

TeXHOJIOrHyecKas NPOYHOCTL
(npounocTe cBapHOro coepmHe—
H¥a npu peficTBHR ycwmfl, Boo~
HHKAIOWHX B NpollecCe CBapKH)

133, production welding

NMPOM3BOACTBEHHAA CBapka (one-
paunss cBapki, cocTab/giouan
4aCcTh TEeXHOJIOI'HYeCKOoro Inpo-
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1leccA M3rOTOB/IGHHS HOBRIX M3=~
nenuft)

134, programmable fillet
welding device

ammapaTt c NporpaMMHBLM yli-
paB/leHHeM (VIS CBAPKH YTiO-—-
BOI'O WIBA; annapat ¢ Nmpo-
rpaMMHbLM YTIpaB/ieHHeM [Jis
CBApKH TABPOBOI'O COeMHEeHMs

135, projected transfer

cTpyfiusifl nepeHoc Meranna
(cBapounoft pyroft)

136, projection—seam
welding

pemsedno~=mopnas ( pemeduo-
pormxoBas) cpapxa (oco6uift
croco6 wosBHOft cBapKH, Ocyuie-
cTeAseMbIft MO NpeaBapHTelb—
HO BLIUTAMIIOBAHHOMY B OpHOft
B3 peraneft BLICTYIY)

137. projection welding
machine extension

BHUIET peibedHoft ceapouHoft
maumHy (paccTosue oT ne-
peanefi CTEHKH [0 OCH MOA3YHA)

138, protection hood

sanmTHeft xonnak (s3axprmalo~

mHA BAHHY PaCIUIAB/IEHHOI'O Mew
Tanla npu ceapke B cpefie 3a—
WHTHOTO rasza)

139, prototype weld

NpPOTOTHNHLIA CBAPHOR OB



140, provisional stiffening
ribs

TeXHOJIOrHYecKHe pebpa KecT-
xoctn (Bpememnbe pebpa xect=
KOCTH, yCTAHAB/MBaeMbie Ha
BpeMsi CBAPKH U1 YMEHbLIUEOHHA
YTIOBBIX CBApPOYHBLIX AedopMa-—
1oh)

141, proximity —sensing
sysfem
aBTOMaTHuECKas CHCTEMA pery-
nupopanus c6moxenns (Hanpr—
Mep, MYHAIITYKA C H3fe/HeM)

142, pry bar

npyT Ans passBefileHHs KPOMOK
CBApHBAEMBIX JIMCTOB

143, ptp (point—to—point)
welding robot control
system

NMOSHUMOHHAS CHCTEMa YTpapie—
una (ceapounemM) poGoTom c
HeGO/ILIMM KOJIMYeCTBOM Mpo—
rpaMMHpyeMBIX TOo4YeK

144, puddie break through

BbITeXaHHe CBAPOYHOff BAHHBLI

145, pull crack (of welded
joint)

yTsoxuna ceapioro uma (pe-
dexT B BURe YTUTyGlleHHs Ha
nopepxHOCTH obparHoft cTopo-
HEl CBAPHOr'O IBA B HeMNol—
HOCTBLIO NPOIUIABJIEHHOM OCHOB—
HOM MeTajlle NEeTanH).

Q

1. quiescent arc

yeroftumBasi nyra, crnoxofinas
nyra

R

1, rabbeted groove

xanapxa c nasamu (npm nop-—
roToBKe COe[MHEHHs NMop cBap
xy)

2, radiant output

MOUHOCTL HCTOYHMKA TeIA
(o6bmuo cBapounoft pyru)

3, rail resurfacing
Hannapxa (nopepxuocTn) pesm—
cos

4, railroad thermit

¥ele3HOAOPOXHBIRR TepMHT

( TepmuT nna ceapxm pemscos,
copfejppkamnft HHKe/b, MapraHen
B cTa/mLHOft MOpOWOoK)

5.rate of slope

cxopocTs Moaynsman (cxopocTs
H3MEHEeHNS Be/IMHHBL CBAPOY=
HOrO TOKA NMpPH ero MOMRy/ISIUHH)

8. ratio of weight of covering
to weight of core wire

KO3¢PHIIAEHT MACCH NOKPLITAS
( oTHOWEHNEe MACCHI MOKPLITHS
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K Macce MNOKpeiBaeMo#l yacTtu
CTepXHs)

7. rayburn

nyyepo#t oxor xoxu (mnpodec—
CcHOHanbHOe 3aboeBaHHe cBap-
IUMKOB B pe3y/ibTaTe HHTEHCHB—
HOro y/bTpaly4yeBoro obiyue—
HHSl TIPM cBapKe)

8. Raynauld’s phenomenon

apnenne Peftnompaca (cesaan—
HOe ¢ 0O/IeBbIM OlylleHHEM MO~
Genenne MM IOCHHEHMe MNAa/bL—
HeB pyxX B XOJIOAHYIO MOTrony,
KOTOpOEe NpeAnoIOXKHTEeILHO
CBSI3GHO C NpPHMEHeHHEM cBap—
HMKaMH BHOpPOHHCTPYMEHTA g
38YNCTKH CBApHBLIX IWBOB OT
uiaka M rparta)

9, real coating thickness

HCTHHHAS TOJ/IUMHA NOKPLITHSA

( xpaTuaftitee paccTosiMe Mex—
Ny NOBEPXHOCTHLIO NOKPLITHS B
sapaHHOf TOYKe H MOBEPXHOCTHLIO
OCHOBaHHS)

10, real—time control

Oe3bHEepLMOHHOe YIpAaB/IeHHe
(npoueccom caapml)

11, rebacking

noppsmpanye, noacymka (o6pry~
HO 3NIEKTPOMIOB C MNOKPLITHEM)

12, reciprocal welding

nyropag cbBapka rnolepeMeHHO
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¢ pBYyX cTopoH mBa (s
yMeHbIUeHHst KOpoGnieHHs )

13, reclaimed flux

pereHepHpOBaHHLIA ¢wioC

14,redrying
nopropHas [ ponomwmrensHuas )
CyWKa 3JIeKTpoaoB

15, reduction limit

npenen pepyuspopanus (pabne—
Hua rasa) (MuHMMaBbHOe nap—
lleHHe rasa Ha BXoOe B pefyK-—
Top)

16, reel capacity

eMKOCThL Karywku (pna’ snexm—
PORHOM NMPOBOJIOKH; yKa3bBaeT—

- CH B e HHMUAX MacChl)

17, reeless welding wire
feeding system

cHCTeMa nopayy cBapoywoh
NMPOBOJIOKH HENOCPeACTBEHHO H3
G yXThHI

18, reference radiographs
of welds

STANOHHBE PEHTI'eHOBCKHE
CHHMMKH cBapHeix wpos (cay-
XaT [N MHTepnpeTalMH Ka-
YecTBa CBApHLIX IBOB H CTe—
MEeHY CEepPbe3HOCTH KMeIoNXCsi
B HHX NedeKTOB)



19, reference signal

onopefi curuan (curuan B
penHbennax IpH MPOXOXAEHHH
Y/TPasByKoBOH BOJMBI OT H3-.
yyaTenst K NpHEMHOMY INbe30-—
npeoGpa3oBaTeo NMpH OTCYT~
CTBHM OedeKTOB B HCIHLITHBae—
MOM H3fe/NH)

20, refractory electrode

TYTOM/IABKHA 371eKTPON

21, reheat weld crack

TpeuwHa, ob6pasoBaBuiasics Nnpa
NOBTOPHOM HArpepe CBAPHOIO
uBa

22, Reinforcing Steel
Welding Code

[MpaBuna cpapkn apmaTypHOft
crann (HanaHMe AMepHKaHCKO-
ro obmectsa cpapuxos AWS D
12.1-75)

23, relative depth of fusion

OTHOCHTe/IbHasa IIyOMHa npo-
nnaenenns, npopapa (xapaxre~
PACTHKA Ba/MKa H/IH CBapHOIo
wBa 6e3 pasfenK¥ KPOMOK,
onpepenseMasi K&K BeJ/IA4YHHA,

o6paTHas KoadduimenTy ¢op-
MBI NPONIABJCHHS )

24, relative flame velocity

OTHOCHTE/NLHAS CKOPOCTb pac—
npoctpasennss naamen (cko-
POCTL CrOpPaHHs MM BOCIIa-

MeHeHHsl, C KOTOpO# MoBepx—
HOCTb fiipa CBApPOYHOI'0 IJi8-
MEeHH pacnpocTpaHseTcs Ha-
BCTpedy QOBIXEHHIO CMECH ra-
30B, BBLIXOASUMX H3 MYHAUTY-
Ka)

25, relative loss of filler
metal during deposition

xoa¢dummenT noreps (norepn
MeTanla NpH CBapKe Ha yrap
H pa3bpri3ruBaHHe B POleH—

_rTax ot obmeft macchl pac-

NNAB/ISEeMOro NPHUCAAOYHOr'0 Me-—
Tanna)
26, repair surface welding

PEeMOHTHAA Hall/laBKa

27. repair welding

peMoHTHas cpapka (saBapxa
nedexToB B CBApHLIX lBax)

28. repeatable positioning
accuracy

TOYHOCTHL NOSHLMOHUPOBAHHAS
(nanpmvep, crapounoro po6orta,
xapakTepusyemas oum6koff,
C KOTOpO#l BOCNpPOUIBOMHTCSH
3anaHHAs TO3HMIANA)

29, repetitive positional
accuracy

cMm. repeatable positioning
accuracy
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30, resistance feedback
welding accessory

npu6op ynpabB/ieHHs NPOLEecCOM
SNeXTPHYECKON KOHTAKTHOR
ceapxn (no oBpaTHbM cHria-
naM 06 H3MEHEeHHMM 3/1eKTpH-~
4eCKOro CONPOTHB/ICHHS CBap-
HOro wWBa)

31, resistance microwelding

KOHTAKTHAS MMKpPOCBAapkKa

32, resistance press welding
- machine

MalllfHa VI8 NpeccoBoff cBapkH
CONnpoTHBIEHHEM

33, resistance reactive
brazing

PLLCOXOTEMNEPATYPHAS KOHTAKT-
HO-peaxTHBHASA nafixa (xanun-
nspHas nafixa mMeTamics, NpH
xoropoft npunofi o6pasyercs B
pe3ynbTaTe KOHTAKTHO~PeaKTHB~
HoOrd IAaBJ/IeHHsl COeAHHAEeMBIX
MeTa/uI0oB, NMPOMEXYTOMHEIX NO-
XpLITHAA WIH INPOKJANOK)

34, resistance reactive sol-
dering

HR3KOTEeMIlepaTypHas KOHTaKT-
Has peaxTHBHas nafixa (xamin~
JNgpHas nafixa MeTaluiOBy NpH
xoropoft mpanofi o6pasyercd B
peaynbTaTe KOHTAKTHO-peax—
THBHOT'O IIABJICHHS COEAHHSAe~
MBbIX MeTalllI0B, NPOMEXYTOUHLIX
NMOKPHLITHA /MM MPOKIANOK)
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35, resistance seam welding

WOBHAS KOHTAKTHAS CBapka
(xonTaxTHas cepapka, npu Ko
TOpo#t coeaHHeHHe 3/IEMEHTOB
BLUIO/MHAETCS BHAXNECTKY Bpa~
WAIOWHMHCA AHCKOBLIMH S/IeKT—
popamu B BHAe HeMnpepLBHOrO
HMM NpepLBECTOrO WBa)

38, resistance slag welding

KOHTaXTHO~UUIAKOBaA CBapxa

( snexrpouwniaxoras ceapxa,

MpH XOTOpPORf MeXay TOPIOM
onHOA perann, ciayxaueft anexT-
poaoM, M NOBEPXHOCTBIO ApPYy-
roff petajnH OCymecTBIAYTCS
9nexTpownakosfl npousce)

37, resistance welder arm

KOHCO/Mb KOHTaKTHOR cpapounoff
mamyHe! ( perans, BhICTYnA-
ulasg H3 PaMEI MAUMHBL H Cily—
Kamas IS Mepefadn HA SNeKT-
ponbl YCHNMSl, a8 TaxKe CBApOY~
HOro TOKA)

38, resistance weldiné

cpapka (nnactuxos) marperoft
MeTa/umdecKkoft noJsiocoft

39, Resisto-Loy hard fa—
cing rods

npHcapouHele npyrxi “Peauc-
ro-Jloft” (¢upmennoe HaaBamme)
(nppmensioTcs nng HanaBKM

MOBEPXHOCTH TBEPALM CIIIABOM )



40, resistor type arc wel-~
ding machine

yCTaHOBKA [/ AYroBO# ceap-—
XM c GannacTHbIMH CONPOTHB~
7IeHHAMH

41, resoldering

nepenafixa (pacnafika nafinoro
COeAMHeHMa M NOBTOpHAaA nafi-
Xa Mapenus)

42, respot (resistance spot)
weld

OB KOHTAKTHOA Toue4HOM
cBapXHu

43, retaining shoes
dopmupyromme nonayHer (npu
8NeKTPOW/IAKOBO/ CBapKe)

44, return electrode run

BO3BpaTHLt XO[ anexTpoaa

45, reverse deformation

obpatnas pedopmamns ( npu-
HYAMTeNbHO co3paHHas Aedop-—
Maims cBapHo# KOHCTPYKUMH
A0 CBApKH, HalpaB/leHHasi B
CTOpPOHY , OOpaATHYIO OXHAae=
)-oft ocrarouno#t pedopmainiu)

46, reverse~side marking

cnen (npuBapeHHOr» WTHPS)
Ha oOpaTHO# CTOpPOHe. Mepany

47, revolving device

cM, rotative device

48, revolving—~type posi-—
tioner
MAHHITYATOP KapycelbHOro

THIIA
49, rewelded root

noppapeHHnt KopeHb uUBa

50, RF (radio frequency)
contact welding
panHo4acTOTHAS KOHTAKTHAS
crapka (npsMowoBHbIX TPY6)
51, RF (radio frequency)
induction welding
pamoYacTOTHaS HMHAYKUMOHHAA
ceapka (npsMOWOBHBLIX TPYS)
52, RHS [rectangular hol-
low] section
NpAMOYT'O/ILHLI NONLIA cBap-
HOft nmpoduimL
53, right—hand threaded
fitting
¢uTHHrM c npaBoft peabGoft
(s xucnopomHsbx maHros)
54, rigid positioning

KECTKOe NOSHIMOHMPOBAHHE
( mapemm#t nepen ceapxoft)
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55, rigid welding flame

XXeCTKOe cBapoyHoe IaMs

56, R.I.Na .[Registro Ita~
liano Navale] test

HCNLITAHMe CBApPHOI'O UIBA HA
CKJIOHHOCTB K O6GpasoBaHMio
ropgyHx TPeUMH NPH pacTsKe—
HMH no Metopy HrameaHckoro
MOpPCKOI'0 peructpa

57. ring positioner

xonblesoft xauroparenms (pis
ceapkn)

58, rising characteristic
welding set

cBapoyHas yCTAHOBKA RS [y-
r'oBoft CBAPKM C BO3pACTAIOUH~
MHn xapaktepuctuxamn (nocne
SaXHI'aHHA AYTH HanpsiKeHHe
HA 3aXMMax BO3pACTAeT M0
Be/IMYHHBl HeCKOJILKO Gosbmeft
HaNpsHKeHHA XOJOCTOrO Xopa)

59, robot-mounted welding
unit

cpapouHbift arperar c poGoToM

60, robotic welding equip—
ment

po6GoTH3HpOBaHHOe CBapoYHOe
o6opynoBanue; CBAPOYHLIE pPO-—
6otel
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61, robotized respot (resis-
tance spot) welding line

BBLCOKOABTOMATH3MPOBaHHAS
JIMHHS KOHTaKTHO~TOYEYHON
CBApDKH C NPUMEeHeHHeM poGo—
ToB (B KayecTBe MCHOMHM~
TeNbLHLIX OpraHoB)

62, robotized welding line
cpapoyHag JIMHMA C poGoTamMH
63. Rockide hard facing

rods

npucanouHdsle npyrkn “Pokafin
( gupmennoe naapamme) (co-
AepXaT MeTalIMyeckHe OKHCIIH
A8 HaIulaBKy nopepxHoOcTef
TBEepAbLM CILIABOM)

64. roll-over stand

pomukopsift crenn (s ceapkm

Rapennft wwmHapKaeckoft ¢op-

Mb1)

65, roll resistance spot
welding

KOHTaKTHas TodeyHas cBapka
IOJIOCH. B PYJ/IOHAx

66. roller electrode

[MCKOBLIA 3JIEKTPOA MIs WOP-
Hoft xoHTaxTHOM cpapku (Baa-
MeH TepMMHAa "pOIHMKOBLIft
anexTpon”, OTMEHEeHHOIO
IOCT 2601-74)



67. roller-hearth conveyor
furnace

HellpepbBHAsi Nedb C NPHBOAHLE~
MH pormkaMu Ha nomuxe (s
nafixu uapesmit)

68, roller rebuilding

BOCCTAHOB/IOHHe PONMHKOB (Ha—
nnapxoft)

69, rollet tinning

nyxenne B pommxax (nonoca
NPOXOMHT MEXAY PO/MKAMH,
omMH M3 KOTOPHIX IOIpYXeH B
BAHHY C PACI/IaB/IeHHbIM OJI0—
BOM)

70, rolling device

ratyyee npucnocobnenre (s
NMOBOPOTA U3AC/IHS M NepeMe-—
HleHNs ero mo uexy, cocTos-
wee OOLMHO H3 [ABYX pa3BHEM=
HBIX KOJ/lell, HafeBaeMsiX Ha
napenue)

"~ 71, root fusion
npoBap KOpHs, 3aBapKa KOpHSA
(ceapuoro uwma)
72, root gouging

npope3aHHe KaHABKH B KOpDHe
wsa (pna ycTpaneHus Henpo-
papa)

73, root run formation

dopmupopanue wopusi (cpapHo=
ro) wea

74, root surface

NOBePXHOCTL KOpHs wBa (mo-
BEPXHOCTh IIBA CO CTOPOHBI,
NPOTHBOMOJIOXKHONK TO#, C KO-
TOpOH BLIIO/MHSAETCH CBapKa)

75. rosin—base flux

¢moc Ha KaHMPOLHON OCHOBe
(npumensierca npy nafike)

76. rotary device

cM, rotative device

77. rotary roughening

HAHeCeHHe KAHABOK Ha NOBepx-
HOCTHL TeNl BpalleHHus M npupa-
HHe eff wepoxosatocth (cno-
co6 TepMmHyecKOft MeTannaa-
UMK c ofpasdopaHHeM HA NO-

" BEPXHOCTH TeJl BpalleHHda Ka=

HABOK M LIepPOXOBATOCTH)

78. rotary UST (ultrasonic
testing)

ymbTpaspyxoBasi aedeKTOCKONHst
cBapHEIX TPYO C nMpHUMeHeHHeMm
Bpanapierocs aedbeXxTockona

79, rotary UST lultrasonic
testing] equipment

Bpamapoumiics ymbLTpassykoBoft
nedexrockon (mias obuapyxe-
HHMSl NOBEPXHOCTHBIX ‘M MOANO-—
BEePXHOCTHBIX AeeKTOB B Tpy—
fax, B T.4. CBAPHBIX)
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80, rotating arc welding

cBapka ppauiaiomefcs ayro#
(cBapka napnenrem c Harpe-
BOM TOPUOB fAeTanel 3nexTpH-—
yecko#t ayroft M nocnenyrouuM
oceBbM cxatheM, [lyra nepe-~
MemaeTcsl N0 KOHTYpPY TOpUOB
petaneft, paaumopnefcTBys C
MAarHMTHLIM IOJIeM, co3naBae-
MBIM KaTyHIKaMH, OXBaTbIBalo~
MMM STH AOeTain)

81, rotating turntable

ppamaiomuiica paGouuft cron
(ana nocnepoBaTe/mbHOR nona-
4Y¥ KH3neu#, NnoaroTOBJIEHHBIX
K cBapke, Kk paboueMy oprasy
CBapo4yHOff MaliMHbl HIH CBa-
pousioro po6ora)

82, rotational spray metal
transfer

MeJIKOKanebHbI#t nepeHoc Me-—
Tanna pnyroff c BpameHHeM ero

CTpYH
83, rotative device

ppamaTtens (npucnocobiexne
A BpalleHHsl H3Ae/HMs NpH

CBapKe BOKPYT NOCTOSIHHOM

ocxu)

84 ,.Rotoscan

¢upm, “Portockan” (yctpoficTBo
AN yNLTPas’BYKOBO# nedeKTo—
CKOMHM KO/bUEBBIX CBaPHBIX
1WBOB Ha TpyBonposopax)
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85. RPI (Rensslayer Po-
litechnic Institute) test

ucneiTalive no Pencneftepy
(McnpiTaHKe KOPPO3MOHHOCTOM—
KOl ctTa/mt Ha CcBaAapuBaeMocTb
no [MHe TpeumtHb, obpasoBab—
wefica npM McneITaHHH oGpas—
OB CBapHbIX WBOB CTAHAapT-
HBIX pasMepoB Ha NPOYHOCTHb
npu uarute)

86. RRC (rigid restrained
cracking) test

HCNLITAHKE HA PACTPECKMBAHME
XKECTKO 3aKpeI/IeHHOT'0 H3fe-
nus (B npouecce ceapkH M
nocne Hee)

S
1, safety cap

1. nomunemunx (HapeBaertcs
noa wleM cpapuMka); 2, ro—
nopHOfti y6op cBapuuka, Ha KO-
Topeifl HapeBaeTcs WMTOK, 3a-
KpbIBaOIMA JIHLO nMpHU cBapke

2, sagged weld

IIOB C NPOTEKOM; WIOB C MO=—
BEPXHOCTHLIMH YIITyG/IeHHSMH

3. salt-dip brazing
BLICOKOTeMIiepaTypHas nafixa
(amomunna) B consHoft BaHHe

4. sandwich braze

nagHoe uaaeline cC npoxnamcoﬁ
(Hanelme H3 Pa3nlHyHbBIX MaTte-



pHanoe ¢ npenABapUTelILHO MO-
MeleHHON MeXAay HHMH TOH-
KOA npoxnagkoi H3 MaTepH-
ana, OT/MYAICWIEroCst OT MaTe-
pHana INpHIOS H ClyXauero B
KauecTBe CN0{, yMeHbluaioule—
ro TepMH4YecKHe HamnpsDKeHHs)

5, sandwich structure wel-
ding

CBapKa COTOBLIX KOHCTPYKLMM

6. SAW [submerged-arc
welded] pipe

Tpyba, H3roTop/ieHHasa AYTOBOR
ceapkoft mon dmocom

7. scaling powder

dmoc nns cBaApkM 4yryHa

8. scanner {oad control-
ler
3anporpaMMHpOBaHHLIff nprGOp
Qe nepHoaMyeckoft peryim-
POBKH HArpy3KH Ha HECKO/Ib~

KHX 3/IeKTpPOCBApOYHLIX arpe-—
rarax

9. scratch starting

BO36yxnaeHHe AYTHM MPHKOCHO-—
BeHHEM 3JIeXTPOpAa K H3[eiHio

10. screen welding
machine

MalKuHa AN CBApPKH apMaTyp-
HO#l ceTKH

11, screw clamp

BuHTOBasi cTpybumHa (MHCTPY-
MEHT [Ang 3axaTus feraneft

npu c6opke nop cBapky)

12, screw—in tip

CMeHHbt BBHHYMBaeMbIt MyHA~
wryx (ropenxu)

13. seal coat(ing)

ymnoTHsiomee nokperrie (Hamnp,
Marepual, npUMeHsieMbift nng
MHGHILTPAUMH NOP NOKPLITHS,
HABHECeHHOI'0 TepMHYeCKOH Me-
Tanmmaaumeft)

14, seam resistance wel-
ding on movable mand-
rel

IIOBHAA KOHTAKTHAsI CBaApPKA HA
nonesKHOR onpabke

15, seam tracing system

cHucTeMa CchneXxeHusi 3a cpap—
HbM IIBOM

16, seam tracking and height
sensitivity system

CHCTeMa ClleXeHHs IO By,
YYBCTBHTE/ILHAA X BLICOT®
pacmooXeHns: Hap HHUM

17. seam welding machine
extension

BbiieT WOBHOA cBapoyHOft Ma-
wmnnnl (pacctosinne ot ocepof
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‘AUHHH 3NEKTPOAOB RO KOpMHy-
ca MalluMHbl)

18,searching head for
(displacement) waves

HCKaTe/bHas TOJIoBKA, HAMyia—
romas (casurossie) BOMMBL

nps ym;'rpaaayxoaon nedexTo=
cxonuu)

19, searching head shoe

NpU3MAa HCKaTe/IbHOf I'OJIOBKH
(npu ynbTpaseykoBofi nedex—
TOCKONHH)

20, secondary ion analysis

AHAJIN3 C NOMOUbLIO BTOPHUHEIX
voHop (npuMensercs pnsa uay-
4EHHS NMKBALMHM B CBAPHBIX
COe IMHEeHNSIX )

21, ‘'see~thru’’ safety
welding curtain

npospauHbfl saHaBec [/l Or-—
paXpaeHHs: MecTa CBapKH

22, selenium rectifier

ceneHoppit BenTHL (MoOMynpo-
BOHMKOBLIA BEHTH/L, COCTOS-~
muft U3 MeTallsItiecKOoro OCHO-
BaHH{, C/OA KPUCTAIUIMYEeCKOro
celleHa M 3/1eKTpPOAa M3 cCneuu-
allbHOI'O cIylapa M IpHUMeHsie—
MBIl B CBAPOYHOM BHINIPAMM=
Tene)
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23. self-accelerated elect-
ron beam gun

2J/IeKTPOHHO/IyYeBas Nnyluka ¢
HEe3aBHCHMBbBIM YCKOPH IOLLHM
nonem )

24, self-atigning rotator(s)

ppaulaTe/lb Allsi CTHIKOBKH CBa-
pHBaeMbix H3pgenui uummapu—
Yyeckoft ¢dopMeul

25, self—contained portab-

le gas metal arch wel-
ding unit

He3aBHCHMas JiepefBIDKHA
YCTAHOBKA QM CBAPKHM MeTal-
JIMYEeCKHM 3NIeKTPOAOM B Cpene
sauuTHOro rasa (ycranoexa
COCTOHT H3 TelleXKHM C NOMe=
LWEeHHbMH Ha HeHl HMCTOYHMKOM
TOKa, r'a3oBpM BallIoHOM,
YyCTPORCTBOM ANg nopayn 3JeKT-
pPOAHON NMPOBOJIOKU M 3JIEKTPO~
popepxarenem)

26, self-fluxing alloy

camodmocyiomufics cniap (ma-
TepMal npH TepMHyecKoit me-
Tanauaauuy, KoTopei#t cMayH-
BaeT OCHOBY M Koallecuupyet

C Hell npM Harpeee ee A0 TEM-
nepartyps! InjapneHuss 6es npu-
Menenns $moca)

self-jigginy

camogzaxrpennenve (cBopka na-
nenn#t nop cpapky Hau naiiky



fea nNpHMeHeHMs1 BCNoOMOraTellb-

HbIX 3aXHMHBIX NPHCIHOCOGneHHf)

28, self-jigging joint

caMo3aKpenisiolleecsi CoeHHe~
nue (non ceapky, He TpeGyio~
llee NMPUMEHEHHs 3AXHMHOIO
ycTpo#icTse)

29, self-jigging unit

caMozaxumawiee  yctTpofi-
cteo (ans cbopkm mapnenn#t
noa cBapky)

30, self-programming
welding machine

caMoHacTpauBallascs Cpa—
podHas MallxHa

31, self-propelled welding
carriage

‘caMOXoOAHas CBapoYHasi TenGKKa

32, self-propelled welding
head

TPaxTop M1 [YroBofi cBapKH
(nepenocHuift aBToMaT nns
pyropoft ceapku ¢ camMoxoaHo#
TeNleXxkofl, xoTopas nepeMema- .
eT ero BAO/L CBapHBaAeMbIX
KPOMOK IO [OBEPXHOCTH HO-
fe/Ns I NepPeHOCHOMY MyTH)

33, self-protected welding
powder wire
caMo3aliTHas NopouKoBas Npo-

ponoxa (s CBapK¥ WIH Ha-
NaBKH) '

34, self-shielded arc
welding

nyroBas cBapka C CaMosaliy-
Toit (nna ceapku npHMeHsOT-
cs TpyGuaThie 3/1eKTPOabl, CO=
nepxamue d¢uuoc, coapaioun it
Npy pacniaBleHMM 3AUMTHYIO
a™ocdepy B MecTe CBapKH)

35, self-shielded welding
flux—cored wire

NMOpOLIKOBASsS /IEKTPOHAas MNpo-~
BO/IOKA C CaMO3alUTOR MyTH
(B mpouecce cpapkn M3 3NeKT-
pona BrijeNigeTCs 3alMTHLIA
ras)

36, self-shielding flux—
cored arc welding

pyroepas cBapka NOpPOIIKOBOR
npososIokoft ¢ camosaumToft
MecTa cpapki (6ea nopaum
3AHTHOrO rasa M3BHe)

37. self-shielding wire

caMo3amnTHas MpoBOJIOKAa
(snexTponnas mpoponoxa, co-
pepxamas XOMIOHEHTBl, KOTO-
phRe 3aWMmMAaloT paciiabB/leH-
Hbl MeTann OT OKHMCfiOuero
BO3feficTBHS OKpyXalaero
poanyxa)

38, self-travelling pipe
interior cleaning and
coating machine

caMoxoaHass MallMHa- s 38—
YUCTKH KOMbLUEeBbIX CBApPHBIX
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uIBOB BHYTpH TpyOomposoaa M
HaHeceHHns HAa HHUX IMNOKCHOHLIX
NOKPHITHA

39, self-travelling pipe
interior radiographic
inspection camera system

caMoxofHas CHCTeMa Als pa—
pHorpagH4ecKOro HCNbITAHUS
KO/IbLUEeBLIX CBAPHLIX WBOB H3-—
HyTpH Tpybonposona

40, semiautomated arc wel-
ding

uyianrosas (uau nonyaproma-
Tmieckas) cpapka (xapakte—
pHayeTca MeXaHH3UpOBaHHON
nopavelt anexTpopa B 30HY Ay-
¥ CrelMANbHBIM MeXaHH3MOM
110 rubKoMy WUIAHPY H PYYHBM
rnepeMelleHHeM AYTH)

41, semi-automatic elect—
roslag welding machine

nofyaBToOMAaT M/ 3/IeKTpollia~
KOBOfA cBapKH

42, semi—automatic flame
cutting

nosyapTroMaTHieckas rasaoiia-
MeHHas M/ KHCNOopoaHas
peaka

43, semi-automatic flash
welding machine

noJryaBToOMaT ANd CTHIKOBOM
CBapkKH OlnaB/ieHHeM
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44, semi—~automatic machi-
ne tool holder

AepXaTe/NL-ropeika nojlyapTo~
Marta; raaosjieKTpHiecKas ro-
penka noayabromata (1acTb
MO/lyaRTOMATA QI CBAPKH B
B3alUTHLIX rasax, flepeMeliae—
Masg B Mpolecce CBAPKH Bpy4-
HYIO M COCTOSIlIAg M3 3/IeKTpo-
fopepxartens, XaHana A/la NO=
AaYH B 30HY CBAPKM 3AlIMTHO-
ro rasa M ycrpoficTea A/sl MO~
payy npucafovHoft NPOBOJIOKHM
H/I NIABSLIErocH NPOBOJIOYHO-
r'o anexTpona)

45, semi—automatic under-
water welding and
cutting machine

nosyapTroMaT st noagBoAHoR
CBAPKH M PEe3KH

48, semiblind joint

nonynoraftHoft ceapHoft wop
(onna cTopona wBa He BMAHA)

47, semi—fusion welding

cm.vsurface-—fusion welding

48, semioverhead space
position

NOJTYTIOTO/IOYHOE INOJIOKEHHe
( mosioxenne ceapky, onpepe~
nsieMoe YTIOM HAK/IOHA CThi—
KOBOI'O MM YINIOROIO WIBOB

0° u ux yraom nomopoTa
1350)



49, semioverhead welding

noaynorono4yHas ceapka (csap-
Ka n/japjeHHeM, BLIOJHsieMas
B MO/TYNOTO/NOYHOM MOJIOKEHHH )

50, separable joint

pa3breMHoe coeanHeHue

51, separately excited and
opposite series gene—
rator

cBapouHbfi reHepaTop ¢, 06—
MOTKOff He3aBHCHMOI'O BO30Yi~
AeHMa ¥ pasMarHduHuBaioled
cepuecHoft o6morko#t (rexepa—
TOp C napaioulefi pHeuHeN xa-
paxTepHCTHKO#, NONyYeHHOHA
npy B3aMMOpAeACTBHH MAarHHT~
HbIX nofeft aTHX OBMOTOK)

52. Sertificaté of Fitness

cepruuxaT romHoct# (poKy-
MeHT B BenuxoGpuranun, ypno-
CTOBEPSIOIUA KAa4YeCTBO chap-
HBIX KOHCTPYKIHH, XOTOpPBIH Bbi~
paeTcsa OAHONH M3 YNOJIHOMOYEH-
HBX Ha 9TO OpraHuaaluil)

53, sertified weld

OB, NOMYYHBUIHHK cepTHhHKAT
KayecTBa

54, setting temperature

TeMIepaTypa OXBATLIBAHHA

( remneparypa, npu xotopof#t
CB43ylolMe KOMIIOHEHTH 3J/IeKT-
POAHLIX MOKPHITHH TepsaioT CBOIO
INACTHYHOCTD )

855, setting time

ppemst oxpaTwBahuga (morepu
NNACTHYHOCTH CBASYIOWMX KOM=—
NOHEHTOB 3/IEKTPOAHBIX MOKPbI-
Tih)

56. shadow—mirror techni—
que

3epKalbHO~TeHeBO# MeTon
( ymTpassykopoft nedeKTOCKO-
nuu)

57, shadow technique

TeneBofi MeToA (ymeTpaaByxo~
BO# NedeKTOCKOMHH)

58, shank end

xBOCTOBHK (a/iexTpona nis
KOHTAKTHOR TO4euHOH CBapkH)

59, shape making

¢opmoBka WM 3adopMOBKa
(naroroBnenne ¢opMb M3 OP-
HeYNMOpPHOr'o MaTepHalla BOKpPYT
CBapHMBAEeMOr'o MaTepHajia npu
cBapKe 4yryHa, TepMHTHOH
ceapke M T,.)

60. shaped cutting

durypuas pesxa (kucnopopsas
peaka ¢ lnepemMmelleHHeM pesa~
K& No KpPUBOJIMHEHHOMY KOH-

Typy)

61, shaped strip electrode

npodUAHPOBAHHBIA /1@ HTOYHBIH
2NIeKTPOA
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62. shaping slide block

dopMupytoun#t nonayn (npn
a/eKTpOLIIaKOBO# CcBapke)

63, shear—in—the-gap strip
line flash welding
machine

MaluHHa A1 CTLIKOBOA CBapkKH
OIUVIABJ/ICHHEM CTallbHbLIX HOJIOC
B HENpPEepHLIBHbIX JIMHUSIX C 06—
pe3Ko# KOHLOB mojioc B pa6o-
YeM NpPOCTpPaHCTBe MalUMHBI

64, shear-in-the-gap
welder

KOHTAKTHO~CTLIKOBasi MalMHa
AR o6pe3KH M CBapKM KOHUOB
NeHT

65, shielded arc

sallMLIeHHas Ayra, 3KpaHupo-—
BaHHas Ayra

66. shielded weld

cBapHOft OB, BLINOJHEHHLIA C
salMTOf MHEPTHLIM rasoM

67. shielded welding

cpapka B aauMTHO# aTMocdepe

68, shielding arc tube
weltling in the horizontal—~

fixed position

pyroBag CBapKa HENOBOPOTHBLIX
CTHLIKOB TPYD B 3alUTHBIX rasaax
( apToMaTHyeckas cpapka KOib—
LeBbIX CTBIKOBBLIX COepMHEeHHuH
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Tpy6. NpM KoTOpoft aBToMaT
paBHOMEpHO NepeMellaeTCsi BoO-
KpYT' HENoABIKHOIO M3fesms,
OCb KOTOPOrO rOPH3OHTA/LHA)

69, shielding arc tube wel-
ding in the horizontal—- "
rolled position

AyTroBasg CBapKa NOBOPOTHBIX
coenuHeHuft Tpy® B SalMTHLIX
rasax (apToMaTHieckas cBapka
KOJIbUEBLIX CTHKOBLIX COeAMHe—
Huft Tpy6, npu KoTopo#t M3penne
paBHOMEpHO BpamaeTcsi BOKpYr
cpoefl rOpH3OHTA/LHOA ocH, a
aBTOMAT HENOABMXEH)

70. shim stock

npucapoynsit Matepuan (B BH-
Ae MpOK/IafoK MexAy cBapMBa—
e@MEIMH [10BEPXHOCTSAMH )

71, short arc technique

cnoco6 pyrosoft ceapku (B
cpepe samMTHOro rasa (ymr—
pa) xopoTkoft myroft)

72, short—circuit metal
transfer

NepeHoC MeTallla C KOPOTKMMY
sampikanssmy (pyrosoro npo-
MexyTKa)

73. short circuiting arc
welding

cBapka Cc nepuoau4YeCKMMH KO=—
POTKMMH 3aMbIKAHHAMH AyTH



74, short circuiting metal
ligament

nepemprka (pacniaBneHHOro

MeTa/a), BhiGbBalouas Ko-

porkoe aambixauue (anekTpo-
DA CO CBAPOYHO# BaHHOM)

75, short-circuiting trans—
fer type welding

ceapka (ymTpa) KOpoTKOH
pyrof

76. short—flanged-—bdgé
butt joint

CTLIKOBOE COEeflHHEeHHe C He-—
BbICOKO#i OTGOPTOBKO# KPOMOK
( mpuMeHsieTca npH rasoBo#
cBapKke TOHKOJMCTOBOI'O MaTe-
puana)

77. short flux

“kopoTku#t” ¢moc (duoc ¢ ma-
MM TeMNOEepPaTYPHBIM HHTEPBa—
. IOM 3aTBepAeBaHHs)

78, short slag

*xopoTku#t’ wnaxk (wnak, ume-
ouKi Manpit TeMnepaTypHbift
HHTEepBAa/l 3aTBepAeBaHUs)

79. short—stub holder

fepxaTe/lb 31eKTPOAOB C KO-
POTKHM Or'apKOM

80, shot welding

cnoco6 npupapku (wmnuiex)
BBICTPE/IOM

81. shrink-free spot

6eaycapnoyHas cBapHasi TOYKAa

82, shunt magnetizing and
opposition series gene—~
rator

CBapoOYHLIl reHepaTop C Ha—
MarHuyupaiomen uryHTopo#t u
paaMarsyuuBapuei cepHecHoh
obMoTkKaMH BOabyxpenus (re-
HepaTop c napampueil BHeliHef
XapakTepPHCTHKOMN, IOTy4eHHO#H

TIpY B3auMo e ACTBMM MAarHuT-

HbIX noJjiefft o6MOTOK M C nutTa—~
HHeM HamMmarhmuyupapue# o6-
MOTKH OT TpeTbeH UWeTKH, pac-
NOJIOXXEHHON MeXAy AByMd OC~—
HOBHBIMH llle TKAMH)

83, shut

noapapoyHuiil WOB; YIWIOTHSIO~
mMi wos

84, side—beam track

ONOpHAs KOHCTPYKIMSA C PO~
RobHO# Hecyweft 6ankoft pns
nepeapuKHOA CBAPOYHOR ro-
penxu (npuMensieTcs npu ceap-
Ke MPOAO/LHLIM LIBOM)

85, side (lap) weld

¢nanropwift wos (6oxoBoit woB

B CBApPHOfl KOHCTPYKUHH, pac—

NoNoXeHHbIfl napanieilbHO Ha-

npaplieHNI0 AeAcTByOWeEro ycH-
ms)
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86, side shield

orpaxpaomas WHpMa; SaLHT —
mult wnt (y Mecra cpapku)

87. silica—-free flux

6eckpemnuucThiit duoc (ans
RyroBO# CBapku, B KOTOPOM
He copepxurca Si0j)

88, single—arc welding

cpapka efgMHM4YHONl agyroft

89, single—am(ed) welding
robot

cBano4nbilt poSor ¢ opHO#
pyxo.

90, singie—flare—bevel—-
groove weld

OOMHOYHELA OB MexAy 3aKpyr=
7IeHHBIM M NIOCKMM 3lleMeHTa-
MH

91, single operator d.c. arc
welding generator

ogHonoctToeoft cBapoyHp#t re-—
HepaTop NOCTOSTHHOI'O TOKa

92, single—-pass . welding

opHocnoftnas ceapka

93, single—port orifice
body

cyxaoollee COIJIO C OAHHM OT—
pepctHeM (peTanb nnasMoTpo-
Ha, NpUMeHsieMas AN CyXe—
HMA CTpyH pabouero raaa)
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94, single-pressure wéldinp

rasonpeccopas cbapka C npef~
BapUTE/LHLIM OIHOKPATHBM
npuioxenueM papnenns (kx cpa-
puBaeMbM ReTANSM)

95. single~stage regulator

omiocTynenyatmift (opsnoxamep
Hpft) pemyxTop (pemynTop c
OMHON CTYNEeHbIO CHIDKEHHS

faBleHHsa raaa)

96. single~torch shape
cutter

onHopesakoBoe ycTpoHcTBO Ans
baconHo# peaku

97. single—tumn external
inductor

OMHOBUTKOBLIt HapyXHBIA MH-
ayxrop (mnst MHAyKuMOHHOR
nafixu)

98, size of weld

rTyGMHA NPOIUIABJIEHNSI CTBHIKO-
BOI'O 1IBA; Be/MYKHA KaTeTa
yrioporo uma (pemunna xa~
TeTa Hauboibwero pasHoGen-
PEHHOr'0 NMPAMOYT'O/ILHOT'O Tpe~
YronbHMKa, KOTOphIt MOXeT
GbTe BIMCAH B NONepeyHoOe ce-
YeHHe YTJIOBOr'O WBAa)

99, skate welder

caMoxofHag MallMHa Nisg cBap-
KH KpynmHprx XoHcTpyxum#t (ma-—
u¥Ha obopynoBaHa NO3UUMOHE=—



.paMH /IR CclleXXeHHs 3a LIBOM,
cuctTeMoft nopnauy cpapouHo#
NPOBOJIOKM H aBTOMAaTH4YecKofl
CBapouHoft ronosxo#t)

100, skate welding

CBapKa KPYNHbIX KOHCTPYKuMMH
caMOoXOMHO# cBapouHO#i Malllt-

HO#

101, skew weld

Koco#t ceapuo#t wop (wos, pa: -

IONMOXEHHBIA 10 OTHOWEHHIO K
HanpaplieHMio fle#icTByIOWErO
YCHIIHA nom yI1OM, OTIHYHBM
OT npsmMoro)

102,skin weld

OB C HeryyGOXHMM NpOBapoM

103, skin welding
(ceapka ¢ HerayGOKMM npo=—
Bapom)

104, skip welding

ceapka Bpaabpoc (cmapka,
Nnpy XOTOpOfA CBApPHOA WOB Bbi-
MOMHAETCA y4YacTKaMHM, pacno-
NIOXeHHBMM Bpas3bpoc HO ero
nmse )

105, skip sequence

oM, skip welding

106, slag breakthrough

BoITeKanue uyaxa (npu snexT—
pounakoeoft cpapke)

107.slag catcher

118 KoOC6OPHMK

108. slag chute

unaxoBuift xeno6 (ana cxaun—
BaHMs LIAKA M3 LIIAKOBMKA B
unaxopuii KoBill GOpMBIL 18
TepMHTHO# CBapKu)

109, slag former

wnakoobpasosarems (xomno-
HEHT 3JIeKTPOAHOI'O IOKPbl~
THs, o6paaylomm#i npu pac-—
IJIapjIeHHH LUlaK C 3afaHHb-
M cpo#icTBamu)

110, slag grinding machine

MaumMHa [/l 8aYMCTKH OT Lula-~
xa (uapemuft rasonnamemoft
peakn)

111, slag intrusion
wnaxosoe Brmouenne (pedexT
cBapHOro umpa)

112, slag loaded siug

unumbra ¢ dvuocom (umumbka,
X NpHBAPMBAEMOMY KOHIlY XO=
TOpOR NpHKpeIUIeH Kycouek
dumoca)

113. slag peeling
OTCIJ/IOeHIe NIUIAKA (7\ poneceae
crapxy)

114, slag po!

waakonst xopw (st uaxa,
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CKAYHBAGMOT'0 H3 LIIAKOBHKA
dopmer (ans TepMmuTHO# CBapKH)

113, slant-groove weld

KOCOif WIOB C pasfenKofi KpoMok

116. slope controlled power
set :

cBapoyHasi YCTaHOBKa C pery-
NMpYeMbIMH XapaKTepPHCTHKAMH
pist pyroeoft ceapku (BonbTaM~
nepHule XapakTepHCTHKH ycTa-
HOBKM MOI'yT ObiTb BLIOpaHEL

OT MOYTH INIOCKHX RO Napalomux
[Vl CO3MaHHUA XKelJlaeMbIX yCJIO-
Bult oyru)

©117. slope down

peryiupyemMoe nocTeneHHOe
yMeHblleHHe CBApOYHOI'O0 TOKA
NpH ero MOAYNSALMH

118, slope time

NPOAOIDKNTE/ILHOCTL NepHOAA
Mopynauuy (Npu yBe/mMueHHH
HM YMEHBIUGHHH CBAPOYHOI'O
TOKa)

119. slope up

perynupyeMoe NocTeNeHHOe
yBelM4eHHe CBAPOYHOT'O TOKA
NpH ero MOMY/SLHH

120. slot lap joint

NMpOpe3HOA WIOB; WIOB HAaXJeC-
TOYHOI'O COEeAMHEHHd C INpPOAOs-
T'OBATEM OTBEpPCTHEM
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121, sloting

cnunanne (HeycTpanHMbf fle—
dexT npaAMOLIOBHON! cBapHO#
TpyOLI: OTCYTCTBHMe LIBA MeXAY
KpOMEKaMH )

122, slotted preparation

mesieBag paspeixa (Kpomox
Mafe/uft noa ceapky)

123, smooth conjugation of
the weld

N/IaBHOEe CONPSDKEHUE CBAPHOrO
wpa (C NMOBepPXHOCTLIO OCHOB-
HOr'o MeTala)

124, smooth cycle adjust—-
ment

nnaeHas (ToHkas) HacTpofika
pexaMa (npu HacTpofike pexu—
Ma AyrH no TOKY)

1285, smooth—step cycle
adjustment

IVIABHOCTYNOHYATas HACTPOH—
ka pexuma (npu Hacrpofike
pexuMa AyTH O TOKY)

126. s.o. (single operator)

power supply system

CHCTEeMA INHTaHHA TOKOM Ofu-
HOYHOI'O CBAPHOr'0 Nnocra

127, soft arc start device

aBTOMAaTHYeCKOe yCTpO#CTBO
A8 yMeHblIeHHsl TOKa AYTH,



Mo3BoJifiollee YCTPaAHHTL 06—
pasoBaHMe KpaTepa B Hauaile
M KOHUE CBAapHOro umBa

128, solar welding

conmueynas ceapka (ceeroBag
CBApKa C HCNO/ML30BAHHEM
CO/THEYHOr0 H3ITyYeHHs )

129, solder bath

BaHHA M1s1 Nafiky MACKHM Nph-
noeM ’

130, solder bit

T'olIoBKa Iast/lbHUKa

131, solder bolt
cM. solder bit

132, solder flowing

pacTeKkasue NpHIoOs

133, solder flow ability

pacTexaemocTs npunos (cro-
COGHOCTb NPHIIOA CMa4YMBATH

NOBEPXHOCTL NAaseMoro mMate-
pHana M pacTeKaThcs NO Heft)

134, solder spreadability
cMm, solder flowability

135, solder spreading

cM, solder flowability

136, solderability

nasgsemMocTb ( OTHOCHTEJIbHAasa

TeXHO/IOrH4yeckass xapakTepuc—
THKA NageMbIX MaTepHalios,
OlleHHBAIOWAA BO3MOXHOCTD
Nnpy BHIOPAHHEIX TEXHOJIO'MH
nafiky ¥ TEXHOJIOTMYEeCKHX Ma-
TepHajiax o6pas3oBbBaThL Ha~
[eXHOe NAasgHOe COe[MHEHME )

137. soldering

HM3KOTEeMIepaTypHas nafka
(na#txa, narpes npu xoTOpoO#
B MecTe KOHTaKTa COefMHsie~
MEIX MATepHAJIOB M NpMIOS He
npespnuaer 723 K)

138, soldering gun

nucToneT pns nahku (snexT—
pH4eCKN Nnag/bHHK C ITHCTO~
neTHON pykodaTkofi H GLICTPO
HarpensaemMoft HeGonbuIOH IO~
noexoit)

139, soldering on

HH3KOTeMnepaTypHas Hanafka

140, soldering power
cM. solderability

141, solid-state control
unit
NOJTYIPOBOAHMKOBOE yNpABJISiO—
mee ycrtpo#cTo (ana nmopauu
YTPaBASIOUMX CHI'HANIOB TIPH
Pa3/IMYHLIX ONepalwis< CBapKH)

142, solid state welding

cBapka B TeBeppo#t daze, ceap—
Ka B INIAaCTHYECKOM COCTOS—
HMM, CBapka [OaBjleHHeM
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143, solidification—segre~
gatjon cracking

JINKBAUMOHHOE pPacCTpPeCKHBaHHe
npu kpucranmzawny (pacrpec—
KMBaHMe BO3HHKAaeT NpH cBapke
M/ HaIlllaBKe M CBA3AHO C KO=
arynsumuei nerkonyiaBKux co-
CTaB/SIoOMX NpH KpHCTaJuH3a-
1K)

144, solidifying crack

KPHCTA//IN3ALMOHHAS TPEUMHa
(ropsqas TpeumHa, ofpaayiouma—
ficfl B CBapHbIX COEAMHEHHSX
npu saBeplieHUH npollecca KpH—
CTanmM3auKK)

145, solution welding

mnddysnoHHaa cpapka-nafixa

146, solvent sealing

ceapka (nnacrmacc) ¢ pact~
BOpHTENleM

147, solvent welding

cM. solvent sealing

148, Somite

copmalitT (HaspanMe rpynnsi
JIMTEIX BLICOKOYTIEPOANCTHIX
HKelleaHbIX CIIABOB, COfepXKa=-
WX HUKe/b M KpemHuft, npp-
Mengemeix B CCCP pna Ha-
nnapkyd Ha ObiC TPOH3HAUIKMBAIO~
uecs MOBEPXHOCTH feTallel
¥ MHCTPYMEHTA)
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149, soundroot
6eanepexTHLI! KOpeHb (cBap-
HOr'o 1WwBa)

150, sound weld
6eanedexTHbfli cBapHO# wWOB

151. spark discharge wel-

ding

cBapka HCKPOBLIM Pa3psinoM

152, spark ejection
Buibpoc Hckp (npu cThixOBOA
KOHTaAKTHO#t cBapke olable-
HueM)

153, spark lighter
HCKpoBO#t saxurarem (nna-
MeHH rasoBOfi IopesKi)

154, spark re~ignition

NnopTOpHOe BO3OyXpeHHe AYTH
nckpoft (npumeneHume B AYro—

"BOM IMPOMEXYTKe HCKPhL isi

NOBTOPHOrO0  BO36GyxpeHus Ay~
r'H, NONY4YeHHON NpH NpPHIIOoKe-
HHH TOKA BBICOKOI'O Hanpsie-
HHSI ¥ BBICOKO# 4aCTOTBHI)

155, spatter adherence

NpWIMNaHKe 6pLIAF (TpH cBapxe )

1586. spatter proofing compound

9MYI/bCHf, 3aumualuasa or
npu/mnannsg Speiar



157, spatter protection

cM, splash protection

158, spatter(ing)
ofpasopanue 6poiar (npu ceap-
Ke NIABSIUMMCS 3/1eKTPOAOM)

159, speed—up welding

condition

¢dopcHpoBaHHbIl peXHM CBapkKyu

160, spike weld
CBapHOfl WOB CO CKBO3HBIM
nponnapieHueM

161. spiking

obpaaoBaHHe OCTPLIX BHICTYIIOB
B KopHe ceapHoro uBa (pedekt
cBapku)

162, spin welding
cBapka TpenHeM (ImnuHApH-
YeCKHMX- IVIACTHKOBLIX AeTanef)
163, spinner

peprywka (xarywka 6ombwofn
BMECTHMOCTH AJIA 3/eKTPOAHOHK
NpPOBO/IOKH, KOTOpas He BCTpa—
uBaeTCsd B CBapoyHbill amapar,
a pacnonaraeTcs pafaoM C H3—
penvem)

164, spinning device

cM. tevolvingdevice

165, spiral-seam welding
CMMpalLHOLIOBHAY CBapKa
(Tpy6)

166, spiral welded pipe

mill
cTaH Ansd CBapKH CIHpalbHO~
WOBHBLIX TPYD

167. spiral welding machine

MallMHa ANls CBapKH CIMpail-—

HOILOBHBEIX TPYO

168, spiral (ly) welded
pipe
CnHpallbHOLIOBHAaA CBapHasd
Tpyba
169, splash marking

cnen Bemnecka (Ha Meranne
CBAPHBAEMOI'O H3MeJus)

170, splash protection

6pbIaroaalMiueHHoCcTs ( cBOf~
CTBO annapaTtypbl MIH 060py-
ROBaHMSA COXpPaHATL paboTo-
CNocOoGHOCTL NPH HATHYHM
6puiar)

171, splash weld
CBApHOH WIOB CO cllepaMH

SpeI3r MeTalla

172, split axis laser pro—
filing machine

MalpHa pias npodMiIbHO#f na-
3epHOHA pe3kH C pa3pebHbM
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siepeMeuienyeM mno ocam (na-

3epHas ronoBKa NepeMeliaeT—

cd no opHo#t ocH, a paspesae—
MBIfi MMCT no Apyro# ocku)

173, split electrode welding

cBapka pacllen/ieHHbM 3JIeKT—
poaOM; MHOr'03JIeKTpoOAHas cBap-—
ka (apTomMaTHueckas cmapka

MM HaINlaBKa OByMs M Gosee
NIAaBSIUKUMHUCS 3/IEKTPOAaMH, He
HM30/IAPOBAHHLIMU D/IeKTPHYECKH
apyr or apyra)

174, spoiled filler metal

‘fIpECafoyYHas NpoBOJIOKa Ha
6o6uHe

175, spot arc welding

narosas sJIeKTPOCBapKa; TO—
YyeyHas I/IEKTPOCBapKa

176, spot weld quality
controller

npHGOp ANA KOHTPO/A KadecTsBa
ToyeuyHolt cBapku (npucoemumsa~
eTcsl K MaliMHe TodeyHO# cpap.-
KH H CIYXHT QAN KOHTpPONSA 3a=-
HaHHOI'O peXXMMa CBAapKH, a npu
ero HapylleHMM nopaeT 3BYKO=
BO# M CBeTOBO#t CHI'Hanb!)

177, spot weldability

CBapHBaeMOCTb IIpH TOuYeyHOl!
cBapke

178, spot—welding machine
extension

BbI/IeT TO4YeyHON cpapouHoOit
Maunnb (paccTosinme or oce-
BOR JIMHHK 3JIEKTPONOB A0 KOp-~
nyca MauuHbl)

179. spot welding robot

poGoT M TOuYEeYHOR KOHTaKT-
HOH cBapku

180. spot welding torch

ropesjixa g TodeyHo#t nyrosoft
CBaApKM; NMUCTO/ET [A/Ig TOoYeY-
HOft cBapku

181, spray torch

rope/nxa-pacneuTens (npu
TepMH4YecKOt MeTaNIN3almK)

182, spray-transfer range

o6nactb AYrH cCO CTPyAHBM
nepesocoM (meTtanna)

183, "spray—transfer wel~-
ding

cCBapKa C MeJ/IKOKaNe/LHbM Me-
peHocoM MeTalina Yepe3d AYry

184, spreading ratio

KoadbuuMeHT pacTexanus (pe~
nMKHA, XapaxkTepuaylouast CIo-
COGHOCTb NPHIIOA pacTeKaThbCs
M onpepensieMas BeJIYUHOMN
nnowany, NoKpoiBaeMoft ornpe-
peNeHHpM KOJIMYeCTBOM NpH-—
1ost)



185, spreading test

npo6a Ha pactekaemocTb (on-
pepenenne cMauupawuwe cro—
COGHOCTH NpHNos IMyTeM H3Me-—
peHus I/IOWAAH MeTa/lMYeCcKoh
NnacTHHbI, MNOKPLITOR onpepe-
NIeHHLIM KOJIMYeCTBOM paciiiab—
7IGHHOr O TNpHIION )
186, spud welding

npuBapka naTpy6kop

187. squealing

obpaTHbift ynap niaamenu (npu

HeOO/LUWOM OCTPOKOHEYHOM Ilila—

MeHH, BBLIXOAdIleM M3 MyHIWTYy-

KA Tope/ikM MM B BHAe CepHM

SLICTPLIX cnabrix B3PbLIBOB

BHYTPH NeperpeToro MyHAWTYKa)
188, squeeze pressure

naBnenne cxatus (B KOHTaKT-
HO# CTHIKOBOA cBapoyHO# Ma-—
wiHe )

189, stable arcing

ycTofuuBoe ropeHmue Ayru

190, stainless welding

CcBapKa KOpPpPO3MOHHOCTOMHKOH
cTalu

191, standing weld

BepTHKa/bLHBIN CBApHOH 1IOB

192, standoff distance

3afaHHOe MNOCTOSIHHOEe paccTod~

une (Haipumep, Mexay ropesn-
KO M M3penMeM); paccTosHHe
OT 3apsna B.B, AO0 CBApPMBAEMO-
ro o6vexrta (npu ceapke
B3PLIBOM)

193, start-on plate

saxopnas nnapka (pns BoBORA
AYTH Ha Mapenue)

194, starting plate

cMm, start—on plate

195, starting tab

cM, start—on plate

196, startup starting flux

nyckoBo# (crapToBrift) wnak
(uwax ¢ NoHMXeHHBIM BEKT—
pHYEeCKMM CONpPOTUB/IEHHEM,
npuMengeMuii ans obpasosa~
HMd WaKOoBO# M cBapoyHOH
BaHHL! NIPH 3JIeKTPOUNIAKOBOH
ceapke)

197. static electrode force

CTaTHYeCKOe yCuiide Mexny
anexrpopamu (npu snexTph-
YyecKO# KOHTaKTHOH TOYEe4HOH,
IWOBHOA nnu peiwedHOR cBapke
npu cobluofeHHHn BCEX YCIIOo—
BHA cpapkHd, HO 6e3a BK/IOYe-
HHS TOK& M Kakux 1M60 mnepe-
MelleHHA B CBAPOYHON MalHe)

198, starter nib

BHICTYN a/ig BOaOyxpaeHHs ny-
ru (Ha NIOCKOA NOBEPXHOCTH
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opHOX M3 peranel, cBapuBae-
MBIX yaapHo#t cpapxoft)

199, stationary laser pro—
filing machine

MalMHa ang npoduibHOf nasep-~
Holt peaxku (mMcT Metanna ne-
peMellaeTcd B Mpouecce pe3—
KM [OA CTauMoOHapHo# nazep-
HOHR r'O/IOBKOA C NOMON(bIO
ABYXKOOpPAMHATHOI'O CTO/A C
YHCJIOBLIM YTpaBeHAEM )

200, stationary standing
weld robot of modular
type

CTauMOHapPHBI CBapOYHBIff poO—~
60T MOAYNBLHOI'O THIA

201, stationary—type indust-
rial arc welding
robot

INPOMBILINIEHH I} CBAPOYHBIA pO-
60T CTaUMOHAPHOI'O THNA OIS
nyroeo#t capku (po6oT nocro-
SIHHO HAXOAMTCH Ha paGoueM
MecTe)

202, stay piece

saxnapHas pertams (mpu ceapke)

203, steady wire feeding

NOCTOSIHHAS CKOPOCTL MONayH
npoposiokn (nmpu ceapke)

204, steel wool ball

wapuk (Tabnetka) ua cranb-
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HO# cTpyxkn (ana aoa6y7k—-
neHMst OyTH)

205, steel wool wad

cMm, steel wool ball

206, Stellite

creummt (¢pupmeHHOe Ha3BaHMe
TBEpAoro ciyiara Ha kKo6aib—
Topo#t (mHOrpa Huxeneso#t) oc—
HOBe A/ig HaluvlaBkHM petaneft
Mall¥H H MHCTPYMEHTa C Ue/bio

' NOBBLIIEHNs M3HOCOCTORKOCTH)

207, Stellite hard facing
rods

npucapoydsie npytku “Cren—
nur” (¢upMmennoe Haapauue)
(u3 crnnaBa Ha ocHoBe Ko6aib~
Ta [ HaN/IaBKH MOBEPXHOC~
Tett)

208, step-back welding

ofbpaTHOCTylleHyaTasi cBapka
(npy xoTOpO#t BBHIIO/HEHME
WBa A0 AMHE OCYLeCTB/seT—
csl yyacTKami, pacroJaraeMsi-
MH OOMH 38 ApYTHMM, NpHYeM
HanpaB/leHHe® CBapK# OTAe/b—
HBIX YYaCTKOB IPOTHBOIIOJ/IONHO
HANPAB/ICHUIO CBAPKH LiBa B
nemnom)

209, step brazing

CcTyneHyartas na#ka Tyromnnae—
xim npunoeMm (nafika nocnepo-
BaTEe/ILHO HAKIAaALBAECMbMH

CII0SIMM IIDHMIIOS NMPH MOCTEeNeH-



HO yMeHbllajouencs Temmnepa—
Type 6Ge3 pacniaB/ieHHsl npefAbi—
AYWHX CJl0eB)

210, step-by-step follow-
up system

cnepsmas cucrema (B ycr—
poficTRax aBTOMATHYECKOI'O
ynpapiieHusi cpapko#t)

211, step-by-step welding

. 1.
uaropas wWoBHas cpBapka (wop~
Hasi KOHTAKTHas CBapka, IpH
KOFOpO# B NepHOn mopayy cpa-
pPOYHOr'O0 TOKA ANCKOBEIE 3JIeKT-
pOAbl HENOABIDKHBEI OTHOCHTE!b-
HO M3pnenus)

212, step-hy-step welding
robot drive

warosb#! NMpUBOA CBAPOYHOI'O
poborta

213,step soldering

CcTyneHyaras nafixa nerxonnap—
kuM npumoeM (mnafika mocneno—
BaTre/bHO HaK/anbBaeMbMU
C/IOSIMH NIPHIOSt NP NOCTeNeH—
HO yMeHbllaioweAcss Temnepa—
Type 6e3 pacnnaBiieHHus Ipe -
ABIAYIMX CJI0eB )

214, stepper heat control

3anporpaMMHIpOBaHHBM NpUGOpP
AJIsi MHOI'OCTYNIEHYaToro pery-
JMMpOBAHMS NOABOAA Temna IpH
cBapke

215, stiffened welded joint

CBapHoe cOefHHEHHe C 3JIeMeH=-
TaMH XeCTKOCTH

216, stiffener welding

npuBapka pebep XecTKOCTH

217, stitching

nepuopMyeckoe obGpasoBaHHue
TpPeliMH, NMOYTH MepneHAuKy-
JIGPHBIX OCHM CBAPHOI'O iIB&
(nedext, cBszaHHBIt O6LMHO

C NepHOAMUEeCKHMH H3MeHEeHHU s~
MM TOK& CBapKi)

218, stop-off agent

pearexT, npensTcTBylomu#t pac~
TEKaHHIO NMPHIIOSt U ero BO3-
pne#cTBMIO 3a npepellaM¥ MecTa
naftku

219, stop—off material

samuTHLM pearent (Bewect—
BO, NPensTcThylollee pacrexka—
HMIO NMPHNOA NpH nanke HiIM
NpUCanoYHOI'0 MeTalula MpH
CBapxe 3a OlpefelieHHLIe
npeneins)

220, stopoff

pearenT, npuMeHseMelfi Ha
CMEeXHLIX C NasieMbl ' coenu—
HeHMeM INOBEepPXHOCTHX, llpe-
NATCTBYIOIMA pacTeKaHMIO Ha
HUX NPHITOL



221, stop(ping)—off

onepauMs HaHECEHUS peareHTa,
npepoTBpaulaoero pacTeKaHHe
NPHIIOS HA& CMEXHBIX C rase—
MbIM COE[MHEeHHeM MOBepXHOC —
THX

222, stovepipe welding

1. cpapxa MeTalMHeckoffl Abi-
MOBOH TpyOwl; 2. BepTHKAIL—
Hag cBapka CBepXy BHM3

223, straight gas
yucThii ra3 (ansd samMTHON
amocdeps)

224, straight-line cutter
pesay C NPSAMOJIMHeHHbIM pe3oM

225, straight-line torch

npsmas ropenxa (ropenka, y
KOTOpO# 3/IeKTPOA PACHOJIOKEH
IO OCH Aepxaresisi)

226, straight pipe weld joint
with the inner ring

cBapHOe COefHHeHHe MPSIMEIX
TPy6 C BHYTPEHHHM KOI/ILUOM
(cTHIKOBOE coepMHeHHe TpYS,
HeHTPHPOBAHHLIX BHYTpPeHHHAM
KO/ILLOM)

227, straight tip

ApsSMOR HAKOHEYHMK CBApOYHOMH
ropeiki WM pe3aka

228,straingth welded tube

npsMowWoBHas cpapHas Tpyba

229, stray flash

cayuahinag Bcnomixa (1, Io-
BpeXfeHUe OCHOBHOI'O MeTallla
B pedy/bTaTte cly4aHHoro sa-
XHYraHHsa AYyrH B CTOpPOHe OT
wsa; 2. CayuaitHoe Bo3peficT
BHe H3/Iy4eHMsl 3/IeKTPHYeCKOfl
AYrH Ha 3peHue)

230, stray type melting
pacnnaplieHHe C pas3bpriruba-
HHEeM

231. striking plate
cMm, start-on plate

232, string of welded rails

nJjieTk Pe/bCcOB, CBAPEHHBIX
apyr ¢ gpyrom
233, stringer bead

1. cpapHO# 1IOB HA CTbKe
TpybonpoBona; 2. HHTOYHLIM
Ba/vx (yakui Ba/MK, HapapeH-
Hb Oe3 monepeyHbIX Iepeme-
ueHu#t aaeKTpoaa)

234, stringer bead brush

meTKa ANd 3a4YHCTKH Y3KHMX Ha-
NNapjieHHbIX BalvkKkob

235, stringer bead layer

KOpHeBO#t woB, KopHeBOR ciof



236, stringer bead surface
welding

HannaBka NMpPOAO/ILHEIMH BalH~-
KaMn

237, stringer welding

3apapka KOpHeBOro uma

238, strip cladding

NIaKUpPOBAHNE JIEHTOYHBM NeKT=
ponom (crmoco6 Hamnapku mo—
BepxHocTe#f peraneft abproma-
TH4ecKo#t myrosoi#t ceapkofi mon
dmocoM unu pyroeo#t cBapko#t B
Ccpefe 3alMTHOI'O rasa IJiaBs-
WHUMCS B/IeKTPOAOM B BHAE JIeH—
THI BMECTO HPOBOJIOKH)

239, strip overlay welding

Hamnnabka JIeHTO4YHbIM 3JIeKTpO—
aoM

240, strip submerged arc
welding

payropas cBapka of ¢uuocoM
JIGHTOYHBLIM 3JIeKTPOAOM

241, stripper layer

cpenunft cno#t (ceaphoro uwma)

242, strongback

npixuMHas ckoba (dopmupyio-
Hero NpHCNOCOB/IeHHs Npu
SJIeKTpoUIIaKoBOft CBapKe; ycH—
NHe NPIKMMA CO3MAETCH K/M-
HOM)

243, Structural Welding
"Code

[paBuiia cBapkM KOHCTPYKLMA

(napanne AmepukaHCKOro 06—

mecrsa ceapusikos AWSD 1.1)
244, stub end wastage

floOTepH Ha OrapkH

245, stub-free welding

Geaorapkopas cpapka (pyunas
cBapka MeTalNIMYeCKNMH 3J1eKT-
poaaMi, TOPHULI KOTOPLIX NpH~
XBATL/BAIOTCA K M30I'HYTOMY
WTHPIO SNEKTPOAOAePXKAaTe s )

246, stud locating template

wabloH Ang pacnpefe/ieHys
wrepe#t unu wmunex (nepen
KX NpUBapKOf)

247, stud location
paaMmeuenne wrepelt (pns
NpUBapKH)

248, stud tip

HaKOHeYHHMK WTHPS (cCayxuT
ama Bo3OyXAeHHus AYTH M
pacnnapsisieTcs NpH NpPUBAPKE )

T

1, T-formed welded joint

TappoBOEe CBApPHOE COelMHEeHHe
(ceapHoe coenmHeHnue, B KO-
TopoM K Goxopoft NOBepPXIDCTH
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OMHOr0 3/IeMEHTa NPUMbIKAET
oA YT/IOM M NpPHBAPEH TOPLOM
Apyro#t sneMeHT)

2, T-shaped pocket joint

T-o6paaHoe cbBapHOe coeAuHe-
HHe Bpaculen

3. taches—ovales’’

*opa/bHBIe KapMauel’ (BHYyT-
peHHHME TPellMHbl, BOSHHKAIOUINE
NpY CBapke B I'OJIOBKE PeJIbCOB,
HAKJIOHEHHEIE NOR YIVIOM MpH-~
SmanTembHo 207 K OCHOBHOMY
HANpAB/IGHMIO [BIKEHHS )

4, tack welding machine

MawuHa ans ceapku (Tpy6)
NPHXBATOYHBM LIBOM

5, tandem—arc welding

AByXAyToBasi ceBapka

6. tandem headed high cur—
rent welding

cBapka Apyms mnociliepopaTeilb~
HO pAacCIO/IOXXeHHbIMH CBaApPOYHb~
MH TOJIOBKAMH IIpH ‘BblCOK.HX Be-
JMHaxX TOKa

7. tandem sequence submer—
ged arc welding
Ayropas cbapka CHapeHHbMH
aNleKTpoaaMu mnop ¢uuocom

(mpuMenseTcs pns MaroToBE-
HHSL TIPAMOLIOBHBIX TPYO)
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8. tandem-wire system
welding

cBapKka B pasfie/lbHyio BaHHY
(crapka pByms nociiepoBateib—
HO PACIOJIOKEHHbIMH 3JIeKTpO—
namu)

9. tangent-tube welding

CBapKa NpOAOJILHLIM IUIBOM a-
pallIe/IbHO PACHONIOKEHHbIX TPYD

10, tap switch

nepex/uo4ate/lb NepBHYHLIX 06~
MOTOK CBapo4HoOro TpaHcdopMma-
Topa (nepexi/uoyeHue ocyilecT—
B/IIETCH MpM BLIK/UIOYEHHOA Ha—
rpyaxe)

11, tapered drift pin

yRangemeifi KOHycoo6Gpas3Hbift
wrupr (ana saxpensienus ua—
penMi Ha cBApOYHBIX CTO/AaxX C
OTBEpCTUAMH )

12, taps

Bb/BOALL OOMOTKH TpaHcdopma-
topa (oT pasnmuHoro umcia
BUTKOB OOMOTKM Tpanchopma-—
Topa, 4YTO M3MeHsdeT napameT—
PEL CBAPOYHOT'O TOKA)

13, teadrop

HaTexk MeTa/ula B BHfe CO—
CYIbKH

14, tee-piece joint

.TaBpoOBOE€ CBApPHOE COeHHEeHMe



15, temperature flame
efficiency

TeMnepaTypHbifl K.N.A, niaMe-
Hu (Benmumna, XxapaxTepH3yio-
as OTHOCHTe/IbHYIO CKOPOCTb
pacnnapiieHHss MeTaula cBa-
POMHBEM IUIAMEHEeM IIPH KCHOb~
30BAHHH PA3/IMYHLIX OPIOYHX)

16, temperature indicating
crayon

Tepmoxapannaw (cnea xapan-
palia Ha NOBEPXHOCTH H3AelHMd
paciiiaBisieTCa NpH [AOCTHMHE-
HUM 3apaHHoOfi TemIilepaTyphbl;

KaxAaoift xapasnpaw B Habope

paccyuTal Ha COOTBETCTBYIO—'
Iylo TeMNepaTypy ILIABIeHMs )

17. temperature sensitive
lacquer

PMOYYBCTBHTENLHBIR  J1aK
IpUMeHdeTCs IS H3MepPeHus
:MIepaTypbl. CBAPHBEIX COeM~
unft)

18, temporary backing bar

cbeMHaq ' nogxiianka
cM, tTaxxe permanent backing
bar

19, temporary backing ring

CheMHas KO/bUeBas NPOK/aaxa
(nmpuMensieTCs NpH cBapxe
CTBHIKOB TpyD, HO He sB/geTcs
M He CTAHOBHUTCH YACTLIO CO~
enMHeHus )

20. tensile straightening

npaexka pactaxenneMm (mexa—
HHYeCKas NpaBKa CBAPHLIX CO~
enMHeHufl, ycrpaHgiomag — Ae-
dopMauMn NPUIOKEHHeM Ha=
npsbkeHH#, HpeBbLILAIOWMX Npe=
neil TeKy4ecTH MeTaiuia)

21, thermal groove gouging

Bblpe3aHHe KaHaBKH MeTOAOM

. OrHeBOfi peaxx

22, thermal paint

TepMoKpacka (Kpacka, y Ko-
TOpOHA NMpH onpepesieHHOH TeM-
neparype MaMeHseTCs LBET)

23, thermal spray deposi-
tion

cM, thermal spraying

24, thermal spraying

TepMHYecKas MeTa/liIM3auMs
pacnbiienneM

25.' thermal straightening

TepMudecKas npapka (npaexa,
OCHOBAHHAdA Ha YCTpaHeHHH
CBApOYHbIX AedopMalft co-—
apaHEeM B CBAPHOM H3fe/HM
pedbopMmaumit IPOTHBONO/OKHO-
r'o 3Haxa MyTeM MeCTHOrO Ha-
rpeea ropenxoft Miu yroimp-
HOM pyroft)
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26, thermal welding gun

IMUCTONET I TepMHYecKOH
MeTa/uM3auHtH

27. thermo-acoustic upset—
butt welding

TepMOAaKyCTHYeCKasg KOHTaKT-
Has cpapka (crnoco6 cBapki,
npM KOTOPOM HCTOYHHMKOM Tell-
7l1a CIyXHT BBICOKOYACTOTHAS
npopoibHas BuOpauMs cBapu-
BaeMbIX M3penu#l, Hanpumep
CTalbHBIX NPYTKOB)

28, thermo—acoustic weld
joint
TepMOaKyCTHYEeCKOe CBAPHO®
coenunenne (cpapHolt woB,

NONy4YeHHBIA NpPH TePMOAKYyCTH--
YecKo# KOHTaKTHOH cBapke)

29, thermoband welding

ceapka (mnacTuxos) Harpeto#t
MeTalnyecko#ft nonocoh

30, thermocompression
welding

TepMOKOMIIPECCHOHHasl cBapka
(oco6uit BMA npeccoBoft ceap—
XM, ocyumecTmiseMriff, kak npa-
BWIO, B 3alMTHON, aTMocde-
pe ¢ ofuwMM HarpeBoM AO TeM—
nepaTyprl HHXe TeMIepaTypsl
oOpa30oBaHUs IBTEKTHKHM CcBapy-
BaeMbIX MATepHal/ioB H C MNO-
CleyoIUM CKaTHEM )
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31, thermocompressive
bonding

CBapKa fap/leHHeM ¢ noaorpe-
BOM

32, threading and knurling

HaHeceHHe XAHABOK Ha& NoOBepx-
HOCTL Te/l BpalleHHs H npHaa-
Hue eft wepoxosaTocTn (crno-
cob TepMuyeckoff MeTamM3a~
uuMp c obpal’opaHmeM Ha MNoO-

" BEPXHOCTH Tell BpalleHHS Ka-

HABOK M WePOXOBATOCTH)

33, three o’clock welding

cBapKa TrOpH3OHTA/LHOIO WBA
HA BepTHKaLHOR IIIOCKOCTH

34, three phase welding
set

TpexdasHbil cBapoyHLIA ar-
perar

35. three point bent—-beam
loading machine

MallMHa QNS MCNLITAHAS Ha
naru6 (ceapHeX WBOB) C mpH~
NOKeHNEeM Harpyski B TPex
ToyKax :

36, three rotating cam
drive

Tpexxynaykopwit mpusoa (ma-
WMHB! VIS CTBLIKOBONR CBADPKY
omaBneHueM )



37.threshold limit value
(TLV)

npefenbHas IOPOroBAas BeJIMYH—
na, [10K (copepxanus BpenHO—
r'o KOMIOHENTa, HanpuMmep, B

OTXOASIUMX Iasax NpH CBapke)

38, throat opening

pPacTBOP MeXAY KOHCONSAMH TO-
YeYHLIX M IIOBHBIX CBAPOYHBIX
Mauwpun (MuHEManbLHOE paccTo-
fiHMe B CBeTy MexXpay KOHCO/ifi-
Mu MM ux sricTynaouliMy
4acTSIMH MO BCe# [MHe Bblie—
Ta)

39, through-the-arc
sensing system

cucrema cnexenns (aza cpap-

HbM LIBOM) IO OTKJIOHEHHMSM
napamMeTpoB AYTH

40, thyristor-controlled
welder
CBApPOYHBI arperatr ¢ THpH—
cTOpHLIM ynpabnenueM (dop-
MOHA BOJIHb). CBAPOYHOI'O TOKA
B MallyHe ANdg MMITY/TLCHOH
pyroBo#l CBapKM )

41, thyristor welding power
source
THPHCTOPHLIN HCTOYHMK IUTa-
HHS [N CBApPKH
42, tied—in welding

cpapka cexuMi Tpybonporofa

nocnie B..ONHEHHs THAPaBIH~
YeCKHUX HCNpITaHHH

43, TIG (tungsten inert gas)
torch

ropei/ixa c BOJbHpPaMOBLIM
BNeKTPOAOM [l CBApPKH B
cpefe MHEpPTHOI'0 rasa

44, TIG welder

YCTAHOBKA [/ CBApPKH BOJb—
¢paMoBLIM BNEKTPOAOM B Cpe-
fle MHepTHOI'O rasa

45, tight-fitting joint

I/IOTHONOAOTHAHHOE  COeAMHe~
Hre (nop ceapky)

46, tight-sound joint

NJIOTHO-NPOYHOE COeAHHEeHHe
( cBapHoe coeamieHne, ynop—
NeTBopsiloiiee TPeGOBaHUAM
I'epPMEeTHYHOCTH M NPOYHOCTH)

47. tightening fixture

cTKHOe npucnocobiienne (pns
cTarupaHns npu cbopke M
CBapKe MNPYXHHSLHX 3/IEMEHTOB
HaflenHs, yMeHbLIUCHHS PACCTO-
SIHHA MeXAy HMMM, peryimupo—
BAHMS BE/HMYMHLIL 3a30pa MeX-
[y CTBHIKYeMbIMH KPOMKAMHM)

48, tiltable positioner

HAKIIOHgeMbIl NO3HUMOHeP}
ONMPOKHAbLIBAIOWMACH NMOSHIK-
OoHep
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49, tilter with lifting cen~
tering pins

KaHToBaTe/lb C NORBEeMHBLIMH
LeHTpaMH

50, tilting cradle

KanToBaTe/nL (mnpucrnocobnenne
[/ BpalleHus NpH CBapKe He-
IAIMHAPMYECKNX napenuft)

51.,timed intermittent
welg!ing

cBapka NnepephLBHCTHM MWBOM

C NpefBAPUTENLHO YCTAHOB/EH-
HOIt NEepMOAMYHOCTBLIO 1O Bpe-—
MEeHH

52, tin—free solder
6e3010BSHUCTLI npHIOR
53. tinplate can bodies
soldering
HH3KOTeMnepaTypHas naﬂxa
KOHCEpBHBLIX GaHoK
54, tip cleaner

MHCTPYMEHT [ OYHCTKM OT—
BepcTHA HakoHeuHuka (MyHn-
WTyKa) rasoBofl ropeiku

55.tip force

ycnive paBnieHns pabGouelt
qyacTH (xOoHTaKTHON MOBEpX-—
HOCTH) 3JeKTpona

56, tip life

. CTONKOCTBL MYHOLITYKAa;

1

.. crToftxocTh pabowueft wacTu

o
152

(xonTakTHO# MopepxHOCTH)
snexTpopa

57, tip—mixtorch

(rasobast) ropenka co cMecu-
TeneM B HakoHeuHMke (cme-
cure/b paGoTaeT NpH H3Obk-
TOYHOM [AaB/IleHHH, YTO HCK/IO~
qae)a'r 06pa'mbre ynapel nnaMe-
HU

58, tip orifice

OTBEpCTHe HaKoHeuHMka (MyHQ-
WTyKa) rasobofi ropenku

59, tip—retaining nut

rafika Kpern/eHnns HaKOHeUHMKa
(Myspwryka) razopoft ropenxy

60, tip voltage regulator

npuGop st peryiMpoBaHHs H/
OpsKeHMs y KOHUA 3/1eKTPOM:
(ycnewno npuMeHsieTcs NpH
MHOTHMX ONepauyax 9/1eKTpH—
YeCKOH KOHTAKTHOR cBapku,
Jefictere npuGopa ocHOBaH:

Ha cpaBHeHMH (axTHYEeCKOMH
Be/IMYMHB) HaNPSDKeHHs C B3afaH—
Holt Be/MyuHON)

61.tipping

HannabkKka MHCTpDyMeHTa

62, tire welding machine

MalupHa ang ceapky GaHpaxef
Konec



63, titania coating
PYTH/IOBOE IOKPLITHE
64, tong-type electrode
holder

NAHroBLEMl 3/I@KTPOAOAEKaTE/L

85, tool mark

cnen nuctpymenta (pedext
NMOBEPXHOCTH OCHOBHOI'C MeTall
na HIM CBAPHOTO WIB& B Pe3yith—
Tare Bo3peACTBHA HMHCTPYMEH~
Ta)

66, tool weld process
HarnjiapKka MHCTPyMeHTa TBep—
AbM CIIAaBOM

67, Toolface hard facing

rods

npucanounsie npytkn “Tyndefic”
(¢upmennoe naspanme) (maro-
TOBJSIOTCH M3 GhicTpopexylueh
CTalln [ HABAPKM MGHOUIeH-
HOT'O peXcylero MHCTpPYMeHTa)

68, torch angle
YCTaAHOBOYHBI YIOJ1 HaK/IOHa
(cpapounoft) ropenku

69, torch carriage

Te/lexKa sl MOpPeliKM; CYMIOPT
TOpenKu

TO. torch standoff distance

paccTosHHe Mexay MyHUUTY—
KOM TI'Ope/iKM H H3peimeM

71, total heat output

No/Has TemIoBasi MOIHOCTD:
(xonMyecTBO TEMIOTHI, BhHIAE-
15eMoe B e[MHMIly BpeMeHHM

HCTOYHHKOM CBApPOYHOI'0 Ha-
rpesa)

72, totally confined explo-
sive welding
CBapKa B3PLBOM B 3aMKHYTOM
obbeMe
73. tough weld

MIOTHLIA cBapHO# wWOB

74, tracking system head

ronoeka criepsue# cucTeMnl
(nns manpaenemms mno wBy);
KomupopanbHas ronoeka (ycr—
poficTBO aJ/isl nepeMelleHHs pe-
3aKa Mo KONMHPYy MWJM MO Cclle-
UHaILHOMY qep’remy)

75, trailing electrode

samekalanuft anekrpon (npu
CBapKe CIAPEHHLMM 3JIEKTPO-
pamu)

76. trailing gas shield

rasopad 3alMTa 1'0TOBOIO
cpapiioro upa (mocne BrmMon-
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HeHUA ollepaln#t cBapkd, Ha—
npHMep, THTaHa)

77. trailing nozzle

MYHULUTYK C NPHCTaBKOH g
ﬂono.rmn'renbﬂoy! rasopoil sau—-
Thl M'OTOBOr'O CBAPHOrO UBA

78, tranquil arc
cnokchHag ayra; ycrofuuBas
pyra

79, transferred arc

pyra npsmoro peficreus (ayra,
npy XOTOPOH OOBEKT CBAPKH SAB-
AsieTCS OAHMM H3 9/1eKTPOAOB)

80, transferred type plasma
torch

ropenka mis o6paGoTKH nnas—
MeHHOH crTpyeft

81,transient layer
nepexomieit cno#t (npu nannae-

Ke TBepAoro criasa)

82, transistor-controlled
welder

CBApoOMHbI arperar Cc TpaH3uc—
TOpPHBM ynpasienueM (dopmott
BOJIHbI CBAPOYHOI'0 TOKa B Ma-
WHHe V19 MMAY/JILCHOA AyroBoft
cBapku)

83, translucent curtain

nomynpoapaulell 3aHaBec (ans
OrpaxfeHHs MeCTA CBapKH)
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84, transparent plastic wel~
ding chamber

cpBapoyHasl KaMepa K3 Ipoapay-
HOro miactuka (ana cBapku
Hapenuit B cpefe MHEPTHOIO
rasa)

85, Transvarestraint test

HCNBITaHME Ha YYBCTBHTE/Ib—
HOCTb K PACTPECKHBAHUIO CBap-
HBIX WBOB IIpH 3aTBepaeBaHyy
criocoGom “TpaHceapecTpefHT”
(ucneitanne Ha maruG ofpasua
CO CBapHbM WBOM B CHEeLH—
a/lbHOM yCTpOHCTBE C Oonpap-—
KO# pns uoruba)

86, transverse seam
welding

nonepeuHas WOBHasS CBapKa
(wopnaa ceapxa, npu KoTOpo#
LIOB pACHONAraeTcsi B HANpab-
NeHUH, NepNeHAMKYNAPHOM OCH
X060Ta KOHTEKTHOR MA&LIMHLI)

87. transverse shrinkage
nonepeunas ycapxa (ycapgxa

fONepeK CBAPHOIO WBA)

88, transverse torch
weaving

nonepeusble kxonebauna (cpa-~
pouHOft) ropeiku

89, travel angle

yron cmeuetxa (yroa naxkio-
Ha 3/IeKTPOAA OT BepPTHKA/H
NpyY npapoi MM neBoll ¢ papxe)



90. travel unit

ysen nepemeuenus (cpapounoro
po6Gora)

91.trigger type switch

BLIX/IOYATE/b KYPKOBOI'O THNA
(y cmapounoro nuctonera)

92, true arc voltage

MCTHHHOE HAMpSDKEHHe AYTH
(nanpsokenre Mexay gByMs
KOHUAMH AYT'H)

03, true heat-affected
zone

HCTHHHAS 30HA TOPMHYECKOrO
pmanua (Ta HaCTH OCHOBHOIO
MeTa/ula, B KOTOpO# BCe MHK-—
POCTPYKTYPHEIE H3MEHOHHMs B
pesynbTaTe CBApPKH NMPOH3OLUIH
B TBEpIOM COCTOSTHMH)

94, TT [trithermal] weld

cBapHOft DB C pacmpocTpa—
HeHHeM Tema B Tpex HampaB-
nenmsix

95, tube cut-out

BLIpE3aHHBI! yYacTOK TPyOhI
(c pedexTHe™M cBapHEM co-
enMHeHHeM )

96, tube end preparation

noaroroeka (paspenka) xon-
uop TpyG noa cBapKy

97.tube-plate welder
YCTpOACTBO As NPUBAPKK
Tpy6 k TpyGHO# nocke
08, tube plugging

BBapMBaHMe 3arIylleK B TPYOLI

99, tube~to—flange weld
OB B MeCTe CBapKH TpyOw!
c ¢nanuem

100. tube-to-header weld
LIOB B MeCTe CBapKy TPyOu!

C KOJ/UIEKTOPOM

101, tube-to-tube plate
(sheet) welding

npuBapka Tpy6 x TpyGHO#
nocke

102, tube wall shifting

CMelleH¥e KPOMOK CTHKA Tpy®
NpH cBapke

103, Tung-Alloy hard
facing rods

npucanouHele npyrky “Tanr-

anot” (dupmennoe Haspamume)
(npuMensioTcs oS HannaPKM

nopepxHocTeA TBepaAbM CIUia-
BOM)

104.tungsten inclusion

porbdpamopoe BKmouenne (ua
BO/ILGPAMOBOI'0 HEIVIABSIIEr O~
csl aNleKTpopa IpH AyToBOH
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cBapKe B Cpefie HHEPTHOro
rasa)

U

1, U—-ing press

npecc ang rubku U -obpas-
HbIX 3aroToBok (npu npomabop-
CTBE NPSMOUIOBHBIX CBAPHEIX
Tpy6 merppom UOE)

2, U-shaped aligner

MoHTaxHaa ckoba U ~oGpas~-
Ho#t dopmel. (npu c6opke uape-
/mi#t nop ceapky)

-3, U~shaped bracket
cMm. U-shaped aligner

4, ultrasonic coupler

YLTPa3ByKOBON BOJIHOBO[
(cpepa, nepepawomas npH KCNb-
TaHAM CBAPHBIX WEBOB YILTpa—
3BYKOBbLI® BOJIHEL)

5, ultrasonic fluxless im—
mersion soldering
ynbTpaapykoBas Gecduuocopas
nafika norpyxeHuem

6, ultrasonic hom

ybTpasBykopas cupeHa (ymr—
pasBYKOBOf! faTYHK, NPHMeHsd-
jomuiica NpH ynbLTPasByKoBo#i
nafike WM cBapke)
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7. ultrasonic soldering

HU3KOTeMIlepaTypHas ylbTpa—
aBykoBaa nafixa (6ecduuocopas
nafika, NpH XOoTOpo# ypaleHHe
OKHCHON NJ/IeHKH C NOBEpPXHOC~
TH NasieMoro MaTepHana Mpo-
HCXOMHMT B NMPOLECCe AIHTEN~
HOI'O JIyXeHHs C TOMOULLIO

Y/bTPasBYKOBLIX KoneGauuft)

8, ultrasonically assisted
brazing

BHICOKOTEMMNepaTypHaa y/ILTpa—
3ByKOBaf nafika

9. unbacked joint
ceapHOe coeaMHenHe Gea mop-
K/lanku '

10. unclamping delay

BpeMsl HA pa3aKaTHe 3aXHM-—
HeX ry6ok (Maumubl ans
CTHKOBOfA CBapKh)

11, unclosed weld

He3aMKHyTHIA OB

12, underclad cracking

pacTpecKHBaHHE NOA IUIAKH—
pylouM nokpeitieM (Hanmpu-
Mep, B peay/lbTaTe NOBTOPHO-
I'O HAr'peBa TOJNCTOCTEHHBIX
NNAXHPOBAHHLIX COCYHOB)

13, undercut

noppea (pedexr ceapuoro
uBa, npepacrapisiomu coGoft
yray6nenne (xanaBky) B OC~



HOBHOM MeTalllie, MAyuee
BMOJ/Ib T'PaHKLLI 1UBa)

14, undercut—free welding

cBapka 6e3 noapeaos

15, underfill

HenpoBap BepuIHHB! WBa; He—
fIOJIHOE 3AaMOJIHGHHE CBapHOro
WBa MNPUMCACYHBIM METAaJUIOM

16, underflushing

ypeaMepHas 3aukcTka (cBap-

HOrO mBa C y[A/leHHEM OCHOB~
HOI'0 MeTasnia)

17, underhand welding
CBApKA B HMXHEM IIOJIOKEHUM,
cBapka “B J10A04YKy”

18, underlayer

noaco

19, underlying run

Hmxkenexamnik npoxop (ceap-
HOrO uBaf

20, undermatching electrode

(cpapounwift) anexrpop, npou-
HOCTB KOTOPOI'0 MeHbllie IIpOY—
HOCTH OCHOBHOI'O MeTaia

21 ,undersized weld

HenosHOMepHbM woB (cpapHOR
IIOB C YMEHBIIEHHBM IPOTHE
HOPMB! patoduM cedeHHeM )

22 ,underwashing

BOI'HYTOCTb OOpaTHON cTOpO~
HBl CTHIKOBOI'O CBAPHOr0 IBa

23, underwater tube oxy—art
cutting apparatus

YCTPOACTBO [Nt KHCJIOPOAHO—
nyroBoft pe3kH chBalHBIX TPyO
nmop Bopo# (ycTpoficTeo mpH~
MeHsieTCd [/ OTpe3aHHd Ha
3a[aHHOH BLICOTE CBaMHBX
Tpy6 Gombitoro puamerpa. Ono
COCTOMT M3 IOT'pPyXaeMoro B
Tpy6Gy CcBepxy LM/IMHApa C Bpa-
wapl¥Mcs BajioM, Ha cBoGopa~
HOM KOHlle KOTOPOro momelie—
Hpl ABA M'OPU3OHTAILHO pacno-
JNIOKEHHBIX TOMNPYXXHHEHHBIX M
HaxopsaWMXca MOfA YoM K
CTeHKe - TPYOB! NOJIBIX SJIeKTpo-
g4, no XKOTopeM K MecTy pe-—
3a mocTynaeT KMCIIOpOA)

24, unfused-flux recovery
tube

TpyGka ans ypanenms (co cpa~
pPHBAEMOrs M3[eNAA Hepaciia—
BHBUIErocs ¢yuoca)

25, unifiame blowpipe

ojHoNaMeHHan ropeka

26, uniform porosity

paBHOMepHas HOPHCTOCTL
(nabmopaeTca B cBapHBX
IIBaX IIPH HEeHM3MeHHOM, HO
HEeNpaBH/ILHOM peXuMe CBapK#)
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27. uniform weld metal

HBHﬂaBﬂeHﬂblﬁ MeTalul TOro xe

cOoCcTana, 4YTO M cBapuBaeMuift
MeTasul

28, uniform welding wire

cBapoyHas NPOBOJIOKA TOr'O Xe
cocTaBa, 4YTO M cCBapuBaeMbi#t
MeTallll

29. unipolarity operation

opmononapuaa pa6ora (paGora
KOHTAKTHOH cBapoyHO#t Maly—
HBl, NPH KOTOpO# nocnepoepa—
TelIbHble 1WUIBBlL OCYLIEeCTBIIAI0T—

cd MMIyJlbLCaMH OMMHaKOBOH mo-

JIIPHOCTH )

30. universal-assembly
device

yHuBepcal/ibHoOe cGolemoe npyu-

cnocobrienre (nng cOOpKH K-
fenuit Mo CBAPKY MM napxy)

31, unmixed zone

sona Hecnapnenus (rpannmyHbi
CJION y HApPYXHBIX INpefesios Ha—

JIABJIEHHOr'O0 MeTanjla, COCTO-
aimi B3 OCHOBHOI'O MeTailla,

paciiiaBHBIIEr'OCsi H 3aTBepaeB—
wero 6e3 MexaHMYECKOr'o cMme-

IUMBAHKSI C TIPUCANOYHLIM Ma—
TepHaioMm)

32. unpins

npoaodibHBIE OKOJIOUIOBHEBEIE 3aKa-—

JIOYHBLIE TPeuInunL!
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33. unprotected welding
rectifier

CBApOYHELIfl BEMpPSIMHTENbL B

He3alHMIEHHOM MCIIOIHeHUN

34.unshielded weld

CBapHO# 1IOB, BBMIOIHEHHBIH
Ha BO3fyXe

35. unshield(ed) welding

cpapka B 06emMHOI aTMOchepe
(6ea npuMeHEHMS 3aNIMTHOrO
rasa)

36, unsoldering

pacnatixa (pasbvemuuenye nasi~
HOr'O0 COeMHEeHHsl NpH Harpese
Bhlle TeMIepaTyphl COMMAyca
wea)

37. unstiffened welded
joint
cpBapHoe coefuHeHUe Ge3 ane—
MEHTOB XeCTKOCTH

38. unwelded spot

nenpopap (nepekT cBapHOro
wBa)

39, UOE pipe mill

cran UOE (cTan pns ceapku
Tpy® 6GO/BWIOro puamMeTpa C
zarubom zarotoBku Ha U— u
O ~ofpasupix rH6OYHBX Hpec-
cax)



40, upsetting burr

rpar npu ocanke (B mpolecce
CTHLIKOBO# CBAPKHM)

v

1, V-butt welding

cBapka ¢ V —-06pasHbIM CKOCOM
ABYX XKPOMOK

2, vacuum brazing

BLICOKOTEMIepPaTypPHAs BAKyyM=—
Hag nafika (6ectiuocopas nafi-
KXa, Npy¥ KOTOPOH M SalMTHI
NIOBEPXHOCTH NASeMOro Mare—
puaia ¥ NPHOOS OT OKMCJ/IGHHS
M QN4 ynaneHus OKMCIOB HC —
nomsayeTcs BakyyMHas cpepa)

3, vacuum detector

pakyyMupt pedexrockon (ycm—
potlcTBO [JiIT BAKYYMHOI'O KOHT-
pONIst OTAENLHLIX YYACTKOB
CBAPHOrO WBA HA TePMETHY~
HOCTB )

4, vacuum diffusion wélding

pakyymaasa puddysuonsas ceap-
Ka

5.vacui  holddown welding
table

CBapO4YHBIl CTO/I C BAKYYMHEM
PacmOpHU~IPIKHUMHBIM  yCTPOA~
CTBOM [Id 3aKpelljieHus usne-—
m# '

6, vacuum pickup

BaKyyMHOe OTCACHBALIEE YCT-
poficreo (mns ynanenua ¢muo—
ca, He pAacCIVIaBHBLIErOCS TpH
crRapke)

7. vacuum testing

BAKYyMHBII KOHTPO/IL, BaAKyyM-—
Hoe ¥cnbrranye (McnbiTanne
CBApPHOI'O COeAMHEHHs Ha rep-
METHYHOCTb ITyTeM CO3[aHHd
BaKyyma C OfHOH H3 ero cTo~
POH M Hab/uofeHMs 3a Hapy-
WeHKWeM BakyyMa uimu obpa-—
30BaHHEM MEBUILHBIX My3bipelt
Ha NOBEPXHOCTH M3Re/Hs, IO—
KPBITOR MBIILHBIM ~pac'rBop0M"/

8. vapour degreasing

¥crnapuTe/bHOe 0be IKUpUBaHne
(noBepxHoCcTH Mape/m#i nepen
crapxoit)

9, Varestraint (variable
restraint) test

cM, Transvarestraint test

10, variable-speed wire—
feed system
cuctema nopauu (ceapounoit)

NMPOBOJIOKK C NepeMeHHOMN
CKOpPOCTBIO

11, vent

spmop (oTBepcTHe MM XaHan
[ BLIXOfA rasa Wik BO3[y—
Xa npu na#ike IIyCTOTENbIX
neraneit)
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12.vent hole

cemu (pedext masmoro coepu~
HeHHs1)

13.Venturi nozzle

conno Bentrypu (pns xmcnopop—
HOrO peaaka)

14, vertical revolving devi-
ce

. BEPTHKANBLHBIt KapyceimbHLI!
Manunynatop (6ea mMexanuamop
HAK/IOHA M MOoAbeMa MnaHwalGwr
IS MOBOPOTA HM3fe/HMs BOKPYT
BEpTHKaILHOR ocH)

15, vertical-up welding .

CBapka BepTHKa/LHOI'O LBa
CHM3Y BBepx

16, vertical welding turner

BepPTHKANLHBH CBapOYHbIH
BpauaTelb

17. vertically sliding
clamping dies

SaXMMHBE IYyOXM C BepTHKAIbL—
HbM nepemMeumenzeMm (B Maup-—
He and: CTLXOBOH CBapky oi-
naBneHneM)

18,vibrating electrode arc
welding

BHGpoayroBaa ceapka (pyrosas
cBapka NaBsiiMCs 3J1eKTpO-
fmoM, koropeit BuGpupyeT,
BCIIEACTBUe 4ero .[yroebie pas—

140

POl 4epenyiorcss C KOPOTKHMH
3aMBIKaHUSIMH )

19. vibration welding

BuOpauyonHas csapka (nnacr—
Macc)

20, vibration white finger

sinenne Pefmomsnca (cpssan—
Hoe c GoJieBLM OlllylleHHEeM
noGesienye MM IOCHHEHME
nanpieB pyK B XOJNIOAHYIO IO—
rofy, KOTOpoe NpeAno/IoKUTe B
HO CBSI38HO C NpPHMEHEHHEeM
CcBapMKaMHM BUGPOMHCTPYMEHTA
ANg 3aYMCTKH CBApHLIX WIBOB

OT uulaKka M rpara)

21, vibrational stress re—
lief (relieving)

cHathe nanpsokenuft (B cBap-
HeX WBax) BHGPOMeTOROM

22, vibratory arc depositior

pubpoayroeasi Hannapka (cmo—
co6 pyroeBo#f HamNaBKM, NpH
KOTOPOM [OyT'a I'OPHT MeXAy
M3felMeM M IUIaBSUAMCS
3JIeKTPOAOM, BUOpPHPYIOIHM IIOH
peficTBHEM CHNEUMAIILHOIO. Me—
XaHuaMa B HalnpaBlieHHMM cBoeft
ocH)

23.vibratory arc deposition
automatic device

subpopyropoft apromar (apTo-



‘MaTHyeckasa MaumHa s BHO -~
poayroBo#t Hannapbkm)

24,vibro arc surfacing

cM. vibratory arc deposition

25, vibrofriction welding

cpapka BHOpoTpehneM (oco—
Opili crnioco® cBapkM TpeHHeM,
NMpY KOTOpPOH OAHOH M3 coepu-
HsIeMBIX pAeTajiell IpHAAIOT BO3—
BpaTHO-IIOCTYNATE/IbHOE [BIDKE~—
HMe B IUIOCKOCTHM CTbIKA C OT—
HOCHTE/ILHO Ma/lbMH aMIUIHTY—
faMu npH 3BYKOBOfi yacToTe)

26, vise—grip welding
clamp

tuckn (ana saxaTus ceapuBa~
eMbIX Hapenmft)

27.voltage based spot weld
adaptive control system

ajanTHBHas CHCTeMa ynpasie—
HHa ToyeuHOfi ( KOHTaKTHOH)
CBapKO# NO BeJ/IMYMHE HAIpsi~
wenus (npopomxHTeLHOCTL
CBapKkH aBTOMATHYECKH y[/M—
HseTCcsd, IOKa He Oyper po—
CTHCHYTO 3afaHHOEe yMeHblie—
HHe HANDSDKEHHS MEeXAY 3/IeKT—
ponamu)

w

1, ""wagon track’’

“xones” (mMHeftHble MIaKOBBIE

BKJIIOYEHUST IO OCH CBAPHOI'0
u.uaa)

2. wandering sequence
welding

cpapka Bpadbpoc (cmapka,
NpH KOTOpOit cBapHo# woB
BBIIOJIHAETCA Y4YACTKaMH, pac-—
MOJIOXEHHbIMH Bpasbpoc no
ero anue)

3. warm welding of iron

ropsuas cBapka uyryHa (ceap-
Ka MapjieHHeM YyTyHa, Xapak—
TepHU3yeMas JIOKAlLHbLM Ipef-
BApMTEHLHLIM [IO[OrPEBOM CO—
eMMHAeMbIX peTalnel oo TeM—
neparypsr 500~700 C)

4, wash pass

onnasnsiownit npoxon (ceap—
HOro uma)

5. water—coiled dams

BOOOX/I&XAAEMEIe MON3YHbI
(Bopooxnaxnaemoe dopmupy-
ollee npucnocobiieHne Oas
CBapOYHO# BaHHBI)

6. water welding

cBapka BofasiHEM rasom (Bo—
[ OPOAHO—KHMCJ/IOPOAHAS CBAapKA
MeNnxux peraneft B 3/IeKTPOH~-
HOft M (OBe/MPHONA NMpPOMBIIEH=~
HOCTH C NpHMeHEeHHeM BOfO-
popa ¥ KHcCropopa, NOy4eH—
HBX 3JIeKTPO/MTHYECKHM CIIO=-
cobom)
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7. wave shape weld

BOJHHMCTLI cpapuolt wos (mo-
BEepPXHOCTb lBa B BH[le NOCI/IE[0—
BATe/ILHBIX BOJIH)

8. wave soldering

aBTOMATHYEeCKas HH3KOTeMliepa-—
TypHas Bo/HOBag nafixa (mop—
r'oToBJ/IEHHOE K Mnailke Mapnene
rofBepraeTcs KpaTkoBpeMel-
HOMY BO3[AeHCTBHIO XHOKOIO
NpUnosi, NPOXOAsIlero BOIHON
[0 NOBEPXHOCTH BaHHbIL)

9, wax flux

napadmHoBeit ¢vuoc (B cocras
sToro giuoca s natiky uape—
it B KaYyecTBe OCHOBLL BXO=
T napaduH, ¥ KOTOPOMY AO-—
GAB/FIOT PA3MMYHLIE TPHCAIKH )

10, weak weld
ocnabGneHHei CBaApHOf OB}
pnedeKTHLIA cpapHOlt 1LOB

11, weakened zone

aona cnatunwl {(ocnabneHHs
CTBHIX 30H cronbyateiX KpHCTal-~
7I0B, ‘PACTYUHX ‘HaBCTPedy ApYyT
ApYry OT IMHMH CIUIABJIGHMS)

12, weaving bead surface
welding

Hamiapga ¢ nonepeysbMMa KO—
nebanuaM KOHUIA 27lexTpona

13. weaving electrode

anexTpod, coBepualoMii Koie~
6anus

14, web-to-flange weld

ILIOB MeXAy CTeHKpH M IONKOH
ceapHofi 6anku (woB ana co-

e HEeHUs CTEHKM M IIOJIKIL CBap~
HoOl Ganku)

15, web welding

3aBapka BepTHKaHbHOﬁ CTeHKH

16. Weibel welding

ceapka no cnocoby Bafiena

(cpapka uBeTHBIX MeTaOB
’

YIOMLEBM 3JIEKTPOAOM )

17, weight of electrode me+
tal welded per ampere
per hout

KOs (dUUHEHT pacIllilaB/ieHusa
(Mmacca anexTpopa B rpammax,
pacmnapieHHas 3a 1 uy rope-~
HMS OYyTH, OTHeceHHas Kk 1A

'CBAPOYHOT'0 TOKA )

18, weight of metal deposi-
ted per ampere per hour

kxoadduument nannapxu (Macca
MeTamia B | TpaMMax, Hamiap-
nenHas sa 1 u ropeHHs myrH,
oTHecensHas K 1 A cpapouHo-
ro Toxa)



19. weld-adjacent zone

OKoOJiolloBHAA 30HAa

20, weld (air) hole

ceuul (pedekT uipa npu ceap-
Ke IVlaplieHHeM, ' INpeacTabis—
ot cobolt yrIIMHEeHHYIO IO~
70CTb B LiBe, BHIXOASUIYIO HA
€ro NOBepXHOCTb )

21, weld all round

1
OB, HalOXeHH®t IO nepy~
MeTpy o

22, weld area damming

orpaxpeHue CBapO4YHOH BaAHHEL
(mepry, npepoTBpamawcmue pac—
TeKaHHe XUAKOI'O MeTajila M3
cBapoyHOlt BaHHBI, HanpuMmep,
NMpH yCTPAHEHMM cBapkoi pe-
(GeKTOB YYTYHHOTO JHTHS)

23, weld back—up tape

noaxnanHas jenra (nedra s
KEepaMHYEeCKOI'0 MM CTEeKIIo—
BOJIOKHHCTOI'O Martepuana p[is
3auuTH 06paTHON CTOPOHSI

CBapHBLIX IUBOB OT OKMCJICHHS

HIM 3arpdasHeH¥s XKHUOAKUM Me-—

TalllioM )

24, weld bead shape

npodpWL HaIUIAB/IEHHOT'O BalMKa

25, weld bench travel(ling)

nepemMellenye ¢s8apoO4YHOIr'c CTO1a

26. weld buildups
NocTeneHHOe HapauMBaHue
cpapHoro uwsa (npu mocrnepo-
BaTeJLHLX Npoxoaax)

27. weld centerline
OChb IBa; OceBas JMHMS CBap-
HOro umBa

28, weld chemistry
xumuueckuit cocras (Meranna)
CBapHOr'o wWBAa

29, weld closure

saMmbikaHue wBa (npH ceapke
nnapieHueM: 1. BBNIOJMHeHHe
KOHLIA KOlbUeBOro uBa; 2,Mec—
TO CONpPSDKEHHS HAYAILHOI'O H
KOHEYHOr'0 YY&CTKOB KOJblie—
BOro mmBa)

30, weld consistency

IJIOTHOCTHL CBAapHOro mpag of-
HOpOOHOCThL CBapHOro umsa

31, weld data

napametphi (cBaproro) msa

32. weld decay

KOpPPO3UOHHOE paspylieHHe
CPRApHOr'O UBA

33.weld decay test(ing)

ucnpranne (cmapuoro) uma
Ha KOPPOSHOHHYIO CTOMKOCTH
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34, weld defect elimina—
tion

BBICOpKa [1ledeKTOB B CBapHbIX
umBax

35, weld delay time

BpeMsi, Tpebyluleecs Mg cpa—
Garwpanns MexaHuaMoB (cpa-
POYHOA MALIHB)

36, weld deslagging

O4YHMCTKa uiBa OT ullakKa

37. weld detector

yKasaTenb ceaproro wea (Ha
HenpepLBHLIX arperartax s
06paboTKH IONMOCH) C LEebIO
ero jpaneHus ¥3 MONCCH -

38, weld ditution

xoa¢duunent pactBopennusi (or-

HOleHHe Macchl OCHOBHOIO Me~—

‘Tesia, pacTeopuBlielicH B Me-~
Tanie Wpa IpU cBapke; X

:A8CCe HanjIaBleHHOI'0 MeTal-
na, BRpaXXeHHOe B NpOlEHTAax)

39, weld displacement

yeBon wea (pedexT coepuuenns
noasogHolt crapku, cocTOsuM
B OTK/IOHEHMM WIBa OT HaMe~
YEeHHOft JIMHHN CBApPKK BClef~
cTBHE IIoxoft BupuMocTH nop
Bonoft)

40, weld drilling

QaCBEepIMBEHIE WBa {KOHTPOIL
KaYecTna CEApPSOro Uiz& C Bbl-
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CBep/IMBAHMEM B HeM DIIyXOro

OTBEPCTHsSI H OCMOTpa NoBepX—~
HOCTH TOC/lIe TPABJICHHSI CTEHOK
OTBEPCTHS PEaKTHBOM )

41, weld end crater plate

BLIBOAHAS NacTHHA (B KOHle
CBApPHOr'O WBA)

42, weld face bending

Maru6 obpasua c pacTaKeHHeM
MOBEPXHOCTHON 30HBI 1WBA

43, weld fusion boundary

rpaHuia CillaB/ICHMs CBApPHOI0
HiBaj; r'paHulia nposapa

44, weld gap control’

peryupoBaHHEe 3a30pa Mexmny
CBAPMBAEMBIMH KPOMKaMH

45, weld groove geometry

reomMmerpuyeckad ¢opma noaro-—
TOBKM M/M PA3NENKH KPOMOK
Ba Nop CBAapKy

46, weld—heat time

NPOROIKUTEILHOCTL HMITYJILCa

crapku (NIpH KOHTAXTHO# cpap-
Ke 2TO BpeMsi OT Hauana chap-
KM [0 HAYa/a BPeMEeHM Nocile—
ayiowero Harpesa)

47. weld inherent heat
treatment
apToTepMoofpaborka cBapHoro

wpa (CTPYKTypHbIE H3MEHEHHS
B HMXHHUX CNOSX MHOTOCHORHO-



I'O CBAPHOrO WIBA NO[ BJHMAHH~
eM Tema, BBOAMMOrO NpH Ha—
NIOXXEHHH BEPXHHMX CIIOEB LIBA)

48, weld interface

1. NOBepPXHOCTL KOHTAKTa MeX-—
[0y CBapuUBAGMBIMH OeTalfMH;
2, NOBepXHOCTb paspelia BHYT-—
pu cpapHoro mBa (NOBePXHOCTS,
orpaHyMyHBalolulasi 30Hy, B KOTO—
po#i npn ceapxe Habopanock
NONHOEe pacliaBlleHHe, O 4YeM
CBHAETE/ILCTBYeT Ha/{4yHe OI—
peneneHHOR CyGCTPYKTYpL! 3a—~
TBEpnepaHus )

49, weld intermittence

npepwBHCTOCTL wWBa (Hanpuamep,
nedexT nogBoOAHOA CBapxy,
cocTOsMHA B HaM4YMY He3anoi-
HEHHBIX YYaACTKOB IO [JIMHe
IIBa, BO3HMKAIOUMX BC/IeACTBHE
IJIOXo# BHOMMOCTH mop Bopo#t)

50, weld iron

ceapoyHoe xene30 (pans xya-
HeuHOM ‘cBapxu)

51, weld joint detector

neTeKTop cepapHoro wea (na-
npUMep Ha caMOXOAHOM cHcTe—
Me /g papuorpadHyeckoro Mc-—
NBITAHAA KO. bUEBBIX CBAapPHBIX
mBOB B TpyGompoBoaax)

52, weld junction

30Ha cCIlaBlieHud (aona Ha
I'paHHue OCHOBHOI'O MeTallla M

l.LIBa)B KOTOpOﬁ HaxogdTrcsa 4yac-—

THMHO ON/IABHBUIMECS 3epHA
MeTaiia)

53, weld making velocity

CKOpPOCTh HAallOXeHHs LliBa

54, weld metal hydrogen
cracking /

pacTpecKkyMBaH#e NpH HABOAOpAa=
KuBanuu Metama (ceaproro)
wea ‘

55, weld metal solidification
KpUcTa/vmaauus meTtajnia cBap-
HOFO UBAa

56, weld metal transforma-

tion behavior
CTPYKTYpHOe IMpeBpalleHne B
CBApHOM lUBe
57. weld moulding

pyroeas Hamnnaska ( TBepabM
cnnapoM) c o6pas’oBaHHEM
CcBapo4HOIt BaHHEBI, HaxopAsue #-
ca B "¢popMme”, coanaHHOMi MO~
3yHAMH

58, weld nugget overlapping

nepeKpLITHe filep CBapHEX TO-
yex (B ' TOYEYHOM CBapHOM
wse )

59, weld nugget touching

KacaHfle sifiep CBapHLIX TOYeK
(B ToyeunoM cpapHOM wBe)
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60, weld overlay

HaliapKa

61, weld padding

cM. weld overlay

62, weld penetration depth

raybHHa npopapa NpH CBapke;

raybuna npomukauus (ycmop-

Has Be/MYMHA NpPH BLICOKO—

YaCTOTHOM HArpeBe, YYHTEHBa—

jollasi CTeNeHb NPOHMKAHMSA Ha-

rpepaiomero Toka B MeTan)
63, weld pile—up

CKOIUJIeHHe WBoB

64, weld plane

IJIOCKOCTh CBapkKH

65, weld puddle

cpapoyHad BaHHa

66, weld puddie argon
sparging

" GapboTHpoBaHie CBapOYHOH
BaHHb! aproHoM

67. weld puddle carburizing

HaYTJIepOXMBAHHE CBapOYyHOHR
BaHHBI
68.weld puddle motion

KMIIeHUe CBApOYHOH BAHHBI
( pacnnabnennoro mMertanna
WM uaxa)
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69, weld reclamation

PeMOHT nedeKTHOT'O CBAPHOIO
wsa

70. weld retailoring

nonsapxa pedeKToB

71, weld ripples
Helry#ky Ha IOBEPXHOCTH cBap-—
HOro mmBa

72, weld root grinder
cTaHOK pna wiudpoBkn ob6par—
Ho#t croponnl (cpapHoro) uma

73. weld sealing

YINOTHEeHHe liBa

74, weld seam tester

yCTPOH#CTBO AN MCIBLITAHUS
( npedexTOCKOmM) CBAPHOr'O
wea '

75. weld shape ratio

KOa(hhHIMEeHT GOpPMBI CBAPHOTO
mwpa (OTHOIWeHHe WHPHHLI LBa
K riybune nposapa)

76. weld solidification
pattern
npopune 3ateepneBanus (ceap-
HOro wWBa)
77. weld solidification
structure

CTPYKTYpa 3aKpHCTAalIN30Bap~
uerocg cpapHoro upa



78. weld splatter intercep—
ting
3auiiTa OT BBLIOLIECKOB IpPH
cBapke
79. weld spot heating

TOYEYHbIl Harpep

80, weld spot pitch

ar CBapHBIX TOYEeK; war To—
Ye4yHBIX IUBODB

81, weld station process
sheet

TexHojiormyeckast xapra piis
CBAPOYHBIX onepauui

82, weld thermal simulator

yCTpOHCTBO ANI8 MOAEe/poBa=-
HHSl TePMHYECKHX UHKJIOB
cpapku

83. weld toughness

BA3KOCTEL MeTaluia CB&pPHOIro
upa

84, weld upset

rpar (npH CTLKOBOR cBapke
oIUIaBIeHHEM )

85, weld vicinity

30Ha CBApHOIo uea

86, weld wrinkling

6yrpuctTocTh wwBag obpasopa-
Hye MOpIUIHH

87. weldability lobe

rpadwk cpapuBaemocTH (mno-
CTPOEHHLI MO ABYM W/IM He-
CKOILKHM napaMeTpam, o—
3BOJIFIOUNM - VIIDEAJINTh
Ka4eCTBO CBAPHOrO IBA NpH
3an0aHIOM peXHMe CBapKH)

88, weldbonding

aaresuoHnas csapka (kombGu-
HMPOBAHHLI CNOCO6 KOHTAKT-
HoOfl, ToueyHoli W uwoOBHOMN
CBapK¥ C afAre3HOHHBIM COe[H-
HEHHEeM CBapUBaeMbIX IOBepx-—
HocTeft)

89, weldbonding joint
CBApPOYHO—-aAT'€3HOHHOE COe[H~
HOHMO

90, welded edge
3apapennas xpomka (mpu
CBapKe IIBOB BHAXIECTKY)

91, welded joint service—

ability
cToftxocTs (CpoK Cityx6br)

CBApHOI'0 COeAMHEeHHSs

92, welded nozzle connec~
tion
coeHUEHeHHe C BBaPeHHEM
natTpybxom

93, weld(ed) pad micro—
structure

MHKPOCTPYKTYpa HalaB/IeHHO-
re cnosg
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94, welded rail string

M/IeTh CBAPEHHLIX peibcop (He-
CKOIILKO CMEeXHBLIX pellbCOB,
CTBIKH KOTOPBIX CBApeHb. ApYyT
C Apyrom)

95, welded spud

npyuBapeHHbit nmaTpy6ok

96. welded— wire assembly

CBapHoe Hapelne M3 IMpOBOJIOKH

97. welded wire fabric

cBapHas NPOBO/IOYHas ceTKa
(MaTepnan us cramsHolt npoBo—
JIOKHM XOJIOQHOI'O BOJIOYEeHMs Gea
nocnenylomet o6paboTKN HIM
OIMHKOBAHHOR MpOBONOKM B BMAE
CeTKH U3 NepeceKalolMxcs Hof
MpIMBIM YTIOM IIPOBOJIOK, CBa-
PeHHBEIX B MecTax nepece4YeHHus
aNeKTPOCBAapKoit)

98, welded wire fabric weld
tester

ycTpoicTBO Mg HCNLITAHHUS
NMPOYHOCTH IIBOB INpH CABHMI'® CO—
e[MHeHHs cpapHo#l npoposiouHOH
cetxn (npuMeHsieTcs Ha pas—
PBIBHOA MalllMHe M/ pacTXKeHHST
CeTKH B IIPOAOJILHOM Hamnpasie- -
HMM NpH 3aXaThX KOHUAX Mpo—
BOIOKH)

99, welded wireform

CBapHOe M3Ae/e U3 IPOBOJIOKH
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100. welder approval test
KBa/IMPHKAIMOHHOEe HCNBITAHME
cBapiuyka

101, welder certification

ceprupukar cpapumka (nuce—
MEeHHLI [AOKyMEeHT O foIycKe
cBapui¥Ka K BBUIO/HEHMIO CBa-—
pounpix pa6or)

102, welder—induceddefect
nedeKT CBAPKM IO BHHE cCBap-—
myKa

103, welder performance
qualification

cM, we |der approval test

104, welder qualification
test
cMm. welder approval test
105, welder’s facial
protector
yCTpoACTBO [JIsl 3AUMTHL JIMLA
cBapukKa
106, welder’s flash

TpaBMa rnas cpapuuka (B pe-
IYNbTATE TIOPAXKEHHS 3PEHHS
HaTy4eHHeM OTKPLITO# myTH)

107. welders safety gaments

3alMTHag ofexpna caapumka



108, welder’s screen

TeXHOJIOrM4YecKas KapTa CBapKH

109. welder’'s waist

paboun#t nosic ceapumxa (pe—
Tamb CHeloAeXAb. CBapliyka)

110, welding attachment

npusapka (peTtane#t x napemuo)

111, welding cinder

CBapoOYHLIA -U1aK

112, welding circuit

ceapounbit xoHTyp (cBapouHas
eMb KOHTAKTHON MalumHbl 3a
HCK/IOYeHHeM BTOPHYHOH 06—
MOTKH TpaHcjopmaTopa)
113.welding conditions

napaMeTpsl (pexuma) cpapku

114, welding conductor

cBapouHbi! KoHaykTOp (npucno-

cobnenne pia cBopkM 3akpen-

NeHusi OTHOCHTENLHO [ApYT Apy-
ra cpapuBaeMbix yacte#t B on-
peneneHHOM MOJIOKEeHHH )

115, welding consumables

cpapounbie MaTepuanbl (anexT—
pOMbl, DIEKTPOAHAs MPOBOJIOKA,
¢moce! ¥ Ap.)

116, welding cument
cessation

nepepwB B Iofaye CBapOYHOIO
TOKa
117, welding.curtain

SalMTHL CBapOYHBIl 3KpaH

118, welding distortion

ceBapoyHas AedopmMaums

119, welding engineer
nixeHep~cBapuk (cneunanuct
10 CBAPOYHOMY NPOM3BOACTBY)

120. welding equipment

calibration

rpanynpoBka (kamu6poska)

~ CBapoYHOro 06G0pyAOBaHHS

121, welding feedback sen-
sor

paTuMk o6paTHoft cBsizn (B as-
TOMaATHYECKHX cHcTeMax yI-
paBNeHNS NPONEeCCOM CBapKH)

122, welding fireproof
safety curtain

NpeoXPaHHUTENLHEN OrHecTOH~
kuit sanaBec (pns orpaxnpe-
HMSL MeCTa CBapKH)

123, welding fittings

bUTHHTR [/l NpHBAPKH K TPy~
bam
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124, welding flange
npuBapuBaeMspiil dnanen (roro-
BLM QnaHen ANa NpPUBAPKH)

125, welding flux closed

loop system
3aMKHyTast cHCTeMa Nnona4y
ceapoyHoro d¢iioca

126, welding fume capture

OTCOC ObMa IpH cbBapke

127, welding fume eliminator
ppMococ (mna oTBopa AbMa OT
MecTa CBapKH)

128, welding gantry
KO3/10BO! Kpas Ha arperare
ang ceapku Tpyd

129, welding habitat
XxaMepa ang cyxo# ceapkm non
Bopno#t

130. welding handpiece.
ropenka [iid py4yHOR KHCIIOpOH~
HO-alle TH/IeHOBON crRapku

131, welding head guidance

system
CHCTEM8 HaBe[eHHs CBapoyHofi
ronopxn (npu cTekoBOfi cBapke)

132, welding input data

BXOOHEIE OaHHBIE AN aBTOMAa—
THyeckofl cmapku {pamuHbe C
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YKa3aHMeM pexiima CBapkH,
BbmabBaeMpe IBM)

133, welding head steering

yrnpaB/ieHHe WM MaHMITy/IMpoBa-—
HHE CBAPOYHOHR IOJIOBKOM

134, welding heat dissipa—
tion

paccesiie MM OTBOA TeIa
npH cBapKe

135, welding leads

crapouHpie nposopa (nposopn

OT MCTOYHHMKA TOKA NpPH AYTO-
BONt cCBApKe K a/eKTpoaoaep~
MaTejuo M NMPOBOM OT H3AENHS
K 383eMIIEHHIO)

136, welding machine trai-
ler

Tpefinep mim cpapounoif maum-
Hul (HecaMmoxopHaa NpHUenHas
Tejexxa /i NepeBO3KH MNepe-
[BIDKHON CBApPOYHOA MAWMHLI)

137, welding metal overhea-
ting
neperpes HAIIABIEHHOT'O Me-
ranna ‘(nedeKkT HannaBneHHOro
MeTala, XapakTepuayouuiics

YKPYIIHEHHEM 3epeH M CHIDKe—
H¥eM BSI3KOCTH)

138, welding package

cBapoyHmiit arperar



139, welding pipe gauge

1Wwab/oH [Onst cBapkH Tpy6
(ycrpoiicTro nns BLipapHiBa—
HUSl KOHLOB Tpy0O npu nopro—
TOBKE MX IOA NPUXBATOYHYIO
WM OCHOBHYIO CBapKYy)

140, welding platen

[UIMTA CTONA [JIsi CBAPKHM H3fe—
it Bpyunylo (mmra ycranae—
JIMBAETCsl Ha HOMXKAX HA BEICO-
Te, ynobuoft ans paborh ceap-
muka., B mmre MmMelorcs MHO-
I'OYHCTIeHHLIC  PACcIIONOXeHHbIe
NpsaMbLIMM PAJAMH KBafgpaTHbe
OTBEpCTHS, ClyXallMe  WIg 3a~—
KpeIVIeHHsl PAa3J/IHYHBLIX IPHCIIO—
cobnennii ang saxuma cBapH-—
BaeMbIX peTaneft)

141, welding pressure
application

IIPUIIOXKEeHHE CBAPOYHOrO yCH~
nus Ha anextpopax (Hanpumep,
npu ToyeyHo# cmapke)

142, welding procedure
test

HCIIBITaHMe Ha BHTIOIHMMOCTD
ceapHoro umBa (npH sapaHHOM
pexume cpapku)

143, welding process
efficiency

9¢heKTMBHOCTL npollecca
ceapku (oTHowenne obume#H
3Hepruy, norpebiseMol npu
cBapke H3neMs Ha e[NHHHIY

AMMHB NlepeMelueHus, K obuet
noasoaMMON DHepriu)

144, welding robot rigidi—
ty

KeCTKOCTb (KOHCTpyKuMM) cpa—
pouyHoro potora

145, welding rod stub

orapox ajexkTpopa

146, we_lding space position

MOJIOXXeHHe CBapHOro upa
( mpocTpaHCTBEHHOE MONOXeHHe,
3aHMMaeMoe JHUeBO# CTOpO-
HOft 1IBa NpM cBapke njaplie-
HHEeM, OT KOTOpOr'o 3aBHCHT
Hamnpab/leHMe IlepeHoca Me~
Tana)

147, welding spatter rele-
ase gel

rejlb Qg 3alMTBL MeTallia
oT Boa3peficTBuA OprIAr npy
ceapke (manocutcs nepen
CBApKOA Ha NMOBEPXHOCTbL HI~
pemift ¥ SAXHMHBIX IPUCIIO—
cobneuntt)

148, welding supplied

CBapoOyHple NpPHHaN/IeXKHOCTH

149, welding under cont—
rolled atmosphere

cBapKka B KOHTpOmpyeMofi arT—
Mochepe (cmapka, ocyuwecT—
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pBisieMasi B KaMepax, 3ano/iHeH-
HbIX I'a30M OIIPefie/IeHHOr'® CO—
cTapa)

150, welding variables

napamMeTpn. pexymMa CBapKi

151,.welding versatility

HOKOCThL Npolecca CBapKH

152, welding wire dispenser

npucnocobnieHne [1g cMaThBa-
HHUSI CBApPOYHOM IIPOBOJIOKHM M3
GyXTHI

153, welding wire feedability

NPOXOAMMOCTL CBApOYHOH TpPO-
BONOKH INpu nopave (C nmoMoublo
MECTONeTa WM NPH PA3MOTKE

C nuTallero ycrpoicrea caa-
pOuHOH MaAlUNHEL)

154, welding wire tangle
IneTiigs Ha CB&pO‘IHOﬂ npoBOJIOKe
(nedekT pasMOTKM MPOBONOKH)

155, welding wire yield per

reel

[UMHA 3NeKTPOAHON NMPOBOIOKH,
HamoTanHo# Ha xatymky (yxa—
3bBaeTCA B eAMHHUAX [JIMHEY)

156, welding without backing

caapxa Ha Becy (OHHOCTOPOHHHH
‘caapxa mnaplieHueM 693 nogxkiia—
noK)
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157. welding zone

soHa coepnuHenus (sona, rpe
06pa3oBaliuCh MeXATOMHEIS
CBAGH COeMHsIeMBIX uacTeft)

158, weldment efficiency

OTHOCHUTEe/IbHAast NNIPOYHOCTH (OT—
HOUleHHe MNPOYHOCTH CBAPHOI'O
COeAHHEeHHs K NPOYHOCTH OC~
HOBHOI'O Me'ranna)

159. weldment marginal note

BrHOcka (Haueprexe) pas
o60o3HaYeHUs CBapHOIr'o liBa

160, wet granulation flux

¢moc MOXpoH rpaHynsinMu
(nnaenenrift ¢moc, nopeepruy-
Tel NOC/le BHIUIABKM MOKpO#
CpaHynsauuy, MNpu XOoTopo#H
cTpysa xupkoro dunoca BIMBa-
eTca B XOJIOAHYI0 Bofy: ¢umoc
3arBepaeBaeT M pacTpecKHBa—
eTcs Ha IpaHybl)

161, wet underwater wej—
ding

noApofHas ceapka C BOHSHON
3aBeco#t (npu aToM BHpe cmap-—
XU NMpHUMeEHAeTCsl KOoaKcHallkbHOe
ABOMHOE COIJIO, MO BHYTPEH—
He#l TpySKe XOTOPOI'c NOCTy-
naeT : 3allUTHLIL ras, a Io
HapyXHOH BOpa IO[ AaBJ/IeHU—
eM, coafaias BOASHYO 38—
BEeCy BOKDPYT' 30HBI CBApKH)



162, wet welding

“mokpas” nyrosas ceapka (mop-
BOAHasa cBapka 6e3 OcylleHHS
paGoueit 30HEL)

163. wetting efficiency

Koo (hMLUHEHT CMAYUBaAHUS [pPH
nafixe (TBepmoro Tena - Xup~
KOCTBIO, PABHLIA KOCHHYCY
Kpaeporo yria)

164, winter liner

auMuEE wneM (meM pna sa—
IIMTH., OT XOJIOAA T'OJIOBEL
cpapuka)

X

1. XY [orthogonal coordi-
nates] cutting machine

pByxxoopauHaTHas (npsMoyrosms-
HO~KOOpAMHaTHaa) rasopesa—
TenbHag MaumHa (Maummna,
npenHasHaueHHas WIS ¢UrypHo#
pPesKH M packpos JIHCTOB)

2, X-Y table

nByXKoopAMHATHEM cTon (mpu—
MeHsieTCsl HanpyuMep Ha Malli-
HaxX npogubHON nasepHol pe:

Kir CO CTalMOHAPHOMN Jla3epHOH
roJIOBKON [Uis nepeMelleHHs
paspesaeMoro Jjmucra)

Z

1. zenith displacement

cMeluleHne ¢ aenura (paccro-
fHMe OT 3eHHMTa CBapHBaeMoro
M3faenua MM HanjapiiseMol

NMOBEPXHOCTH AO OCH 3IEKTPO—
Aa npu ceapke Teill Bpamemm)

2, Zerener process

npouecc 3epenepa (pyroeas
cBapKka YTO/MbHBLM 3JeKTPO—
fom)

3, zero current pause

naysa uyneporo Toka (mpo-
NODKHTENLHOCTE IOTYLMK A
MEX[y SaXMIaHHeM H IOBTOpP-
HbM Sa)XUI'AaHHeM [yTH, NpH
KOTOPOM TOK OTCYTCTBYET)

4, zirconiated tungsten
electrode

BO/IL(GPaMOBEI#l 37IeKTPOA C
neyoxuceio mupkorust (Zr0 )
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COKPAWEHHWSA

AAS [atomic absorption
spectrophotometry]

aToMHasi aGCcopOUMOHHAs CIIeKT —
podoromeTpus (pexomeHnayercs
Ana aHanuaa ML M TasoB,
BLIIE/SAIOWMXCS TP CBapke)

AB (arc brazing)

BLICOKOTeMNepaTypHasi nafika
C. HarpeBOM 3JIEKTPUUECKOH
pyro#t; nyroeas na#ika (Tyro-
NIaBKMM NPHIOEM )

ABMA [American Boiter Manu-—
facturers Association]

AMepukaHcKkag accouualms Ko—
TeNbHLIX (UPM

ABS (American Bureau of
Shipping)
AmMmepukaHckoe Glopo cynoxon—
ctBa (u3paeT MHCTPYKUMM H
cTaHpapThl MO CBapke B Cy[o—
CTpOeHuH)

ABS (approved to British
Standards)

yTBEepXaeH B KauecTpe Dpuran-
cxoro crannapra (Bpuranckim
HHCTHTYTOM CTaHNapToB)

ACGJH [American Conferen—
ce of Governmental Industrial
Hygienists]

AMepukanckas KoHbepeHLHs
NpaBHTE/IbCTBEHHBIX ClielHalnc—
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TOB IO NPOMBNUIEHHOH I'MrMeHe
(opran, ycranabnupatoWuUM
cammrapubie Hopmbl B CIUA)

ADB [adhesive bonding]

aare3HoHHas CBA3by; aAre3HOH-
HOe CcOoenHHeHye

AGA [American Gas Associ-
ation]

Ame PHKaHCKag rasosass acco-—
Hamms

AID [automatic inductance
design] system

CHCTeMa aBTOMAaTHYeCKOr'0 pac-
YeTa MHAYKTHMBHOCTH KO3ddui—-
uMenTa caMoumHoyxuun (ma ar—
perate [/s CBapK#H MeTaUlH-
YecKHMM 2IIeKTPOAOM B cpefe
MHepTHOro rasa, HyxHbit xo-—
adPHUMEHT CAMOMHAYKIMHM yCTa:
HABIMBAETCH ABTOMATHYECKH B
38BHCHMOCTH OT Be/IMUHHBI
pabouero HanpsiKeHHs, BbIGpaH~
HOI'O CBapUIIKOM)

AISC [American Institute of
Steel Construction]

AMepukaHCKM# HHCTHTYT
CTanbHbBIX KOHCTPYKUH#H

AMS [Aerospace Materials
Specification]

creunpuKalMs Ha KOCMHYeEC —
KHMe MaTepHasbl



~ANMC [American National
Metric Council]

AMepHKaHCKHH HAUMOHANLHEIH
HHCTUTYT NO MeTPHHECKMM
Mepam

ANSI [American National
Standard Institute]

AMepHKaHCKHH HaUMOHA/LHBIA
MHCTHTYT CTaHAapTOB

ASNT [American'Society
for Nondestructive Testing)

AMepukaHckoe 06mWECTBO He-
paspyuiaioliux HCIbITaHHR

ASQC [American Society
for Quality Control]

AMepHKaHCKOe OOGIIECTBO KOHT-
pons KauecTBa

AW [arc welding]

Ayrosas cBapka

AWD (Association of Wel—
ding Distributors)

Accoupamus ¢upM 1o cOuITy
CBapoyHOro o0OpPyROBAHMY,
Bemuko6puranus

AWRA {Australian Welding
Researchi Association]

ApcTpanuiickas H{y4HO-HCCIIe—
poeaTellbcKas accouyaums no
cpapke

EABS (British Association
for Brazing and Soldering)

BpunraHckaa accouwnanys Bbl—-
COKO—~ U HU3KOTeMIlepaTypHOMH
nafiku

BB (block brazing)

BRICOKOTEMIIepaTypHasa nafxka
HarpeToiM OJIOKOM

BCGA [British Compressec
Gas Association]

Bpuranckas accoumaummus no
CXATbLM rasaMm

BPS [Brasing Procedure
Specification]

cnemndukamma Ha cnocof nafi-
ku (cocraenaercsa ¢upmo# B
COOTBETCTBHH CO CTAHAAPTOM
M npeacTapifeTCs NPU Bbi-
NOJIHEHNUM MPABHTEI/LCTBEHHBIX
38Ka30B COOTBETCTBYIOUEMY
opraxy npaeBuTesscTBa CLIA)

CAW-G [gas carbon arc
welding]

pyroeas cpapka yrObHBM
9JIEKTPOAOM B Cpefe SalluT—
HOro rasa

CEV [carbon equivalent
value}

YTrepoaHbit 9KBURAJIGHT
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CIAFF [Comite International*

des Associations Techniques

de Fonderie]
MexnysapogHeif KOMUTET
HIKeHepHO—TeXHUYeCKHX
accoumarut nurTeiHoii npo-
MBILJIEHHOCTH

CISC [Canadian Institute of
Steel Construction]

Kanapckn#f HHCTHTYT cTaiib—
HBIX KOHCTPYKUMHA

CIT [Cranfield Institute of
Technology]

Kpoupwincknfi TexHomoru—
yecku#i uacturyt (Bemmxo-
6puranus) (nmpoBomut Mccne-
[OBaHMSl IO CBapke)

cp [commercialy pure]

MPOMBILIIIEHHONA YHCTOTHI

cp (constant potential)

IIOCTOSIHHBI IIOTEeHUHal; NOCTO—
AHHOE HaNpsXeHue

CSP [core support plate]

cBapHasi OnopHas IMTa [JIA
TOIUIMBHLIX 9JIEMEHTOB ATOM=
HOro peakTopa

CSS [ core support structure]

onopHasi KOHCTPYKIMS MAJist
TON/IMBHBIX 9JIEMEHTOB aTOM—~
HbIX peakTopoB (cBapHasi KOH—
CTPYyKlMs 0cob60 OTBETCTBEH-

HOI'o HasHayeHud. Maroromns-

‘@TC B COOTBETCTBHH CO Clie—

mduKalMaM U NoABepraeT—
CH TIATEe/LHOMY KOHTPOJ/IO
KayecTBa CBapKH)

CSWIP [Certification Scheme
for Weldment Inspection
Personnel]

HucTpykims no Brinaue cep—
THPHUKATOB INepcoHAally, KOHT—
poiMpyioleMy KayecTBO cBap-
Ky

CW (cold welding)

Xxo/opHas cpapka (omuH M3
crniocofoB cBapky B TBeppoit

dase)

CWDI [Canadian Welding
Development Institute]

Kanapckuf#t MHCTHTYT ycoBep—
IIEHCTBOBAHUSI CBapKi

CWi (certified welding
inspector)

HHCIIEKTOP KOHTPO/Id KayecTBa
CBapHbIX M3pemil, uMmerouwmi

- ceprudMKAT HA NpaBO KOHTPOJHS

CWR (continuous welded
rail)

HelpepbBHag cBapHasa INIeTb
penbcoB

CWRL [critical weld restra—
int levell

KpPUTHYECKMI mpepen cxaTusa
(cTarusauns) ceapHoro umsa



DB (dip brazing)

BBICOKOTEMNeparypHas AH(pdy—
3HOHHas Maiika NorpyXeHHeM

(BO ¢moc uau B pacnnapiieH-
Hblfi TyronnaBkuii Npuno#H)

dcen (direct current electrode
nagative)

NMOCTOSHHBI TOK NpaMOfi nmo-—
NSAPHOCTH

dcep (direct current electro—
de positive)

MOCTOAHHLIT TOK oOpaTHO# nmo—-
NSPHOCTH
dcrp (direct current reverse
polarity)
cMm, dcep
dcsp (direct current straight
polarity)
cMm, dcen
DFB (diffusion brazing)

BhICOKOTeMIlepaTypHaa pudpdy--
3HOHHAaA Inaklka

DFW (diffusion welding)

nuddysuonnas cpapka (omuu
3 cnoco6o0B CBapkH B TBep-
no#t ¢aae)

DNV (Der Norske Veritas)

Hopeexcxkoe ofmecTso Bepy—
tac (perscrTpamwnmu ¥ cTpaxo-
pauuga cypoB., OfwecTso M3fa-

eT VHCTPYKIMH H cTaHaapTehl no
CBapKe B CYAOCTPOEH:I)
DS (dip soldering)

HM3KOTeMIepaTypHas mnaitka
norpyxeunem (B nerxonnaBxmi
npunot)

EASP (electric arc spraying)

3JIeKTPOAYTOBOE pAacIblIeHHe

EBC [electron beam cutting]

3NIeKTPOHHO —IyYeBas peaka

. EBW (electron beam welding)

3NEeKTPOHHO-IyueBasi CBapKa

EDM (electro discharge
machining)

aJIeKTPOMCKpoBasa obpaboTka
(npumensiercss pns coapanus
Haape3oB Ha obpasuax Ans
MCIILITEHHST HA NPOYHOCTL CBap-
HBIX 1IBOB)

ERIW [European Research
Institute for Welding]

Epponefickuft HayyHo~-uccne—
popaTellbCKHA MHCTHTYT cBap-
ku (lpefinapus)

ESW (electroslag welding)

3/IeKTPOLLIAKOBAas CBapkKa
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EXW [explosion welding]

CcBapKa B3pPbLIBOM

FCAW (flux cored arc wel-
ding
ayropasi CEapka MNOpOIIKOBOM

NPOBONIOKOA W TpyduaTbLM
3IeKTPOAOM

FCAW-EG (flux cored arc
welding—electrogas]
pyropasi a/leKTporasosasi cBap-
K& NOpPOIUKOBOM INPOBOJIOKOHA
FLSP [flame spraying]
rasomnjiaMeHHOe HanblUleHne

FMA [Fabricating Manufac—
turers Association]

Accowtamisi ¢pupM oBpaGaTeBa—
jome#t npomemtensoctu (CLUA)

FOW (forge welding)

Ky3HeyHas cBapka

FRW (friction welding)

cBapxa TpennmeM (ommn M3 cno-
coBoB cBapku B TBepnoit dase)

FS (furnace soldering)

HU3KOTeMnepaTypHasa na#ke
{ nerxonnapkuM npunoem)
B neyu
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GMAC l(gas metal arc cut—
ting]

rasoayroBasi pe3ka MeTallll—
YEeCKUM IJIABAILMMCS] 3JIEKTPO—
aoM

GMAW-EG [gas metal arc
welding—electrogas]

ayropasi 3JeKTporasopas
cBapka IaBsiuMMCH MeTalnu-
YecKMM 3JIEKTPOAOM B cpepfe
3auMTHOrO raaa

GMAW-P [gasmetal arc
welding—pulsed arc]

MMITy/I.CHO—[YTOBasi CBAPKA
MeTanmuyecknm (nnapsummcs)
3/7EKTPOAOM B Cpefe SaLMTHO-
ro rasa

GTAC ([gas tungsten arc
cutting]

Ayroepasi pe3aka BOBLGpPaAMOBBM
SNIeKTPOAOM B cpepe 3allMT-
HOr'O rasa

GTAW-p [gas tungsten arc

welding—pulsed arc)
MMITYIbCHO~-AYyT'OBag cBapka
BONL$PAMOBEM 3IIEKTPOAOM B
cpepe 3alluTHOr'o rasaa

HFRW (high—frequency
resistance welding)

BLICOKOYACTOTHAA KOHTAaKTHAad
ceapka



HPG,hpg [high purity gas]

ra3 BBICOKOH YMCTOTBHI

HSLA [high—strenth low—
‘alloy] steel

BBICOKONpPOYHAS JlerHpoBaHHAS
crane (copepxur po 2% neru-
pylounx anementos u or 0,10
no 0,33% yrnepopna)

HW—-GTAW (hot—-wire gas
tungsten arc welding)

Ayroeas CBapKa BOJbGPaMOBLM
3JIeKTPOAOM B cpefde HHEpPTHOI'o
rasa c npuMeHeHuem ropsae#t
NpPOBOJIOKH

IACS [international Annealed
Copper Standards]

MeXAyHapoAHb cTaHpapT Ha
OTOXOKEHHYIO Mefdb
I IW [International Institute
of Welding]
MexpyHapopHepi#t MHCTHTYT

CBapKH

IJP (inadequate joint
penetration)

HeoCTaTOYHOe IpOIaBlieHHe,
HeIOoJHLIA npopap
INS (iron soldering)

nattka uyrysa ( nerxonnapxum
npunoem)

IRB (infrared brazing)

undpaxpacuas naika (Tyro-
NIaBKMM IIPHIIOEM )

IRS (infrared soldering)

nuppaxpachnas naiixa (nerko—
NnaBKUM IpHIIOeM)

IS (induction soldering)

HH3KOTEMIlepaTypHAs HMHAYKI~
OHHasl Tmalika (neI‘KOHJIaBKHM
TnpHIoeM)

LBW (laser beam welding)

cBapka Jla3epHbM JTy4OM, Jla-
3epHasi cBapka

"LF [load factor]

kKoodduimenT narpyskmu (mpu
CBapke B3pLIBOM, H3MEPSIETCS
B rpamMmax Ha [ofiM)

LOC [oxygen lance cutting]

pe3ka KHCIIOPOOHLIM KONbeM

LOF [lack of fusion]

HelnpoBap

LOP [lack of penetration]
cMm. LOF

MDG [mild detonating fuse]

MSCKMA OeTOHMPYIOUMA IUHYD
( mpumensieTcst npyu cBapke
B3pPLIBOM)
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MIAB [magnetically impel—
led arc butt welding]

pyroeasi KOHTaKkTHag cBapka B
MarsuTHoM nonte (KoHTaxTHas
cBapxa Bpaulaponeics B Mar-
HMTHOM II0Jle [AYI'Of B peayilb-
Tare B3auMopaefcTBMA TOKa
AYTM C HallOXEeHHbLIM Ha Hee
MAIHMTHLIM TIOJIEM )

MPCD [magnetic particle
crack detection]

.pedeKTOCKONMNA MarHUTHBIM IO—
P OMIK OM

‘MPI1 (magnetic particle
inspection)

VMCTibITAHHE MAIr'HUTHLIMHM YACTH-
HamMM, MATrHMTHBIE KOHTPONL

_MPT [magnetic particle
testing]
cm, MPI
NBBPVI [National Board of

Boiler and Pressure Vessel
Inspectors]

HamonamsHoe ynpabiieHHe HH~

CnexkTopoB, XoTnonansopa (CUIA)

NDE (non—destructive
evaluation)

MeTO KOHTPONs KadecTpa
(cpapuex wBOB) 1O OueHxe
pesybTaToB Hepaspyllalolux
HCHBITaHNA
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NDE [non—-destructive
examination]

Hepagapyuampuiee McibITaHHe

NEMA [National Electric
Manufacturers’ Association]

HamonamsEas accouuaums Ha-—
TOoTOPMTENEN 3/1eKTpoobopyno—
panna (CILA)

NFPA [National Fire Pro—
tection Association]

HammonanbHaga accouvaums aas
wurel ot noxapos (CILA)

NV-EBW (non-vacuum
electron beam welding)

feaBaxyymMHas 3/1eKTPOHHOILY=-
yepag cBapka

NWSA [National Welding
Supply Association]

Hauunonamsnaq accouuausg mno—
CTaBUIMKOB CBapO4YHBIX Martepy-
anop u oBopypopanus (CLIA)

OCV {open circuit voltage]
H.anpsi)xelme XO0JIOCTOr'O Xopa

OFC [oxyfuel gas cutting]

KHCJIOPOAHO TOIIMBHAY [a30-
Basi pe3ka

OFC-A [oxyacetylene
cutting]

aleTHIIeHO~KUC/IOpo/aHasa pe3kKa



OFC—H [oxyhydrogen cutting]

KHCI0pOAHO~BOAOPOAHAaA DPe3Ka

OFC-P [6xypropane cutting]

pe3ka cMechlo KHcliopoaa ¢
IIPOTIAHOM

OFW [oxyfuel gas welding]

rasonjiaMeHHasi KMCJ/IopoaHas
cBapka

ORNL (Oak Ridge National
Laboratory) (USA)

OKpHAXCKas HalMOHA/LHAA Jla~
Goparopusa(CIIA) (B aTo#t na-
6opaTopui HCCleAyioT mnpouec—
CHI CBApKH)

OSHA (Occupational Safety
and Health Administration)

YnpaBpnensie no npodeccHoHAaTb—
HO#t 6e30MmacHOCTH M 3ApaBO—
oxpanenmo (CHIA) (3To ynpae—-
JleHe H3paeT ' obgaaTellbHble
NpeAfIMCAHKS M peKOMeHAALMH
no npodeccuoHampHOM Geaonac-—
HOCTH M OXpaHe Tpyna, B TOM
YHCNle NP CBAPOYHEIX paGoTax)

PAC [plasma arc cutting]
nnasMeHHas pe3Ka; peska cxa-

TOoH pmyroft

PAW [plasma arc welding]

cBapka cxaTolt pgyro#t; nnas—
MeHHOnyroBas ceapkKa

PD (packing density)

IJIOTHOCTEL 3APSKAHMSA BB,
(npu ceapke B3pLIBOM)

PGW (pressure gas welding)

rasonpeccoBpas cBapka

PQR [Procedure Qualifica—

tion Record]
XapakTepucTHKa TeXHOJIOI'H—

4EeCKOI'0 KauecTBa CBaApPKM MM
natixku ( npeacraenserca ¢up—
Moit, ocyuecTBigmomedl paboTw:
[0 cBapke MM nNafike MM H3~
roropiqwouieift cOOTBeTCTBYIO—
mee obopypoBaHue, HA yT—
BepXAeHHe MpaBHTe/bCTBEHHO~
My oprany CUIA npm Bomos-
HEHHM NPaABHUTE/HLCTBEHHOI'O
aakasa)

PWHT (prewelding heat
treatment)
npefBapuTe/hLHLIE Harpep ne-

pen cBapko#t

PWHT, pwht [postweld heal
treatment]

rnociiecbBapoyHast 'repMuqecxaﬁ
obpaboTka

QA [quality assurance]

rapanTHsi Ka4yecTsa

ROW [roll welding]

CBapka npoxKaTKOo
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RS (resistance soldering)

HM3KOTeMIepaTypHass KOHTaKT—
Haga natika (nerxonnaBkuMm
npunoem)

RSEW (resistance seam wel—
ding)

pUCKOBasi 1lloBpHasi cBapka

RSW [resistance spot wel-
ding]

KOHTaKTHaa ToyYedHas cBapka

RW [resistance welding]

aNeKTpUyecKas KOHTaKTHas
cBapka

RWMA [Resistance Welder
Manufacturers’ Association]

Accomnamua uaroroBuTenelt
ofopynoBaHua AN KOHTaKTHOM
crpapku (CILA)

S (soldering)

HHUSKOTeMIleparypHag nalika
( nerkonnaBxmM npunoem)

Sarclad (submerged arc weld
cladding)

9/IeKTPOAyTOBAasl HaIjiapKa Mop
¢mocoM (npumenseTcs B oc—
HOBHOM [/ HAINIABKM MOBepX-—
HOCTH TNPOKATHHIX BAJIKOB)

SCF (short circuit frequency)

4acTOTa TOKA KOPOTKOr'o 3aMbl—
KaHMA
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SCR [silicon controlled
rectifier]

perynupyeMbiii KpeMHHEeBbIA
BBIIPSIMHUTE!H

SEM [scanning electron mic—
roscope]

pacTpOBbI 2JIEKTPOHHLI MU~
K pocKon

sfm [surface feet per minute]

OKpYyXHasi CKOpOCTb B ¢dyTax

B munyty (1 oyt B mMunyry =
= 0,0348 m/mun)

SIGMA (intert gas metal arc
welding)

"CUI'MA” (ycnoenoe o6oaHa-
YyeHHe NpoueccoB AyTropo#
CBApKH MUIABSUMMCS] 9/IeKTPO—
IOM B cpefe HHEpPTHOro rasa
Mo HavalbLHLM OykBaid aHrmmii-
CKOI'o TepMHHA)

SO [standoff distance]

paccTosiHMe OT 3apsina B.B.
no ceapuBaemoro o6nexta (npm
CBapKe B3PLIBOM)

SW (stud arc welding)

NpHBApKA WIMIIEK MM IUMIIOB
TEM [transmission electron
microscope]

HPOCBeYMBAIOIKH 2IeKTPOHHLIA
MHKPOCKOI



TLV (Threshold Limit
Value)

npefgenbHas pollyckaeMasi KOH—
ventpauns, 10K

TLV-STEL (Threshold Limit
Value—Short Term Exposure
Limit)

npepeljibHasi aomyckaeMasi KOH=-

nenrpamns ([MIK) npu kparko—
BpPeMeHHOH 3KCNO3HLMH

TLV-TWA (Threshold Limit
Value-Time Weighed Average)

npepe/nbHas AOMycKaemasi KOH—
nenrpauus (IMOK), cpepneBape~—
lleHHas 10 BpeMeHH

TS (torch soldering)
HHU3KOTeMIlepartypHasa raaoBag
naika

TW (thermit welding)

TepMHTHass cBapka

USW ‘ultrasonic welding)
cBapKa Y/IbTPasByYKOM

UVO (ultra—violet oscillo—

graph)

yLTpadHoieTOBLI# OCUMILIO—
rpad

+ ve

+ (mmoc) Ha snextpope (anex~
TPOA MOAK/IOYEH K IOJIOKHTEIb—
JIOMY TOMIOCY MCTOYHMKA TOKA)

- ve

~ (MuHYC) Ha anekTpope
(anexTpon nomkmoueH K OTpu~
LaTe/bHOMY NOMOCY MCTOYHHKA
TOKa)

WMA [Welding Manufacturer’s
Association]

Accounawisi ¢upM 1o cpapoy-—
HoMy oGopyposanmio (CUIA)

WPS [Welding Prodecure
Specification]

crneudukalMsg Ha crnocof ceap~
ku (cocrapnsercs ¢upMo#, BB
noymsapwe#f paboTel MO cBapke
M/ M3roTOBfNdIONlel cBapoyHOe
o6opynopaHHe, B COOTBETCTBHE
co cranpapromMIL-STD 278

H IpeAcTaB/IeTCS B UeJsX HH-—
dopMalyK NpaBMTE/ILCTBEHHBM
oprasam CUIA npu BrmomHe—
HHMM TIPABHUTE/ILCTBEHHBIX 3aKa—
30B AMepHKaHCKOMY O610po
cTaHAaapToB WM AMepHKaHC-
KoMy OOLIECTBY HMH)XEeHEpPOB—Me-
XaHHKOB)

WRC [Welding Research
Councill

Hayyno-uccnepoBatembckuft

coseT no ceapke, Heio~-Hopxk,
CLIA

X.M.A. [X-ray micro—analy-
sis]

PEHTI €HOBCKUMH MHKpOaHaliu3
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YKA3ATE/J/Ib PYGCCKHUX TEPMHHOB

B

BOTHYTOCTb OGpaTHo#t cTo—

POHBI CTHKOBOT'O CBApHOI'O
wea U22

BOabyneHMe OyTH NPHKOC—
HOBEeHHEM 3JIeKTpona K Ma3pe—
nmo S9

BuiBOA XKpatepa A98
BhiBONHAs nnacTuHa (B
KoHle cpapHoro mpa) W4l
r

rasopasi 3alliTa KOpHS
wea B13

FOPH3OHTAaNbHLIA yT10BOR
mwop F69

yil

nepxaTeb /EKTPOAOB C
KOPOTKHM orapkom 579

nudbyanonnas cpapxka—nai-
ka 5145

AOCIIO/IHUTEe/IbHaa 11oaadya 3a-—

umTHOro rasa (x MecTy ceap-
ku) A40

pnoctaTouHpilt npopap A77

gyra npsmoro peficTeug
(cBapounas nyra, B aJeKTpH—
Y4YeCKylo uelb KOTOpO# BXOMUT
napemme) 011
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3

sapapka ned)ex'roé (nanpn—
Mep Ha ormmBkax) P18

3aBapka kKopHeBoro umsa S$S237

saxonHas nianka (ang poe-
Bpofla OyTH Ha uapenue) S193

sayekaHenHpit mop C22

3oHa cBapHoro uma W85

H

napenre B c6ope (mon
ceapky) F44

KCILITAHHE HA BLIIO/IHH-
MocTb ceapHoro wpa (npu sa-
nanHoM pexume cpapku) W142

K

Kamepa [iisi Cyxoil cBapky
nop sopo#t W129

KQHTOBATe/b C NOMBEMHB-
MM uentpamu 149

KBaINPUKQIIMOHHOEe HCIIBITa—
Hyue cpapumka W100

KOJLUEBOH KaHTOBaTelb
( nna ceapxku) R57

KOHTaKTHO-peaxkTHBHag nati-
xa Ab65

KOPPO3HOHHOE paspylieHHe
cBapHoro umBa W32

KOCOHf OB C pa3pgenkoft
kpomok S115



KO3(xpM1lIEHT HCIO/IL30BaHUS
anekTpopa E47

KO3 dpHLUHEHT GOpPMBI ITPO=
nnaBnenns (OTHOEHHE IUMPHHE]
Ba/lika MM 1Ba K INIyOHHe
nponnapnennsi) P31

71

nacepras csapka (Tepmo—

nnacros) L14
M

Maruutowaraiount#t (cpapou—~
Heift) annapar M16

MalMHa A/ CBapKH apma-—
TypHo# ceTxm S10

MalulMHa A/ CBapkH Tpyod
usHyTpu 131

MauwuHa nas cpapku (Tpy6)
NMXBATOYHLIM WBOM 14

MaumHa s cBapku Tpyo
cuapyxn 034

MeJIKOKalebHbM epeHoc
MeTa/ula Ayro#t ¢ BpauweHHeM
ero crpyu R82

Montaxuas ceapka Al153

H
Hannapka MHCTpymenrta T61

HayTIepoXIBaHye CBapoy—
Ho#t BaHHn W67

HAXecTo4yHoe coenuHenue (mpu
cpapke umi naitke) 044

HeMJIOTHLIf KOPeHb CBapHOI
wea F5

nenposap (cpaphoro wsa)
C81

HOPMAJIbHO~KPYT'OBOH HC—
Toyuuk Ttennotsl N22

O

ofbpasell cO CBaApPHLIM LIBOM
Ha BrixoaHo#i nnanke C148

o6pa3oBanue rasopo#t o6o-—
nouky (Hanpumep, ans 3amMTH
npyru npu ceapke) G26

ofpa3oBaHHe MM HalMyHe
neTe/lb HA 3JEKTPORHOH NpPOBO-
noke Ké6

OnopHOe mnpucnocobiienue
(nns c6opkm u ceapxu) B34

ocHoBHON MeTann P6

OTCOC fObMa IPH CBapkKe
w126

oxJjlaxpaiulas MoAx/anxa
H24

oneHka (McnbITanMe) anekT-
popos Ha npuropHocts E34
I1

napamerps! (ceapuoro)
wpa W31

n/la3MeHHas HamnnapKa
tBepabM cnnapom P70

IIIOTHOMOAOTHAHHOE COe -
nenne (mon cmapky) T45

nnowans nponnapnenus P26
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nonpapounslt cno#t C10
nonsapoywplii wos B4

HONYaBTOMAT OJii CTHLIKOBOK
cRapkll onnaenexueM S43

HoCTerneHHoe YMEHblIeHNe Be-
JTMuMHE cBapouHoro toka D51

npeBblUeHHe KPOMOK (Hecop—
napenye KpOMOK M3pe/uit npu
noaroroeke mnoa ceapky) E13.

npenenbHas MOPOTOBasi Be=
mrma, [AOK T37

npusapka Tpyo x TpyOHO#
nocke 1101

IPHKOCHOBEHHE BJIeKTpoaa
(nns BosGyxnpenns myru) E31

npuMeHeHHe COOpPOYHBIX IpH-
cnocobnenu#t (npu ceapke Mo—
pemuit) J4

NMPUHAVIeXXHOCTH Onsg nafi—
ku B8l

nposap xopusa R71

nporpaMmMHpyeMeiit ceapoy-
Heilt po6oT ¢ 3Y Ha MarsuT-
HbIX mickax M5

npoxor ceapHoro wea E91

P

pamuycHei#t watmnon ( ana
NpoBepKM papuyca CKpyrie—
Huit ceapouneix wsos) F 27

paspenka TpewuH C158

pacnaBlieHye C OIJIaB/IeHH—
em D60
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pacnpepenieHHplli HCTOUHMK
Tennote. L37

pacueTHasi BMCOTa YTNIOBO—
ro wsea D13

pexyuwas ayra P46

pesKa TOJICTHLIX JIUICTOB MO
xomnpy C126

peMoHTHas cpapxka (aapap-
Ka ne(eKTOB B CBApPHRPIX IUBAX)
R27

poboT miIs TOYEeuHOH KOH-

.rakTHOH cmapku S179

PO/MKOBLI# KaHTOBaTe/m B54

pyaHoxuciioe nokpwitve (Ha
anextpone) Alb

C

cpapka Gamox G38

cpapka 6ea sasopa C63
cpapka Gea moapesor U14
cBapka B aamok L 38

cBapka

cthepe S67

cBapxka B IOJIEBBIX YCJIO—
Buax F13

B samMTHO# aTMO-

CBapKa KO/IbLUeBOI'0 LBa
Tpy6er Al48

cBapka xopoTko#t pyroit D30

ceapka (nnactmacc) c
pectBopuTeneM S146

cBapka mo saaopy 013



cBapka Iy4yKoMm anektpoaos BY7

cBapkKa pacilelUieHHOH ny-
ot F34

CBapKa C BBICOKOH NMOIrOHHOH
aneprueit H45

cpapKa COTOBBLIX KOHCTPYK—
unin H54

cpapka (TepmonnacToB) ro-
psuuM BoaayxoM H65

cBapKa LIBOB IO NEpHMETPY
A59

CBapHO! WIOB C HACTHYHBIM
npomsaBnenneM Mertamna P9

CBapHoO# WIOB CO CKBOS3HBM
nponnaenenuem S160

cBapoyHad mallyHa C IHeB~-
MaTHieckuM mnpusopoMm A47

CcBapouHbll arperat c pofo—
rom R59

cBapoyHbifi poboT obumero
nHasHauenns C36

cBapoyHbifi poboT ¢ opuolt
pyko#t 589

cBapouyHbt po6GoT, ynpabis-
emuit 3BM C101,

CHCTEeMAa ClIeXeHHsl 3a cpap-
HpM wmBOM S15

cKopocTk Hanoxenus mpa W53

COe[MHEeHMe TOpUOB TpPyO
pns cBapku P59

CTaHOK anga WINGOBKH 06—
paTtHO# crToponbl (cBapnoro)
wpa W72

CTaTHYECKas XapakTepUCTH-
Ka npyru All4

cTpybunna gna cbopxu (mon
ceapky) C51 '

CTPYHHBIA nepeHOC MeTaluia
(ceapouno#t nyron) P135

cxsat (cmapounoro) po6o-
Ta G53
T
renonoraoturens H27

TepMHYecKkas MeTalllIn3auus
pacnuinenneMm 124

TeXHOJIOrMyecKas Kapra
nns cBapouHex onepaum#t W81

THII [IepeHOca MeTalulia
(npn ceapke) M39

TpaxkTop [ Qyromoit ceap=
ku S32
y

_yron paapemxy (packperrusi)
Kpomok A82

yaen nepemeuwenus (cpa-
pounoro poGora) T90

yCHUNleHHe Ba/mka wea B27
ycunenne cpapHoro uma E88

ycnosHO cpapuBarouniica N14

P

dakTHUecKas TO/MUMHA CBap-
Horo wBa A27

¢nanmroseiit wos F 55
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dopmupyoulee NpHCHocobie—~
HHe C MepeMelleHMeM TO/bKO B
BepTHKa/LHOM Hanpasiewuu F40

X

XapakTep WM THII pacnjap-
nenng M36

U
HaHroseil anekTpopopep—

)atenp 164

uenHo# xanrobaTtens C38
11

war nannaskn (Be/mMuuHa
OTHOCHTE/ILHOI'0 CMelleHud
3eKTpoaa U AeTald BAObL .
OCH' BpaleHHs 3a OfHH OGOPOT
Nnpyd aBTOMaTHYeCKON HaljlaBKe
Ten ppamenns) P63

WaroBpI IPHBOA CBAPOYHO-
ro poGora S212

wyiakoc6opuuk S107

OB C HeryOOKUM HpoBa-
pom S103

WOB C NpoTeKof S2
0B, HA/IOXEHHbIA MO MnepH-~
meTpy W21

i
menepas paspeiika (KpoOMOX
uapenuit nop ceapky) S122

)

SNEKTPOHHOITyYeBas ChBa-
pounas ycranoeka E66
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