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MpeaucnoBne

1 PA3PABOTAH Accouwnaumeli cBapLmkoB NoaMMepHbIx martepuanos (Accoumaumsa CrM)

2 BHECEH TexHunyeckum koMuTeTOM Mo cTaHgapTusauumn TK 285 «CoefuHeHue nosmMepHbIX Tpyo,
NINCTOB Y KOHCTPYKLMNA»

3 YTBEPXAEH WV BBEAEH B ,EI,EI7ICTBI/IE Mpukasom ®defepasibHOr0 areHTcTBa MO TEXHUYECKOMY
perynmpoBaHuio 1 meTposorum ot 6 dpespana 2026 r. Ne 90-cT

4 BBEJEH BIEPBbIE

MpaBuna npMMeHeHNsa HaCcTOoALWEero cTaHgapTa yCTaHOB/EHbl B cTaTbe 26 defepasibHONo 3akoHa
0T 29 uioHA 2015 r. Ne 162-d3 «O cTaHgapTwusauun B Poccuiickoli ®epepauymm». VMHdopmayma o6 uns-
MEHEeHMAX K HacToALWeMy cTaHaapTy nybnnkyeTcs B eXerogHoM (No COCTOSHUIO Ha 1SAHBapa TeKyLero
roga) uHopmaLMoHHOM yKasaTene «HauuoHasibHble CTaHAapTbl», a ouunanbHbli TEKCT U3MEHEeHUN
M MonpaBoK — B eXeMeCAYHOM MH(OPMAaUMOHHOM ykasaTene «HauuoHanbHble cTaHAapTbi». B cnyvae
nepecMoTpa (3aMeHbl) UM OTMEHbl HACTOSLLEro cTaHjapTa CooTBeTCTBYylLWee yBegomneHne oygeT
ony6iMKoBaHO B GnAvkKaillem BbINYCKE eXeMeCAYHOro MHGOPMaLWOHHOro ykasaTens «HaumoHasbHble
cTaHgapTbi». COOTBETCTBYWasa UHpopMmauns, yBefoMNeHNne N TEKCTbl pasMeLllaloTCcsa Takke B UH-
hopMaLnOHHOW cucTeme 06Lero nosib30BaHNsa — Ha opuLmManbHOM cainTe ®defepasbHOro areHTCcTBa Nno
T exHU4YecKoMy peryimpoBaHuio U MeTposaorum B ceTun MHTepHeT (Www.rst.gov.ru)

© OdopmneHune. PrbY «NHCTUTYT cTaHgapTu3auum», 2026

B Poccuiickoii ®efepaumy HaCTOsILMIA CTaHAAPT He MOXET ObiTb MOSIHOCTBIO WM YACTUYHO BOCMPOMU3-
BeJeH, TMPAXMPOBAH M PacnpocTpaHeH B KauecTBe ouumanbHOro n3gaHus 6e3 paspelieHns deaepanbHoro
areHTCTBa N0 TEXHUUYECKOMY PEryMPOBaHNI0 1 METPOSIOTUN
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BBepgeHne

YcTaHOBNEHHbIE B HACTOAWEM CTaHAapTe TEPMUHbI PAcno/IOXeHbl B CUCTEMAaTM3MPOBAHHOM MOpPSAAKe,
oTpaxarolleM cUCTeMY MOHATUIA B 0611aCTU CBApKyM TEPMONIAcTOB.

[ns kaxaoro NOHATUS YCTAHOB/IEH OfWH CTaHA4APTU30BaHHbIA TEPMUH.

He pekoMeHAyeMble K NPUMEHEHUIO TEPMUHbI-CUHOHMMbI MPUBEAEHbI B KPYI/bIX CKOBKax nocse cTaH-
0AapPTN30BaHHOIO TeEpMMHA 1 0603HaYEHbI NOMETON «HpPK».

TepMUHbI-CUHOHUMbI 6€3 MoMeTbl «HpK» NprBEAEHbI B KAUECTBE CMPaBOYHbIX AAHHbIX U HE AB/AKTCS
CTaHA4apTU30BaHHbLIMMU.

3aknioyeHHas B Kpyr/ble CKOOKM YacTb TEPMUHA MOXET ObiTb OMyLLEeHa MpyU MCNONb30BaHUN TEPMUHA B
[OKyMeHTax no ctaHgapTusauuu.

Hanvnune kBagpaTHbIX CKOBOK B TEPMUHOMOIMUYECKON CTaTbe O3Ha4yaeT, UTO B Hee BKAW4eHbl ABa (Tpu,
yeTblpe U T. N.) TEPMUHA, UMetoLMe 06LWre TEPMUHOITEMEHTHI.

B ancaBMTHOM ykaszaTesne AaHHble TEPMUHbI NPUBEAEHbI OTAE/bHO C yKazaHMEM HoMepa cTaTby.

MomeTa, ykasbiBalLwas Ha 061acTb NPUMEHEHNS MHOTO3HAYHOrO TEpPMUHA, NpUBELEHA B KPYI/bIX CKOO-
Kax CBeT/IbIM LWpMTOM nocne TepmuHa. NomeTta He ABMSAETCA YaCTbl TEPMUHA.

MpuBefeHHbIE ONpefeneHns MOXHO, Npu HEOBXOAMMOCTH, U3MEHATb, BBOASA B HUX MPOU3BOAHbLIE NpU-
3HaKW, packpbiBas 3Ha4YeHWS MCMO/b3YEMbIX B HAX TEPMUHOB, yKa3blBasi 00bEKTbI, BXOAsLME B 06bEM onpe-
[ensemMoro noHATUSA. VI3MeHeHWs He AOJ/KHbl HapylaTtb 06beM U coAepXaHue MOHATURA, onpefeneHHbIX B
HacTosileM cTaHapTe.

B ctaHgapTe npuBeAeHbl UHOA3bIYHbIE 3KBUBANEHTbl CTaHAApPTM30BaHHLIX TEPMUHOB Ha aHrMiAicKoM
(en), pbpaHuyysckom (fr) n Hemeukom (de) s3bikax.

CTaHOapTM30BaHHble TEPMUHbI HabpaHbl MOMYXUPHLIM LWPUGTOM, MX KpaTkue hopMbl, NpeacTaBeH-
Hble abbpeBunaTypoii, — CBET/bIM, CUHOHUMbI — KYPCUBOM.
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HALULWOHANBbHBIN CTAHALAPT POCCUWNCKOWN SGEALEPALUMN

CBapka TepmoniacToB
TEPMWHbI 1 ONMPEAENEHUNA

Welding of thermoplastics.
Terms and definitions

Jarta BBegeHna — 2026—04—01

1 O6nacTtb NpUMeHeHUs

HacTtoawwii ctaHgapT ycTaHaB/vMBaeT TEPMUHbI U ONpejesieHns Ha NpoLecchl CBapku TepMonaacTos
(aanee — npouecchbl cBapkn), BKAOYasA TPyObl, SINCTbI, MJIEHKW, MEMOpaHbl U CoeauHALIne UX getanu, a
TaKkKe Ha Mcnosibyemble 415 3TOro 06opyAoBaHne, UHCTPYMEHTbI U NPUCNOCO6/1eHUS.

HacTtoawwmii ctaHgapT He pacnpocTpaHsaeTcs:

- Ha npouecchbl U3roToBNeHMs aeTaneii n nonyabpukaTtos 13 NOIMMEPHBLIX MaTepuanos;

- COoeAVHeHMs, BbINOMHAEMbIE coYeTaHMeM CBapku U ApYrnx MeToAOB KpenseHus;

- ynpaB/ieHMe U 3KOHOMUWKY MpOL,EeCcCoB CBapK/M TepPMONIacToB.

HacTtoAwmii cTaHgapT cnegyeT NpMMeHsTb coBMecTHo ¢ TOCT P MCO 17659, TOCT P 58905, onpeae-
NeHns TEPMUHOB, XapakTepusylowme Tunbl WeoB cornacHo NOCT P 58904 B yactu ob6LLeil TEpMUHONIOTNN, He
3aBuUcsLLEl OT BUAOB CBapMBaeMbIX MaTepnasnos.

Knaccudprkauma npoueccoB cBapku NpuBefeHa B NPUNOXEHUN A, CXEMbl BUAOB CBapku NpuBefeHbl B
npunoxeHnn b. B KOMBUHUPOBAHHBLIX TEXHOIOTMYECKMX MpoLeccax AonyckaeTcs O4HOBPEMEHHOe UCNOoJib30-
BaHWe coyeTaHuii pasHbIX BUAOB CBapKU.

TepMuHbI, YCTaHOB/IEHHbIE HACTOSALWMM CTaH4ApPTOM, PEKOMEHAYTCA AN NPUMEHEHUSA BO BCEX BUAax
OokyMeHTauuy (cTaHgapTax, cBojax npaBus, TEXHUYECKOW WM AOTOBOPHOM AOKYMEHTauumn, TEXHUYECKO! Nu-
TepaTtype M T. A.) B ob6nacTn cBapkum TepMOnaacToB, BXOAALWMX B cdoepy AelicTBns paboT no cTaHgapTusaumm
n (MNKN) NCNOMb3YIOLWNX pe3ynbTaTbl 3TUX paboT.

2 HopmaTvBHbIe CCbI/IKA

B HacTosweM cTaHfapTe MCnosib30BaHbl HOPMAaTUBHbIE CCbIJIKWU Ha criefylolme cTaHgapThl:
FOCT P 58904 Capka M poAcTBeHHble npouecchl. Crioapb. Yacte 1. O6Wme TepMuHbI
FOCT P 58905 Capka 1 poactBeHHble npouecchl. CrioBapb. YacTb 3. CBapo4Hble NpoLecchl
FOCT P CO 17659 Capka. TepMMHbl MHOTOSI3bl4YHbIE A1 CBAPHbLIX COeANHEHWI

MpumeyaHune — T[py NONb30BAHUM HACTOSILLYIM CTaHAAPTOM LiesiecoobpasHo NpoBepUTh AeCTBUe CCbinoy-
HbIX CTAHAAPTOB B MHCIOPMALIMOHHOI cMcTeME O6LLErO Mo/b30BaHUS Ha OMLMANBLHOM caiiTe deaepasibHOro areHTcTBa
Mo TEXHUYECKOMY PEery/iMpoBaHuio U MeTPOJSIOrM B CETU VIHTEPHET WM Mo eXerogHoMy WMH(OPMaLMOHHOMY ykasate-
M0 «HaumoHanbHble CTaHA4aPTbl», KOTOPbIA OMy6/MKOBaH MO COCTOSIHUIO Ha 1 sHBaps TEKYLIEro roda, v no Bbinyckam
€XEMeCcsHHOT0 MH(OPMAaLMOHHOIO yKasaTess «HauyoHa/lbHble CTaHAaPTbI» 3a TeKylmii rog, Ec/im 3aMeHeH CCbINOoYHBbII
CTaHAapT, Ha KOTOpbIii AaHa HeAaTMpOBaHHAsi CCbifka, TO PEKOMEHAYETCS MCMO/b30BaTh AECTBYIOLLYI0 BEPCUIO 3TOTO
CTaHAapTa C YY4eTOM BCEX BHECEHHbIX B [AaHHYI BEPCUIO M3MEHEHUIA. ECfM 3aMeHEeH CCbI/TOYHbI CTaHAapT, Ha KOTopbliii
[laHa AaTMpOBaHHasl CCblKa, TO PEeKOMEHAYETCs 1CMo/b30BaTh BEPCHI0 3TOr0 CTaHAapTa C YKas3aHHbIM Bbille TOf0M YT-
BepxaeHus (NpuHsTus). Ecim nocne yTBEPXAEHWS HACTOALLEro CTaHAapTa B CCbUIOUHbIA CTaHAAPT, HA KOTOPbIA AaHa
[aTUpOBaHHas CCbifika, BHECEHO M3MEHeHWe, 3aTparvBatoLee NnosiokeHe, Ha KOTOPOe faHa CCbifka, TO 3TO MOJIoKeHue
peKkoMeHayeTcs NPUMEHSTb 6e3 yyeTa JaHHOrO0 M3MEHEHWsI. ECMM CCbIOYHbIA CTaHAAPT OTMEHEH Ge3 3aMeHbl, TO MoJ1o-
)XEHUE, B KOTOPOM faHa CCblIKa Ha HEro, PEKOMEHAYETCS NPUMEHSITb B UacTU, He 3aTparvBaioLleil 3Ty CCbiky.

M3pgaHue ouymansbHoe
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3 TepmuHbI 1 onpegenieHns

Oo6ume NoHATUSA

1 cBapka (TepmonnacTtoB): lNpouecc o6pa3oBaHUs HepasbeM-
HOr0 COeAMHEHUsI TEPMOM/IACTOB, OCHOBAHHbIA Ha 3anojiHeHWn 3a-
30pa Mexgy coefuHAEeMbIMU MOBEPXHOCTSAMU MaTepuasioM getasiei
nyTemM KpPaTKOBPEMEHHOr0o M SI0KaSIbHOTO U3MEHEHWUs1 COCTOSIHWSA Mo-
cnepHero, KOTOpbI fonyckaeTcsl ¢ NPUMEHEHUEM pacniasa Wim pac-
TBOpa NpUCafOYHOro martepuana, B pesysbTaTe 4ero nepBoHayasib-
Haa rpaHuua pasfena ucyesaet, NpeBpallascb B NepexoAHblii cnoii ¢
OAHOPOAHOW NN PasHOPOAHOW XUMUYECKOW CTPYKTYPOIA.

2 cBapka 6e3 npucagoyHoro martepuasna: Csapka, npu KoTo-
poii 06pa3oBaHNEe COEQUHEHUS U3OENNA NPOUCXOAUT TOMbKO 3a cyeT
OCHOBHOrO MaTepuana.

3 cBapka c npucagouHbiM MaTepuasioM: CBapka, Npu KOTOpPOi
B 06pa30BaHNN COeAMHEHMSI TEPMON/IACTOB AOMNOMHUTESNIbHO K OCHOB-
HOMY MaTepwasy yyacTByeT NpucafouHblii maTepua.

4 cBapka npsimbiM HarpesoM (Hpk. cBapka onjasfieHueMm; nps-
Mas csapka). Ceapka, Npv KOTOPOW Tensao wuunu usnyyvyeHne noaso-
OAT HenocpencTBEHHO K CBapuBaeMbliM NOBEPXHOCTAM.

5 cBapka KOCBEHHbIM HarpeBom (HpK. KOCBEHHasi cBapka):
Ceapka, npv KOTOpOii TENO WK U3ydeHne NoaBoAAT K CBapuBae-
MbIM NOBEPXHOCTSIM CKBO3b CTEHKY fleTasieil.

MpumeyaHusa

1 CBapka KOCBEHHbIM HarpeBOM MOXeT ObITb OAHOCTOPOHHEN, koraa
NPOLECC CBapKN MPOXOLMT CO CTOPOHbI OAHON AeTasin, WK [BYXCTOPOHHEN,
Korga npoLecc CBapky NMPOXoAMT CO CTOPOHbI 06enx geTaneil.

2 CBapka MOXeT MPOu3BOAUTLCA CHaYaula MPsIMbIM HarpeBoM, a 3aTem
KOCBEHHbIM.

6 HenpepbliBHada cBapka: CBapka Mpu HEenpepbLiBHOM nepeme-
LLeHMN UHCTPYMEHTAa WUN CBapMBaemMoro usgesnus.

7 npepbiBUcTasi cBapka: CBapka, NpuM KOTOPOi CBapOUHbIi
npoLecc YepeayeTcsi ¢ TEXHOMIOTMUYECKO Nay30ii, BO BPEMSI KOTOPOI
0CTaloTCA HeCBapeHHbIe YUYaCTKM.

8 pyuHasa cBapka: CBapka, BbiNosiHAeMas yesioBekom 6e3 npu-
MEHEHUs1 CPefCTB MexaHu3auun v aBTomMartu3auum, npu KOTopol Bce
onepauun TEXHOMIOTMYECKOro npolecca NpoBOAATCA BPYYHYIO.

en

fr

de

en

fr

de

en

fr

de

en
fr
de

en
fr
de

en
fr
de
en
fr
de
en
fr
de

welding of thermoplastics

soudage des
thermoplastiques

Schweiften von
Thermoplasten

welding without filler material

soudage sans produit
d'apport

Schwei&en ohne
Zusatzwerkstoff

welding with filler material

soudage avec un materiau
de remplissage

Schweiften mit
Zusatzwerkstoff

direct heating welding
soudage a feu direct

direktes
Heizelementschweipen

Indirect heating welding
soudage indirect de chaleur

idirektes
Heizelementschweipen

continuous welding
continue de soudage
kontinuierliche Schweifien
intermittent welding
intermittente de la soudure
Zeit weilige Schweiften
manual welding

soudage a la main

Handschweiften;
Manuelles Schweissen



9 mexaHu3MpoBaHHas ceapka: CBapka, 4aCTUYHO YNpassiB-
Masi Ye/IOBEKOM C UCMO/b30BaHNEM MallWMH U MEXaHW3MOB C Py4HbIM
KOHTPO/IEM MPOLECCOB CBapKMU.

10 nonyaBTOMaTU4eckasi cBapka: CBapka, 4aCTMYHO ynpasnsi-
emMasi Ye/lIoBeKOM M MallVHO C aBTOMATUYECKUM KOHTPOMIEM U peru-
cTpaumeli napameTpoB CBapKU.

11 aBTOMaTM4yeckass cBapka: CBapka, BbINosHieMasi MallUHOW,
OeNcTByloLWen No 3afgaHHOl nporpaMme C aBTOMaTtMY4eCKUM KOHTPO-
NeM NpOoLLeCcCOB CBapkn 6e3 HenocpeacTBEHHOIO y4yacTusi YeloBeka.

12

cBapka nnaeBfeHnem: CBapka MECTHbIM  Cr/iaB/eHNEM
conpsraemMoii(blXx) MOBepPXHOCTU(ein) 6€3 NPUNOXEHUS BHELIHEro
LaBneHus.

MpumeyaHne — OO6GbIMHO, HO He 006s3aTenbHO, Ao06GaBnseTcs

npUcagoYHbIii MaTepuarn.
FOCT P 58905—2020, ctaTbs 2.1.3]

13 cBapka c npegBapuTesnibHbIM Harpesom: CBapka, npu KOTo-
poil Aetanun nepeg HavyanoMm npoLecca npeasapuTenbHO NpPorpesatoT,
Hanpumep, ropsunum BO34YXOM, MU3YYEHUEM WAN WHbIM CNOCOGOM.

14 cBapka c nocneaywuwmum HarpeBsoM: CBapka, npu KOTOpO
nocsie OKOHYaHWs NpoLecca CBApHOW LUOB HarpeBatoT, Hanpuvep, ro-
pAYMM BO34YXOM, M3NYYEHUEM WU MUHLIM CNOCOGOM.

TepMuYyeckunin kKnacc

15 cBapka nnameHem: Bug cBapku, npu KOTOpoii Ansi Harpesa
MOBEPXHOCTEl coefMHsAEMbIX AeTasiell NCNOo/b3YoT OTKPbITOe naams.

16 cBapka u3nyuyeHuem: Bua cBapku, o6beauHsowmii cnoco-
Gbl, NMpY KOTOPbIX HarpeB COeaUHAEMbIX NOBEPXHOCTE AeTaneii npo-
ucxoAuT B pesynibTaTe Npeo6pasoBaHns B HUX SHEPTUW U3/TyUYeHusl B
TENNoTY.

17 cBapka nnasmoii: Bug cBapkuM, 06beanHSAWMA cnocobbl,
Npy KOTOPbIX HarpeB CoeAnHseMbIX NOBepPXHOCTel aeTaneli ocyulecT-
B/ISIETCA HW3KOTEMMepaTypHoOi nia3moii.
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mechanized welding
soudage mecanise
mechanisiertes Schweiften
semiautomatic welding
soudage semi-automatigue

halbautomatisches
Schweiften

automatic welding
soudage automatique

automatisches Schweissen;
vollautomatisches Schweissen

fusion welding
soudage par fusion

Schmelzschweiften

welding using before heating

soudage utilisant un avant-
chauffe

Schwei(3en mit Vorheizung

welding using following
heating

soudage utilisant un apres-
chauffage

Schweipen mit Nachheizung

flame welding

soudage a la flamme
Flammenschweipen

welding radiation

soudage est un rayonnement

Strahlungsschweipen

plasma welding
soudage a lare plasma

Plasmaschweiften
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18 cBeToBasi cBapka: CBapka W3/yyeHuMeM, Npu KOTOPOW WC-
Mo/b3yOT CBETOBbIE MyUN.

MpumevyaHne —
maTteprasioMm 1 6e3 Hero.

CeeToBasl cBapka NPOBOAMTCA C MPUCaf0UHbIM

19 nasepHasi cBapka: CBapka MW3/lyYeHMEM, MpU KOTOPOW WuC-
NOJSIb3YKT KOFEePEeHTHbI CBETOBOW Niyd B BUAMMOM WM MHppakpac-
HOM gmanasoHe A/IMH BOJIH, BO34ENCTBYHOLUX HAa cBapuBaeMble MNo-
BEPXHOCTMW.

MpumevaHne —
W NpepbIBUCTOIA.

NazepHas cBapka MOXeT ObITb HenpepbIBHOW

20 nasepHasa cBapka npocBeudMBaHWeM: JlasepHasa cBapka
nnaeneHveM, Npu KOTOPOW Nas3epHbIi /lyd NPoXoAnUT CKBO3b Mpo3pad-
HYI0 4151 HEro AeTasib, NPUXaTyr K NOBEPXHOCTU, U NornouaeTcs apy-
roii abcopbupytoweii ero getanbio, Ha KOTOPY OH CChOKYCMpOBaH.

MpumeyaHne — JlasepHasi cBapka NPOCBEYMBAHMEM MOXET ObITh
C NpUCagoYHbIM MaTepuasiom B BuAe NPOKNAAKN M3 MOIMMEPHOro MaTepu-
ana, Cnocob6HOIi MoA AEeCTBUMEM TEM/IOBOW, 3/1EKTPUYECKON WM 3HEprum
N3/Ty4eHns PEBEPCUBHO NpeBpallaTbCs B MaTtepuasl, siyylle Mor/owatoLimia
nasepHoe M3nyyeHre, YeM matepuan getaneil.

21 HenpepbiBHas slazepHasi cBapka Mo KOHTypy: JlazepHas
cBapka MpocBeuYMBaHMeM, NPU KOTOPOI CHOKYCUPOBAHHbLIA B NATHO
nasepHblii lydy nepemellaeTca nocrieoBaTeslbHO B0/ 3a[aHHOrO
KOHTypa CBapHOro LIBa.

22 HenpepbiBHaA nasepHaa pagunanbHasa cBapka: JlasepHas
cBapka NpocBeYMBaHWEM, MPU KOTOPOW Sla3epHblii yy OTK/IOHSIETCS C
NMOMOLLbIO 3epKkasnia 1 nonajaeTt Ha NoBepPXHOCTb AeTaneli ¢ Kpyrosow
(pagnanbHoIi) cummMeTpurelt nognexawmx coeanHeHno geTanei.

23 HenpepbIBHAs N1a3epHasi cBapka no TpadapeTy: flazepHas
cBapka npocBeuYMBaHMEM, NMPU KOTOPON MexXay WUCTOYHMKOM M3fydye-
HUS M CBapuBaeMbIMKU AeTasiaMuK fnomMellarT TpadhapeT, No3Bossio-
LWMIA OCYLWEeCTBNATb COEAMHEHUE B MecTax, KOTOpble He 3aTeHEeHbl
TpadhapeTtom.

24 HenpepbliBHasA Ja3epHas cBapka LWapuKom: JlasepHasa
cBapka MpocBeYrBaHMEM KOHTYPHOrO LIBa, MpPU KOTOPON NasepHblii
ny4 choKycMpoBaH B TOUYKY B 30HE KOHTakTa coefuHseMblX NOBepX-
HOCTeil ¢ nomoLbio CBOGOAHO BpaLlaloLWwerocss CTEKISHHOro Lwapu-
Ka, Haxogsulerocsa Ha BO3AYLUHOW OMope 1 co3jalollero AasfieHne B
TOYKE Ha coeMHAEeMOM y4yacTKe Mo Mepe TOro, Kak OH HenpepbiBHO
KatmTcsa no npo3padyHoli getanu.
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light-beam welding

soudage des rayons
lumineux

Lichtstrahlschweipen
laser welding
soudage au laser

Laserschweiflen

laser welding x-ray

soudage laser
radiographique

radiographisches
Laserschweiften

continuous laser welding
along the contour

continue de soudage au
laser sur le trace

Sequenzielles
Laserkonturschweipen

continuous welding laser
radial

continue laser radial soudage

Sequenzielles
Laserradialschweipen

continuous laser welding on
the stencil

continue de soudage au
laser sur le pochoir

Sequenzielles
Lasermaskenschweipen

continuous laser welding
using a glass ball

continue de soudage
au laser a l'aide de la boule
en verre

Sequenzielles
Laserglaskugelschweipen;
Globo-Schweifien
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25 HenpepbIiBHaA Nna3epHas cBapka MJeHoK unn getanei: Ma- en continuous laser welding of
3epHasi cBapka MpOCBeYMBaHMEM, MPW KOTOPOI MOMMMEPHbIE MNMEHKN films or parts
nnn getanu npvBefeHbl B KOHTAKT M HENPEPbLIBHO MPOXOAAT nog na-
LaloLWMM Ha HUX CDOKYCMPOBAHHLIM 1a3epPHbIM NIy4oM, Aasiee mexay
NPWXMMHbBIM WU TPaHCMOPTUPYIOLWMM ponukamu, rae dopmupyeTcs
CBapHOe coefuHEeHne, Kak npaBuao, C OAHOBPEMEHHbIM pasfgeneHun- de Sequenzielles Laser-
eM MnoJslydyaemMbIX pyKaBoOB. schweipen von Folien

continue de soudage au laser
de films ou de pieces de

26 nepuoguueckan [ogHOBpeMeHHas] nasepHaa cBapka: Ma- en  simultaneous laser welding
3epHas ceapka NpocBevnBaHeM, Npu KOTOPOoil NasepHblii iyd, NocTy-
natowmii 0T 04HOTO U HECKOMbKMX /TAa3epoB, pa3orpeBaeT ogHoBpe- A

MEHHO BCIO 30HY COeVHEHUA. de  Simultanlaserschweipen

soudage par laser simultane

27 KkBa3noAHOBpPEMEHHas sla3epHas cBapka: JlazepHaa csap- en qguasi-simultaneously laser
Ka npocBeyrBaHMeM, Npu KOTOPOIi ABa CKaHUPYHLLUX 3epKana OTK/0- welding
HAIOT CIOKYCUPOBAHHbIA B NATHO NasepHblii Ny4 1 HanpaBAsT ero ¢
BbICOKOI CKOPOCTbK BAOMb KOHTypa CBapHOro LUBa, NOCTEMEHHO Ha-
rpeBasi B TeYeHMe HeCKO/IbKMX NpPOBEeroB B OAHY CEKyHAYy cOoefnHsie-
Mbl€ Y4acTKu NOAMMEPHOro MaTeprana Ao BA3KOTeKyvero coctosHus, de quassi

Simultanslaserschweipen

soudage au laser quasi-
simultane

28 npepbIBUCTaA nNpsmasn na3epHas ceapka: JlasepHas ceapka en intermittent direct laser
MPsSIMbIM HarpeBoM, MPU KOTOPOI NasepHbIi Ny4y nogaeTca Mexgy co- welding
eVHAEMbIMW NOBEPXHOCTAMMN HENOCPEACTBEHHO Mepes UX KOHTakTu-

soudage intermittent par

poBaHmnemM. ‘
laser directement

intermittierendes direktes
Laserschweiften

29 npepbiBUCTadA NasepHas cBapka BCTbIK onslaBsieHMeM: /la- en  intermittent laser butt welding
3epHasi cBapka npsiMbIM HarpeBoM, Npu KOTOPOW MpoucxoauT niaene- by fusion (surface melting)
HME CKaHVPYIOLWMM Na3epHbIM Iy4OM ry60oK, 0(pOpM/IEHHbIX 3a OAHO
uenoe c getansamu, n ux conmxeHve n nepeopmoBaHme B pesynbTa-
Te MpUrnaxnBaHnsa 1 NPUKaTKK.

laser de soudage bout a
bout de faire fondre certains

composants
de Laser-Stumpfschweiftungen
Reflow
30 npepbIBUCTas nasepHas cBapka C NpuUcago4vHbIM MaTe- e laser welding with filler
pvanom: JlazepHasa cBapka C MoOraowawwmm c/roeM — nasepHas material

cBapka [AaBfieHUEM, NPU KOTOPOW Mexay CoeAuHAEMbIMU AeTansiMu
nomMeLLarT Npoknaaky “3 noJMMepHOro matepuana, cCnoco6HOro nog,
OEeNCTBMEM TEMN/I0BON, 3/IEKTPUYECKOA WM SHEPrMM U3NYYEHUs pe-
BEPCMBHO MpeBpalwatbcsi B MaTepuas, nydlle nornowawowuii nasep- de Laserstrahlschweipen mit
HOe M3/lydyeHue, Yem matepuan getaneil. Zusatzwerkstoff

soudage au laser avec un
materiau d'apport

31 cBapka MHMpakpacHbIM Kn3fiydeHnem: CBapka MW3/ly4eHu- en infrared welding

em, Mpy KOTOPOI UCMOb3YIT MHppaKpacHbIe JTyyu. .
P P Y (pakp y infrarouge de soudage

MpumeuvaHne — CBapka MH(PAKPACHBIM M3/TyUYEHNEM MOXET Bbl- )
NOSHATLCS MPSMbIM UM KOCBEHHLIM HArpeBOM. de Infrarotstrahlungsschweipen
32 cBapka UHJpaKpacHbIM U3/Ty4eHNEM C UCMNOJIb30BaHUEM  en infrared welding using a

3KpaHa: CBapka MH{IpakpacHbIM M31y4eHMEeM BCTbIK NO KOHTYpPY, Npu shield

KOTOPOIi Ha cTagun NPSIMOro Harpesa MexAy WCTOYHMKOM UKHdpa-
KpacHOro M3ny4YyeHus M cBapvMBaemoli feTasiblo pacnosiararT 3KpaH
13 MaTepuasna, oTpaxawLwero MHPpakpacHoe KU3NyyeHne, B KOTOPOM
BbINOJIHEHbI CKBO3HbIE Ma3bl, MO BCEMY KOHTYpPY COBMajallune ¢ KoH- de Infrarotstrahlungsschweipen
TYPOM KPOMOK CBapuBaeMoi geTtanu. mittels Schirmwand

soudage par rayonnement
infra-rouge avec protecteur
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33 cBapka nNpo3payHbIX 415 UHPaKpaCcHbIX fydeii aetanei:
CBapka UHpakpacHbIM M3/ly4YeHNeM KOCBEHHOIO Harpesa, npu KoTo-
poii mMexzy CBapvBaeMmbiMU MOBEPXHOCTAMW AeTaseil pacrnonaratoT
cnoii matepuana, NOrMoLWaLWero NHppakpacHoe uU3nydyeHue, nocne
yero cCHapyXwu WM U3HYTPU ydyacTka NepekpbITUS NoBepxHOCTel pac-
nonaralT UCTOUYHUK U3NTyUYEHWS.

TepMOMeEXaHUYECKUIA Kacc

34 cBapka HarpeTbiM ra3om (Hpk. cBapka ropsiuyvMMm rasom; ra-
30Bas cBapka): Bug csapkn, 06beauHsALWmMiA cnocobbl, NpyU KOTOPbIX
ONs Harpeea coeAuHSAEeMblX NOBEPXHOCTel AeTaneli UCNO/b3YyT Ha-
rpeTblii ras.

MpumeyaHne — CBapka HarpeTbiM rasoM MOXET BbINOSHATHCS
C MpUCaoYHbIM MaTepuasioM 1 6e3 Hero, HEMpepbIBHLIM U NPEPbLIBUCTLIM
LUBOM.

35 cBapka HarpeTbIM ra3oM Kpyr/bIM COM/IOM (CBapka Kone-
6aHmamn) (Hpk. MasTHUKOBas ceapka): CBapka HarpeTbiM rasom c
nprMcaZoyYHbIM MaTepuasioM, Npu KOTOPOW CBapOuYHbI annapart co-
BepllaeT konebartenbHble ABWMXEHUS B MOCKOCTW, 06pa3oBaHHOl
nNpMcazoyHbIM NPYTKOM M Hanpas/ieHNneM CBapHOro LuBa.

36 ckopoCTHasi cBapka HarpeTbIM rasoM (CBapka NpoTAruea-
HueMm): CBapka HarpeTbiM rasom ¢ NpPUCafoYHbIM MaTepuanom ¢ npu-
MEHEHWEM HacagKu, Mpu KOTOPOI NMPUCaA0UHbIA NMPYTOK HEMPEPLIBHO
nofaeTcs B OTBepCTME Hacajku NepeMellaeMoro Bfo/lb CBapHOro
LIBa CBApPOYHOrO annapata W NpuUriaxuBaeTcs UMEKLUMCs Ha Hei
BbICTYMOM.

37 cBapka HarpeTbiM ra3om KOCBEHHbIM HarpeBoM: Henpe-
pblBHas cBapka HarpeTbiM rasom 6e3 npucajovyHoro martepuana no-
BEPXHOCTEN, NMpU KOTOPOW CTpys rasa, Hanpas/fsiemasi C HapyXXHol
CTOpPOHbI NOBEPXHOCTEN, cO3aaeT AaBfeHne, Heobxoaumoe A5 ceap-
KN NMOBEPXHOCTEW.

38 cBapKka HarpeTbiM ra3oM MpsiMbiM HarpeBoM: Henpepbis-
Hasi cBapka HarpeTbiM rasom 6e3 npucafoyHOro mMaTtepuana, npu Ko-
TOPOW CTPYI0 HarpeToro rasa Hanpas/isiloT MeXay CBapuBaembiMU Mo-
BEPXHOCTSIMU, KOTOpble MOCc/ie HarpeBa MPUKaTLIBAKTCA APYT K ApYyry
no crneunanbHbIM PosivKam.
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welding of parts that are
transparent to infrared

soudage de pieces
transparentes pour les
rayons infrarouges

Schweiften transparenten fur
die Infrarot-Strahlen Details

hot gas welding
soudage au gaz chaud

Warmgasschweipen;
Heifigasschweifieri

hot gas round nozzle
welding;

welding vibration;
hot-gas welding with filler
material

soudage de buses rondes a
gaz chaud;
soudage fluctuations

HeiftgasrunddiisenschweiRen;
Warmgas-FachelschweifSen

hot gas speed welding;
welding rod is pulled

soudage rapide au gaz
chaud;

soudage a l'arcavec
electrodefourree

Heifigasgeschwindigkeits-
schweiften;
Warmgas-Ziehschweipen

heated gas welding by
indirect heating

soudage au gaz par
chauffage agissant
indirectement

indirektes Heizgasschweiften
direct heated gas welding

soudage au gaz a chauffage
direct

direktes Heizgasschweiften



39 pyuyHasi cBapka HarpeTbiM rasom 6e3 npuMcagoy4yHoro npyT-
Ka: Bug cBapku HarpeTbiM rasoMm, BbINOIHAEMOW BPYUHYH, Mpu KOTO-
poii NOBEPXHOCTU AeTaneii coegnHAT 6e3 NPUMEHEeHNs npucagouy-
HOro mMaTepuana.

40
cafloyHOoro npyTkKa: Bug CBapku HarpeTbiM rasoM, BbINOSHAEMON ¢
MCMONb30BAHMEM MAalUUH N MEXaHW3MOB, NPV KOTOPOI MOBEPXHOCTM
feTaneit coefuHAOT 63 NpYMEeHeHUs1 NpucagoyYyHoro matepuana.

41
AOYHbIM MPYTKOM: Buf cBapkuM HarpeTbiM rasoM, BbINOMHSEMOl ¢
MCNO/Ib30BaHNEM MALUUH ¥ MEXaHWU3MOB, MPU KOTOPOI MOBEPXHOCTU
feTaneii coefVHAOT C NPUMEHEHWEM NPUCAL0YHOr0 MaTepuana.

42 KOHBEKLUMOHHasi cBapka HarpeTbiM rasom: CBapka, Npu Ko-
TOPOi1 HarpeB CoefNHSEMbIX NOBEPXHOCTEN aeTaneii ocyllecTBAseT-
CS B Cpefle HarpeToro rasa.

43 cBapkKa HarpeTbiM MHCTPYMeHTOM (Hpk. KOHTakTHas cBap-
Ka): Bug cBapku, 06beuHAWNIA cnocobbl, Npu KOTOPbIX ANA Nog-
BOJa Tenja K CoefVHSEMbIM MOBEPXHOCTAM JeTaneil Mcnonb3yloT
HarpeTblii UHCTPYMEHT, yAa/ISEMbIA U3 30HbI CBApPKM MO OKOHYaHUM
Harpesa.

MpumevaHune
HbIM HarpeBoM.

— CBapka MOXeT NpPoBOAUTLCA NPAMbIM N KOCBEH-

44 cBapka HarpeTbiM WHCTPYMEHTOM BCTbIK (HpK. CTbiKoBas
cBapka). CBapka NpsimblM HarpeBoM, Npu KOTOPOW HarpeTblii MHCTPY-
MEHT O4HOBPEMEHHO NPOrpeBaeT TOPLbl COeAUHAEMbIX 3/IEMEHTOB.

MpumeyaHune HarpeTblii MHCTPYMEHT MOXET MMETb MJIOCKYH
UAn NpotnanpoBaHHyto hopmy.

45 cBapka HarpeTblM MWHCTpymMeHTOM BpacTpy6 (Hpk. pac-
TpybHas cBapka): CBapka MpsMbIM HarpeBoM, Npu KOTOPON Harpe-
TbIi UHCTPYMEHT O4HOBPEMEHHO MPOrpeBaeT HapyXHYH NMOBEPXHOCTb
TPYOGHOro KOHUA OAHOr0 CBapuBaeMOro U3fAesivs U BHYTPEHHIOW MO-
BEPXHOCTb pacTpybHOro KoHLAa ApYroro CBapMBaemoro 13gesnus.
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hot gas manual welding
without welding rod

soudage manuel au gaz
chaud sans baguette de
soudage

HeiRgas-Handschweiften
ohne Schweifklraht

erhot gas machine welding
without welding rod

soudage mecanise au gaz
chauffe sans baguettes
d’apport

mechanisches
Heizgasschweiften ohne
Schweiftzusatzwerkstoffen

erhot gas machine welding
with welding rod

soudage mecanise au gaz
chauffe avec baguettes
d’apport

mechanisches
Heizgasschweiften mit
SchweiRzusatzwerkstoffen

hot gas convection welding

soudage par convection au
gaz chaud

Heiftgas-
Konvektionsschweiflen

heated tool welding

soudage par element
chauffant

Heizelementschweipen

butt welding
soudage bout-a-bout

Stumpfschweiften

socket fusion welding

soudage par fusion a
emboiture

Heizmuffenschweiften
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46 cBapka HarpeTbIM KIMHOM: HenpepbiBHas cBapka Harpe-
TbIM MHCTPYMEHTOM NPSIMbIM HarpesoM, Npu KOTOPOl paboyas yacTb
HarpeToro MHCTPyMeHTa uMeeT DopMy KIuHa.

47 cBapKa NMUPOTEXHUYECKN HArpeBaemMbiM WHCTPYMEHTOM:
CBapka HarpeTbiM MHCTPYMEHTOM, TEeMN/Io K KOTOPOMy nepeaeTtcsi oT
ropsiliero NMPOTEXHUYECKOro cocTaga.

48 BblCOKOTEMMepaTypHasa cBapka: CBapka HarpeTbiM UHCTPY-
MEHTOM NPSIMbIM HarpeBoOM, MpPU KOTOPOW Temnepartypa paboueli no-
BEPXHOCTW HArpeToro MHCTPYMEHTa 3HAaYUTEe/IbHO NpeBbIaeT Temne-

patypy AecTpyKLuM nosmmepa.

49 TepMOKOMNpPECCMOHHasa cBapka: CBapka HarpeTtbiM MHCTPY-
MEHTOM fJeTaneil M3 TepmMonaacToB, MPOBOAUMAS C MOBbIWEHHbIM
AaBneHnem.

50 cBapka HarpeTbiM WHCTPYMEHTOM CeAJ/10BbiX AeTasieii:
CBapka npsAMbIM HarpeBoOM, NPV KOTOPOW HarpeTblii MHCTPYMEHT 04-
HOBPEMEHHO MporpeBaeT Hapy>XHYK NOBEPXHOCTb TPYObl (KOHCTPYK-
LUuM) M BHYTPEHHIOK MOBEPXHOCTb AeTasnuv, npunerawuleli Kk Tpybe
(KOHCTpPYKLMK).

51 cBapka HarpeTbiM MJIOCKMM MHCTPYMEHTOM [M1aCTUHOWA]:
CBapka, Npv KOTOpoli Ansi noABoga Tenna K CoefAuMHAeMbIM MOBeEpX-
HOCTSIM fieTaneii UCnoNb3yloT MOCKUI HarpeBaTesb.

52 cBapKa HarpeTbIM MHCTPYMEHTOM MponnasneHnemM: Ceap-
Ka KOCBEHHbIM HarpeBoOM, MpWU KOTOPOI HarpeThblil MHCTPYMEHT B Bue
CTEPXKHSI C paboyM KOHLIOM KOHWYECKOl (hOpMbl NMPOXOAUT CKBO3b
BEPXHIOW feTalb U Yriy6nsieTcsl B HWXKHIOW, OCYLLECTB/sSSA NOABOJ
Tenna K NosIMMepHOMY MaTepuasly BOKPYr 30Hbl OTBEPCTUSI.

53

cBapka fgaBnieHveM: CBapka C NPUIOXEHUEM BHeLUHel Cunbl,
[lOCTaTOYHOW ANs Toro, YTo6bl BbI3BATh GO/bLUYI0 WAW MEHbLLYHO
cTeneHb NAacTUYECKON AedopMauuu AByX Npuerawlimx noBepx-
HocTeld, Kak npaBusio, 6e3 nNpucafo4yHoro Martepuana.

MpumeuyaHue 1 — O6bIMHO, HO He 06s3aTeNbHO, NpUerat-
LMie NMOBEPXHOCTM HarpeBaloTcs A7l TOro, YToObl HauyaTb WM Y/y4ylunTb
coefIHEHVE.

[FOCT P 58905—2020, cTtatbsa 2.1.2

MpumeuyaHne 2 — lMnactnyeckas AedpopmMaunst MOXET BbiTb Bbl-
3BaHa BO3LENICTBMEM HArpeToro MHCTPYMEHTA, Y/bTPasByka WM BbICOKOYA-
CTOTHOrO MOJIS.
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heated wedge welding

soudage est chauffe par le
coin

Heizkeilschwei|3en

pyrotechnical heated tool
welding

soudage par element
chauffant pyrotechnique

Schweipen mit Hilfe pyro-
technische Heizelement

high-temperature welding

soudage a haute
temperature

Hochtemperaturschweipen
hot bar welding

soudage par
thermocompression

Thermokompressionsschwei-
8en

saddle fusion welding

soudage par fusion de la
selle

Schmelzschweiften im Sattel
hot plate welding

soudage a chaud
Heizplattenschweiften
heated tool fmelting welding

soudage fusion par
elementchauffant

Heizelementdurchschmel-zu-
ngschweipen

welding with pressure
soudage outils de presse

Prepschweipen



54 ponukoBasi cBapka: CBapka KOCBEHHbIM HarpeBoM, MpU Ko-
TOPOI NCNO/Mb3yeTca UHCTPYMEHT B BUAE POJIMKA.

MpumedyaHue — VIHCTPYMEHT MOXET GbITb HArpeTbIM, WK YbTpa-
3BYKOBbIM, WM HAXOAALMMCS B BbICOKOYACTOTHOM MOJIE.

55 fieHToYHas cBapka: CBapka KOCBEHHbIM HarpeBoM, Mpu Ko-
TOPOI UCMO/b3YeTCs HarpeTblii MHCTPYMEHT B (DOPME NIEHTbLI, Henpe-
PbIBHO MEpPeMeLL,aemMoil COBMECTHO CO CBApYBaEMbIM MaTepuasiom.

56 cBapka C AOMNOJIHATE/IbHLIMW TEM/IONPOBOAAWMMU MPO-
knagkamu: CBapka M/IEHOK C OXNIAXAEHUEM MOf, AaB/IEHUEM MOCTO-
SIHHO HarpeTbIM MHCTPYMEHTOM, NpW KOTOpOU Tenaonepeaayvy K niaeH-
Kam OCYLLeCTBASIIOT uyepe3 [Be [OMNOJSIHUTENIbHbIE MeTasl/iyeckue
NTeHTOYHbIE MPOKIAAKM, pacnosiaraemble nocnefoBaTesisHO B Havyane
npouecca mMexay NocTOsHHO HarpeTbiMU MHCTPYMEHTaMU 1 cBapvBa-
€MbIMW NJIEHKAMM, a 3aTeEM MeXAy OXNaX4aeMbIMU MHCTPYMEHTaMU
I CBAPHbLIM LUBOM.

57 TepMoOUMMY/bCHan ceapka: CBapKka KOCBEHHbIM HArpesoM,
MpY KOTOPOIA TEN/I0 K COeAUHAEMbIM NMOBEPXHOCTAM MOAAI0T OT Masio-
VHEPLMOHHOIO pesncTopa, HarpeBaeMoro MMMy/IbCOM 3/1EKTPUYECKO-
ro TOKa, M OXMaXAeHne LBa NPOU3BOAAT Nof AAB/IEHUEM.

MpnmeyaHne — MOXeT OCYLECTBMATLCA MO CXEMe C OAHOCTO-
POHHWUM WY ABYCTOPOHHMM HarpeBoM.

58 cBapka 3aknagHbimM HarpeBaTenem (Hpk. anekTpomydTo-
Ba/1 cBapka; anekTpodys3noHHas ceapka). Bug csapku, o6beanHs-
lowmiAi cnoco6bl, MpY KOTOPbIX A1 HarpeBa COeAMHSEMbIX MOBEpPX-
HocTell geTanei NCnonb3yT HarpeBaTesibHbI 3/1IEMEHT, BCTPOEHHbI
WM pacnosnaraemblii Ha OA4HOW M3 CBapMBaeMbIX MOBEPXHOCTEN unm
MeXJy CBapvMBaeMbiM/ NMOBEPXHOCTSIMM, OCTaloLMiAca nocne 3aBep-
LIeHUs npouecca B CBapHOM LLBeE.

59 nHaykuMoHHada ceapka: CBapka 3aknagHbIM HarpesaTesiem,
HarpesaeMbIM B Nnosie NHAYKTOPA.

MpumeyaHune — B KauecTBe 3aKnafHbIX Harpesarenein MoryT uc-
No/Sb30BaTLCA METa/I/IMYECKME 3MeMEHTbI, MOPOLLKA M OKCUAbl MeTasfoBs, a
TakKKe YrnepogHoe BOJIOKHO.

60 cBapka 3a/MBKOW pacnnasa [pacnnasoMm]: Bug csapku,
00beMHSALWMNIA cnocobbl, NpPU KOTOPbIX A1s1 HarpeBa CoeAUHSIEMbIX
NOBEPXHOCTEN AeTanein UCNonb3ylT HarpeTblit 40 BA3KOTEKYYEro co-
CTOSIHWS MpUcafoYHbIli MaTepuvarn.

61 SKCTpPy3MOHHasa cBapka (HpK. cBapka py4HOli 3KCTpy3unen):
CBapka, Mnpy KOTOpOW pacnsiaBfeHHblli NPUCagoYHbIii MaTepuan no-
[JaeTca B 30HY CBapKM M3 CBAPOYHOrO 3KCTpyAepa.

62 9KCTPY3NOHHAs CBapKa HansaBKoi: SKCTpy3noHHAst ceap-
ka, MpW KOTOpOI pacniaB MNpucafoyHoro Martepuana nogaeTcs Mo
KPOMKe AeTanu, Y/I0XeHHOW Ha Apyryio aetasb.

en

de

en

de

en

de

en

en

de

en

de

en

de

en

de

en

de

FOCT P 72533—2026

roll welding
soudage a la molette

Rollschweiften

belt welding
bandes de soudage
Bandschweipen

welding with additional heat-
conducting intermediate layer

soudage avec addition d’'une
couche intermediate thermo
conductibilite

Schweipen mittels Zusatzes
zwischen lageaus-warmelei-
tendes Material

thermal impulse welding

soudage par impulsions
thermiques

Warmeimpulsschwei(3en

electrofusion welding
soudage par electrofusion

Heizwendelschweifien

iduction welding
soudage par induction

Induktionsschweipen

flow fusion welding
soudage par fusion en flux
Fliefischmelzschweiften
extrusion welding
soudage par extrusion
Extrusionsschweipen
extrusion fillet welding

soudage par extrusion avec
recharge

Extrusionskehlnahtschweiften
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63 aKCTPY3MOHHO-Ta3oBasi cBapka: KoMGUHMpoOBaHHAas CBapka,
couyeTarlas IKCTPY3NOHHYIO CBapKy C npeaBapuTesibHbIM MnoAorpe-
BOM COEAMHAEMbIX MOBEPXHOCTEN MPENMyLLECTBEHHO HArpeTbiM ra-
30M.

64 3KCTPY3MOHHasi cBapka C NPUHYAUTENbHbLIM CMELIMBaHU-
eM: DKCTPY3nOHHO-ra3oBasi cBapka BCTbIK, MPU KOTOpOli BpallatoLnii-
CSl 3/IEMEHT 3axBaTblBAET NPeLBAPUTE/ILHO HArpeTblli ra3oM MaTepu-
an CTblIKyeMblX KPOMOK AeTasieil M CMeLWVBaeT C 3KCTPyAupyeMmbiM
NONUMEpPHbIM MaTeprasiom.

65 cBapka nuTbeM nog fasrieHneM: Ceapka pacnniasom, npu
KOTOPOW pacnnaBfieHHbIi NpUCcafoYHbI MaTepuan nogaeTcs K Co-
€[ MHSIEMbIM NMOBEPXHOCTAM M3 COMNa NTbEBOI MaLLUHBI.

66 cBapka pacTtBopuTesiem: Bua cBapku, 06beanHALWMA cno-
CO6bl, NPU KOTOPbIX U3MEHEHNE COCTOSAHUSA TepMonaacTa NpoucxoanT
npy BPEMEHHOM MNPUCYTCTBUU €0 pacTBOpUTENS.

67 cBapka CBs3ylOLWNM pacTBopoM: CBapka pacTBOpUTENEM,
cogepxalmm TepMonaacTUUHbI NosiMMep TOro Xe COoCTaBa, UYTo U
coefiHsieMble nU3aenus.

68 cBapka 6e3 rpata: CBapka HarpetbiM MHCTPYMEHTOM C npu-
MeHeHMeM YCTPOICTBa, NPEensiTCTBYIOWErO BbIXOAy pacnniasa M 06-
pasoBaHWio rparta.

MexaHun4veckuii Knacc
69

cBapka yfnbTpa3BykoBasi: CBapka AaB/ieHWeM, Npu KoTOpoi
MexaHuuYeckme KosebaHus BbICOKMX 4acTOT W HWU3KOW amMnauTyfbl,
cosgalollme ctaTuyeckyto ciuny, 06pasytoT CBapHO LWOB MexXay ABY-
Ma AeTansiMu Npu TeMNepaType 3HAUUTENIbHO HUKEe TOUKW MiaBne-
HWSt maTepuana.

[FOCT P 58905—2020, cTtaTba 2.2.1.6.1]

MpumedyaHne — YnbTpasBykoBasi CBapka MOXET ObITb B/IVKHEN
WM AgasbHel B 3aBMCMMOCTM OT MecTa BBOAA MeXaHUYecKux konebaHuin Ha
paccTosiHue He 6onee 5 MM (61KHAS) UK CBbiwe 5 MM (JasibHAS) OT MecTa
CBapKw.

70 ynbTpasBykoBasi cBapka gaBsieHuem: Bug cBapku c npu-
MEHEHNEM MPECCOBOr0 MeXaHW3Ma, BbIMOJIHSeMasi 3a 04HO pabouee
[ABWXEHNEe WHCTPYMEHTa U MO3BOMSIOWAS U3roTaB/IMBaTb TOUYEUHbIE,
NPSIMOSIVHERHbIE U KOHTYPHbIE LUBbI.
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hot gas extrusionwelding

soudage au gaz et par
extrusion

Warmgas-Extrusionsch-
weipen

forced mixed extrusion
welding

soudage par extrusion avec
melange force

Extrusionsschwei(3en mit
Zwangsvermischung

pressure die-casting welding

soudage par coulage sous
pression

Spritzgieschweipen
solvent welding

soudage par solvent
soudage au solvant

SchweiRen mit Losungsmittel
solvent cement welding
soudage au ciment a solvant

Schweifien mit
Losungsmittelzement

flash-free welding
soudage sans etincelles

Abbrandfreies Schweiften

ultrasonic welding

soudage ultrasonique;
soudage par ultrasons

Ultraschallschweiften

ultrasonic-pressure welding

soudage sous pression par
ultrason

Ultraschall-Pressen-
Schweipen



71 ToyeuHas yNbTpa3BYyKOBasi CBapka Ha ornope: Y/bTpassy-
KoBasi cBapka, Npu KOTOPOW A/ KOHLUEHTPMPOBAHMS MeXaHUYecKo
3HEPIM B 30HE LUBA UCMOMbL3YETCA onopa, UMetowas opMy yceueH-
HOrO KOHyCa W/ KOHMYECKYHO chopMmy.

72 ynbTpa3ByKoBasi cBapkKa KOHTYPHOrO WBa Kacate/ibHbIMU
KonebaHusMUW: YnbTpasBykoBas cBapka, NMpu KOTOPOWA nakeT w3 /iu-
CTOBbIX TEPMOMNAACTOB YKNaAblBAE€TCA Ha M/IOCKYI0 NPSIMOYTOfIbHYHO
NAaCcTUHY, ABASIOWYIOCA HAKOHEYHUKOM BOJSIHOBOAA M COBEPLUAIOLLYIO
KonebaHmss B CBOEW MAIOCKOCTU, M MPMXUMAETCA K NiacTMHe LwTaMm-
nomM, ¢oopma paboueli NOBEPXHOCTM KOTOPOro OnpenensieT KoHQury-
paLuio CBapHOro LuBa.

73

cBapka TpeHueMm: CBapka AaBneHvnem, Npu KOTopoi noBepx-
HOCTU 06bIYHO HarpeBatloTCs TPeHWEeM 3a CYeT BpalleHusl OfHON 1n
06eunx getaneli, KOHTaKTUPYOLWMX APYr C APYrOM, WU C NMOMOLLbO
OTAENbHOrO BpaLLalLErocsl 31eMeHTa TPEHUS.

MpumeuaHue — Csapka 3aBepLIAETCS YCUIMEM OCAfKW, Kak
npasuIo, Nocse Toro, Kak BpallieHne NpekpaTuIoch.

[FTOCT P 58905—2020, ctaTbs 2.2.1.6.3]

74 poTauuoHHasa cBapka TpeHunem: CBapka TPeHUeM, MNpu KOTo-
poli B3auMHOe nepeMelleHue coefnHsieMbiX AeTaneil ocylecTBs-
eTca UX BpalleHnemM.

75 opbuTasnibHasi cBapka TpeHueM: PoTauvoHHas cBapka Tpe-
HVYeM, MpU KOTOPOI OofHa W3 fAeTaseil HemoABWXHa, a BTopas, npu-
Xartasi K MepBoOil, coBepLlaeT 3//IMNCOMAHOE NocKkonapassienbHoe
[ABUXeHNe.

76 MynbTuopGMTanbHas cBapka TpeHuem: Op6uTanbHas cBap-
ka TpeHVWeM, Npyu KoTopoli Ha NepBoli CTaAnu BBOAMTCS Heobxoanmoe
KOSIMYECTBO 3HePrun 6narofapsi TPEHUO AeTasneld, oCyLLecTBASEMO-
My B O4HOM HanpaB/leHWM U Ha BTOPOIi cTaguu nocne 6bICTPOro npe-
KpalLeHusi opbuTasibHOro ABUXeHUs 06e coeguHsieMble NOBEPXHOCTU
NPMXUMAIOTCS APYT K APYTY 10 OKOHUYAHUSA OXNaXaeHUs.

77 cBapka TpeHneM BpallalolmnmMca CTepxXHem: PoTtaunoHHas
CBapKa TpPEeHWEM, MpU KOTOPOW Bpallalowmiics BOKPYr COOGCTBEHHOW
OCU MHCTPYMEHT B BUJE CTEPXHS MepeMeLlaeTcsl BAOMb CTbiKa MeXay
npmxatbiMu APYT K ApYry AeTansMmu.

78 cBapka TpPeHWEM BUGPUPYIOLIUM CTepXHeM: PoTauuoH-
Has cBapka TPEHWEM, Mpu KOTOPOI B 30HE CThika AeTaneit BUGpupy-
€T B3aj W Brepes MeTa/l/INYeckuil CTepxeHb 1 B pesysibTaTe TPeHus
OCYLLLECTB/IAET HArpeB W naaBfieHne TepMonsacra.
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spot ultrasonic welding on
a support

soudage par points ultrasons
sur support

Punkt ultraschallschweipen
auf Unterlage

ultrasonic welding of contour
seam using tangential
oscillation

soudage par ultrason d’une
soudure circonferentielle en
oscillations tangents

Ultraschallkonturschweipen
mit telstangentialen Schwin-
gungen

friction welding

soudage par friction

Reibschweipen

rotational friction welding
soudage par friction rotative
Rotationsreibschweipen
orbital friction welding
soudage orbital par friction
Orbitalreibschweipen

multi orbital friction welding

soudure par friction multi-
orbitale

Multiorbitales Reibschweiften

rotating rod friction welding

soudage par friction a la
barre rotative

Rotationsstab-Reibschweiften

friction welding using
vibrated tool

soudage par friction avec
outil vibrant

Reibschweiften mit
vibrierendem Werkzeug
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79 KOCBEHHas poTauuoHHasi cBapka TpeHMem (Hpk. cBapka
TPpeHWeM c 3aknafHbiM 3/1IEMEHTOM; CBapka TPEHMEM C MPOMEXY-
TOYHOI BCTAaBKOI): PoTaunoHHas cBapka TpPeHMeM, Mpu KOTOpOii co-
efVHsieMble AeTany HenoABWXHbI, a BpalleHW0 nogBepraeTcst npo-
MEXYTOUYHas BCTaBKa Mexay HUMMU.

80 cBapKka TpeHMeM KOHMYEeCcKMMW BcTaBkamu: CBapka Tpe-
HMEM, MPW KOTOPOIi B 0DOPMJIEHHbIE BAO/b 30HbI CTbiKa KOHMYECcKMe
OTBEpPCTUSI BBOAATCS MPU BpaleHWn BCTaBKW B BUAE YCEUYEHHOTO KO-
Hyca.

81 cBapka BnbpoTpeHnem: CBapka TpeHueM, nNpu KOTopoli B3a-
UMHOE nepemellleHne coeAuHseMblX aeTaneli Apyr OTHOCMTENbHO
[Apyra ocyliecTBnseTcs B pesynbrare KonebaHuii 0fHOW U3 HUX B No-
CKOCTW, NepneHauKkyapHON cune npwxnma getanei.

MpumeuyaHne — CBapka MOXET 6biTb YI/I0BOI 1 NPSIMOSIMHEIHOIA,
Korja [eTaslb COBEpLUAET NPsiMOSIUHeliHble konebaHust Wau YriioBoi, korga
[leTa/lb COBepLUaeT MOBOPOTbI BOKPYr OCY, COBMajawLleli ¢ Hanpas/fieHneM
npUXMMa.

D/IeEKTPOMEXAaHNYECKNI Knacc

82 BbICOKOYACTOTHasA cBapka: Bug cBapku, 06beguHALWNIA
crnocobbl CBapku, MpU KOTOPbIX UCMOMb3yeTca AU3NEKTPUYECKUli Ha-
rpeB coefvHseMblX AeTaneili B NepeMeHHOM 3/IeKTPUYECKOM nosie
MerarepLoBoro guana3oHa 4acTor.

MpumeyaHne — B HOpPMaTUBHbLIX [OOKYMEHTax WCMNO/b3yoTCA
aHasiorMyHble HasBaHWA «AU3NIEKTpUYeCcKasda CBapkKa» U «pagnoyacTtoTHas
CBapka».

83 cBepXxBbICOKOUACTOTHasl CBapKa: BbicokouyacToTHas cBap-
Ka, BbINO/IHAEMas NpU UCNOJSIb30BaHUN NEPEMEHHbIX 3/TIEKTPOMArHnT-
HbIX NoJieli rrarepLOBOro AvanasoHa yacTor.

MpumeyaHne — B HOPMATUBHbIX JOKYMEHTAX UCMO/b3yeTCsl aHa-
NIOFMYHOE Ha3BaHMe «MUKPOBOJ/IHOBAs! CBapKax.

84 3/1eKTPOKOHTaKTHAs cBapka: Bug cBapku, 06beauHsIoLmMii
cnoco6bl, NpU KOTOPbLIX WUCMOJSIb3yeTCs Tenso, BblAensiolieecsi B CO-
eAVHSAEeMbIX AeTasIsiX Npu NPOXOXAEHUN INIEKTPUYECKOTO TOKA.

Tunbl COeAVHEHN N aeTanen

85 rmbkoe cBapHoe coeguHeHue neHT: CBapHOe coeauHeHue
NIEHT U3 CUHTETUYECKMX TKaHel ¢ TepMONNaCcTUUYHbIM NOKPbITUEM, W3-
rOTOB/IEHHOE CBAapKO WUX KOHLOB, OAWH M3 KOTOPbIX B 30HE CBapkKu
umeeT OTBEPCTWSA, B KOTOpble BXOAMT pacnias TepmonjacTta KoHua
NprUcoenHAEMOl NEeHTbI.
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indirect rotary friction welding

soudage par friction rotative
indirectement

Indirektes Rotationsreibsch-
weipen

friction welding with conical
inserts

soudage par friction avec
inserts coniques

ReibschweiRen mit
konischen Einsatzen

vibration friction welding

soudage par friction
vibratoire

Vibrationsreibschweipen

high-frequency welding

soudage par haute frequen-
ce;
soudage a haute frequence

Hochfrequenzschweipen

ultrahigh-frequency welding;
microwave welding

soudage a ultra-haute fre-
guence;
soudage par micro-ondes

Ultrahochfrequenzschweipen;
Mikrowellenschweifien

electro contact welding

soudage a contacts
electriques

Elektrokontaktschweipen

flexible welded joint of band

joint soude flexible des
bandes

flexible Schweiftverbindung
des Bandes



86 [OBYXCKOCHOE Hax/lecTouHoe coepguHeHue (Hpk. Haxne-
CTOYHOE COefMHEHNe CO CKOCOM KpoMok): CoeauHEHUE, B KOTOPOM
GOKOBbIE, HE Moa/iexallne cBapke NOBEPXHOCTU feTasieil CKOLIEHbI.

87 KOHTPOJ/IbHOE CBapHoe coefuHeHue: CBapHoe coefnHe-
HWe, BbIMOJIHEHHOE C Le/bi0 KOHTPO/IS MPaBWU/ILHOCTU BblGopa KOH-
CTPYKUUM COefMHeHusl, napamMeTpoB MpolLecca CBapku W npucamouy-
Horo marepwuasna.

88 mydToBoe coeanHeHune: CoeanHeHne Tpy6 nnm qUTUHIOB C
TPYOHBIMU KOHLL @MW nocpeacTtsoM MyqdThl.

89

Hax/1ecTouHoe coefuHeHue: Tun coefuHEHUs, NPU KOTOPOM
feTanu napannesibHbl ApYyr APYry U 4acTUYHO MEepeKpbIBaT Apyr

Apyra.
[FOCT P UCO 17659—2009, cTatbst 3.9]

90 cBapHOe coefVHeHWe C ABYXCTOPOHHUM ob6xaTtmem: Co-
efVHeHne, BbINOSIHEHHOE Y/bTPa3BYKOBOW CBapKOl C 3amnpecCOBKOW,
npy KOTOPOIA 3anpeccoBbiBaeMas AeTanb npueBapueaeTcs € BYX CTO-
POH nasa, npuyemM ee TOpLOBaA NOBEPXHOCTb MOXET ObITb C KOHLEH-
TPaTOpPOM 3HEPrun Uan rNagkom.

91 cBapHOe coefiHeHNe C ABYXCTOPOHHUM OGXaTuem U co
CMellleHNEM KpPOMOK: CBapHOe COEe[MHEHME C [ABYXCTOPOHHUM 06-
XaTtuem, B KOTOPOM KPOMKM Mas3a CMelleHbl Mo BbiCOTe OTHOCUTEbHO

Apyr apyra.

92

CTbIKOBOE coefiIuHeHMe: Tun coeguMHEeHUs, Npu KOTOPOM feTa-
NN nexaT B OA4HOW M/IOCKOCTU U NPUMbIKAKT APYT K APYT TOPLOBbIMU
NOBEPXHOCTSMMN.

[FTOCT P NCO 17659—2009, ctatbs 3.7]

93 pacTpybHoe coeguHeHue: CoefuHeHMe, B KOTOPOM KOHeLl,
OfHOW TPy6bl BXOAUT B pacTpyOHbIli KOHeL, OUTUHra Wan Apyroi npu-
coeauHAeMOli Tpyobl.

en

fr

de

en
fr
de
en
fr
de

en
fr
de

en

fr

de

en

fr

de

en
fr
de

en
fr
de

FOCT P 72533—2026

overlap joint with beveled
edges

joint soude par recouvrement
avec deux bords chanfreines

Uberlappverbindung mit zwei-
seitige Kantenabschragung

pilot welding joint
controle le joint soude
Kontrollschwei(3ung
coupling connection
joint par manchon

Muffen-Verbindung

overlap joint
joint a recouvrement
einschnittige Uberlappung

weld with two-way
compression

joint soude avec deux voies
de compression

doppelseitige Crimp-
SchweiRverbindung

weld with two-way
compression and offset edges

joint soude avec
compression double face et
deplacement des bords

Schweiftverbindung mit
beidseitiger Kompression
und Kantenverschiebung

butt joint
joint bout a bout

Stumpfverbindung;
Stumpfstofi
socket connection

delphine brunel

Muffenrohrverbindung

13
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94 3arnywka: [leTanb ¢ OAHUM KOHLOM, NpefHasHayeHHas a8 en plug
NoSyYeHWs1 CBAPHOr0 COeAMHEHUA C NOAMMEpPHON Tpy6oin u/vnn 3a-
fr obturateur

BepLUeHns Tpybonposoga.

MpumMmeyaHuns de Blindstopfen

1 3arfyuika MoXeT UMETb TPY6HbI UM PacTpyGHbI KOHeL,
2 B pacTpy6HOM KOHLIe MOXET GbITb BCTPOEH 3ak/NafHOW HarpeBaTtesb.

95 myTa: [etanb M3 Tepmonnacta, ¢ pacTpyoHbIMKU KoHuamu en  coupler
O[IHOTO AMaMeTpa, PacnosioXEHHbIMW Ha OAHONM ocu, npeaHa3Ha4eH-
Has A/s MoMy4YeHUsl CBApHOTO COEAMHEHUS C MOSIMMEPHON TpyGoii
WK feTanblo ¢ TPYOHLIM KOHLIOM. de  Kupplung

fr embrayage

MpumeuyaHne — B pacTpybHble KOHLbI MyddTbl MOTYT GbITb BCTPO-
€Hbl 3aKnagHble HarpeBaTenu.

96 otBOA: [leTanb C pacnosioKeHHbIMWU No4 Yr/IOM KoHuamu en  branch;
OQHOrO AvameTpa, npegHasHayeHHas A1 MOoSlyYeHUss CBapHOro Co- elbow
eAVHEeHUs C NONIMMEPHON Tpy6BOI M M3MEHEHUS HanpaBfeHns NoToka

o fr evacuation;
TpaHCMOPTMPYEMOW cpeabl.

coude
MpumeuaHuns )
1 OTBOA, MOXET UMETL TPYOHbIE UM PacTPyOHbIE KOHLIbI. de  Ableitung;
2 B pacTpy6Hble KOHLbI MOryT GbITb BCTPOEHbI 3aK1aAHble Harpesatesu. Krummer

97 nepexop: [etanb C KOHUaMW pasHbIX AMamMeTpoB, pacrnosio- en transition;
XXE€HHbIMU Ha O,CI,HOVI ocu, npegHasHavyeHHaa Ana nosyvyeHuna ceapHoro reducer

coeIMHEeHNS C NOJSIMMEPHbLIMU TPyB6aMun PasHbIX AMaMeTpPOB. .
A P Py P A P fr transition;

MpumeyaHns reducteur
1 Mepexof, MOXeT UMETb TPYOHbIE UM PACTPYGHbIE KOHLbI.
2 B pacTpy6Hble KOHLbl MOTYT BbITh BCTPOEHbI 3aknagHble Harpesatenu. de  Ubergang;

Getriebe
98 chnaHueBblii nepexog (BTY/nka nof dnaHew; NnepexogHoin en flange transition; sleeve
tnaxewn)'. detanb, nmewwas oanH TPyOHbIA KOHel, AN NoJy4YeHus under flange;
CBapHOro COEAVHEHUs C MOSIMMEpPHOW Tpyboil n BTOPOI KOHEL, Mo- reducing flange

3BOMISIIOWNI 3aKPENUTL Ha HEM doniaHel, o bride de transition:

douille de bride\
bride de reduction

de Flansch-iibergang;
Hulse unter Flansch;
Reduzierstuck

99 TpoiiHUK: [eTanb C TpeMsa KOHUamu, npefHasHadyeHHas ans  en tee
noslyYeHns1 CBapHOro COeAMHEHMS C NOSIMMEPHOR TPpy6oi 1 No3BONS- .
owas nogknyaTb K OCHOBHOM Tpybe AONOMHUTENbHOE OTBETB/IEHNE. fr tee-shirt

MpuMeuaHus de  T-StQck

1 TpOIiHMK MOXET MMETb TPYOHbIE WM pacTpyGHbIe KOHLbI OHOrO Ana-

MeTpa WM OAWH KOHeL, MeHbLLEro avameTpa.

2 B pacTpyGHble KOHLbI MOTYT GbITb BCTPOEHbI 3aK/1afHble HarpeBaTes.

100 ycnnuBatouwas [pemMoHTHadA] Haknagka: [etanb ¢ 3aknag- en amplifying [repair] trim
HbIMW HarpeBaTesiiMN1, KOHCTPYKLMSA KOTOPO NO3BOASET NpMUBapUThL ee [coupling]
Ha HapyXHOl NOBEPXHOCTU AelicTBYIoLLero Tpybonposoaa ¢ Lesbio no-

fr augmentation [de reparation]
BbILLEHUS HAZAEXHOCTU MOBPEXAEHHOro yyactka Tpy6onposoaa.

touche [embrayage]
MpumeyaHne — B kayecTBe Haknagkm MOXET UCMNONb30BaTbCA

MydoTa UK ceasiosolt NpAMoli OTBOA, de  Verstarkung [Reparatur]
Abdeckplatte [Kupplung]

14



101 cpacoHHasi yacTb: [eTanb M3 TepMonacTa, ciyxalas ans
coefivHeHus1 6e3 NpMMEHeHNa CBapku MONUMEpPHbIX Tpy6 unm unsge-
nuii B ceTax/cuctemMax BOLOOTBEAEHUS.

102 donTuHr [coeanHuTenbHas getasb] (HpK. hacoHHasa yacTb):
JeTtanb 13 TepmonnacTa, cnyxauias Ans CoefuHEHUA NONIMMEPHbBIX
Tpy6, NUCTOB UNWN APYTMX U3LENNIA.

103 pUTUHT Cc pacTpybHbIM KOHLOM C 3aknagHbIM Harpesa-
Tenem: [letanb U3 Tepmonnacrta, cogepxaiwas oguH unu 6onee 3a-
KNagHbIX HarpeBaTeslbHbIX 3/1IEMEHTOB, 4719 NOAYYeHNs CBapHOro CO-
e[IHEHNS C TPYOOWN UNN TPYOHbIM KOHLOM (PUTUHrA.

104 ¢ouTuHr ¢ TPYOGHbLIM KOHUOM (Hpk. cnuroT): fdetanb 13
TepmonnaacTta, Yy KOTOPOli HapyXHbIl AuaMeTp TpyOHOro KOHUa paseH
HOMUWHa/IbHOMY HapyXHOMY AMaMeTpy coeanHseMol Tpy6bl, npeaHa-
3Ha4YeHHasa A/ CBapKuM BCTbIK C MCMO/Ib30BaAHMEM HArpeToro MHCTPY-
MeHTa 1 4151 CBapKu AeTansiMu ¢ 3aknafHbIM/ HarpeBaTeisiMu.

105 nepexogHoe Hepa3beMHOe coefuHeHue: PUTUHT, 1Melo-
LWMA OOMH KOHEL, U3 NOIMMEepHOro MaTepuana, a Apyroin M3 metanna
WM Apyroro BMAa MOMMMEPHOro MaTepuana, No3BofswluiA coeau-
HATb MONMMEPHbLIV TPY6ONPOBOA C METa/I/IMYECKUM WU HEMeTan-
YeckuM Tpy6OonpoBOAOM.

106 cBapHoOli uUTUHT: [eTanb, W3roTOB/EHHAs W3 OTPE3KOB
TPpy6 C NOMOLLbIO CBapKW.

107 cepgnoBoi (PUTUHT C 3aKNagHblM HarpeBartesiem: [leTanb
13 TepMonnacTa, cogepxalian ofuMH uny 6onee 3aknafHblx Harpesa-
TesIbHbIX 3/1IEMEHTOB, A1 CO34aHNA CBAPHOIO COeAMHEHUSA B JIOKasb-
HOM MECTe Hapy>XHOI NOBEPXHOCTW TPYObl (KOHCTPYKLUMK).

108 cepnoBada geTasb: PUTUHT U3 Tepmoniacta, ycTaHaBMu-
BaeMblii Ha HapyXXHOW NOBEPXHOCTU Tpybbl (KOHCTPYKUMW) N8 NOAy-
YEHUS CBApHOro CoefuHeHus ¢ Tpyboi (KOHCTPYKUMEl) C MOMOLLbIO
HarpeToro MHCTPYMEHTa WU pacTBOpUTENS.

MpumeyvaHne
Harpesarenamu.

— He npumMeHsieTca A8 CBapkyM C 3aknafHbIMK

109 cepnosoii oTBoA (Hpk. naTpybok-Haknagka): ®PUTUHT u3
TepmonaacTa c 3aknafHblM HarpeBaTefsieM C NPMXUMOM K Tpybe nnm
oXBaTblBaOLWUA TPyOYy MO OKPYXHOCTW, TPebylLwmnii ncnonb3oBaHus
BCNOMOraTefIbHOr0 pexyLiero MHCTPYMeHTa A8 npopesaHns oTeep-
CTUSI B CTEHKE NMPUCOEANHAEMON TPYyObl.
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shaped part

piece moulee

Formteil

fitting

raccord

Zwischenstuck
electrofusion socket fitting

raccord de douille
d’electrofusion

elektroschweiftmuffen Fitting
spigot end fitting
detail de I'extremite du tube

Einzelteil mit Rohranschluss
Ende

transitional permanent
connection

transition indetachable

Reduzierend einteilige
Verbindung

welded fitting

raccord soude

Geschweipte Anschlupteilen
electrofusion saddle fitting

raccord de selle a
electrofusion

Elektrofusions-
Sattelbeschlag Sattel

saddle part
piece de selle

Sattelstutze

branch saddle
selle de branche

Schweiftsattel
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110 ceasioBOV OTBOJA, A1 KaMepbl MepekpbiBaHUS MNOTOKa

raza: CepnnioBoil npsiMoii OTBOA, MNpegHa3HaYeHHbI ANS MOHTaxa
060pyAOBaHNA ANS BPE3KU No4 AaB/IEHNEM.

111 cepnoBoi T-o6pasHbii oTBOA (Hpk. cegenka). CepnsoBoi
(OUTWHT C 3aKNafHbIM HarpeBaTefsieM C NPWXMMOM K Tpybe unm oxea-
ThiBaOLW WA TPpyBYy MO OKPY>XXHOCTW, CO BCTPOEHHLIM PEXYLUUM UHCTPY-
MEHTOM A/11 NPOPE3aHUsi CTEHKW HanopHoli Tpy6bl, ocTawwumcs B
Kopryce oTBoZa Mnocsie MOHTaxa.

112 kpaH c Bpe3koW B ceasioBOM oTBoge (Hpk. BEHTWIb 41
Bpe3kn)\ Ceanosoit T-obpasHblii 0TBOA, CO BCTPOEHHON 3anopHOW ap-
MaTypOii MHOFOKPaTHOro NpUMeHeHMs.

113 gnvHa nepekpblTua (HpK. AnvHa HaxnecTku): PacctosiHne
MexXay KpoMKamu nepekpbiBaloLLMX Apyr Apyra aetaneil B Haxn1ecToMm-
HOM coefHEHUN.

114 30Ha TEPMUYECKOrO B/IUAHUA: Y4YacTOK cBapuBaembIx Ae-
Tasnen, NpYMbIKawLWMA K CBAPHOMY LUBY, B KOTOPOM MpW Nporpese
nonumepa NpPoUCXoAAaT CTPYKTYPHbIe U3MEHEeHUs, BAUALWMEe Ha 3KC-
njayatauMoHHble XapakTepucTMKn CBapHOro CoeanHeHuns.

115 oTHOCKTe/bHasi MPOYHOCTb CBApHOro coeguHeHus: OT-
HOLUEeHWe MPOYHOCTU CBAPHOIO COEAMHEHUSI K NPOYHOCTM COefuHsie-
MOro maTepuana.

116 TexHosorn4yeckas MNPOYHOCTb CBAPHOro0 COEAUNHEHUSA:
Mpo4YHOCTb, NPU KOTOPOI [AOMYyCKAeTCs CHSATUE CBapOYHOro AaBrie-
HWA, nepeMelyeHne CBapeHHOro usgenvs, ganbHeilwas ero obpa-
60TKa, KOTOpas WCK/I4YaeT CMeLleHne aetasneil OTHOCUTENBHO Apyr
apyra, Tpebysi NpUNOXeHUs1 onpefesieHHbIX YCUNA 418 pa3pyLUueHust
COeANHEHNA BPYUHYHO.

117 nokpbliBatowuin croi: Cnoi HannaeiseMoro maTtepuana,
noslyvyaemsblii Npu nNocrefHeM NPoOXoAe CBapKoW HannaBKoM.

118 KOHUEHTPATOpP 3Heprum: BoiCcTyn Ha cBapuBaeMoli NoBepx-
HOCTU AeTan UM BBOAUMbI/ B 30HY CBapKu LOMOMHUTE/bHBIN ane-
MEHT M3 TepMon/acTta B BUAE NOPOLIKA WKW MESIKUX NUTbIX AeTanel
pa3nMuHOi hopMbl, NPyTKa C LEefbl KOHLEHTpauun TensoBblaene-
HUS1 B MpoLecce NpeBpaLleHnst 3Hepruy yibTPasByKOBbIX KoneGaHuii
B TEM/OTY.
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ersaddle outlet for gas flow

shut-off chamber

selle de sortie de la camera
pour I'ecoulement du gaz

Satteln Sie Ableitung der fQr
die Kamera ausrichten Gas
Flow

electrofusion tapping tee

selle evacuation en forme
det

Satteln Sie den Ruckzug der
T-formigen

faucet with pull-out in the
seat allotment

robinet avec l'ajustement a la
derivation de la selle

Wasserhahn mit in Satteln
Sie Ableitung

length of overlap

longueur de chevauchement
Uberlappungslange
heat-affected zone

zone thermiguement affectee
Warmeeinflupzone

relative welded joint strength
solidite relative joint de soude

relative Festigkeit der
Schweipung

processing strength

force technologique de la
soudure

verfahrensbedingte
Festigkeit

covering layer

couvrant la couche
auftragsgeschweipte Schicht
energy concentrator
concentrateur d’energie

Energie-Richtungsgeber



119 acMMMETPUUHbI/ KOHLIEHTpaTop aHeprum: KoHueHTpaTop
SHEeprun, pacnonoXeHHbIn aCUMMETPUYHO MO OTHOLLEHUIO K COEANHS-
€MbIM MOBEPXHOCTSIM.

120 nepecekaloLimecs KOHLEeHTpaTopbl 3Heprumn: KoHueHTpa-
TOpbl 3HEPrUN Ha AeTassax U3 TepMonaacTtoB Npu yNbTpas3BYKOBOW
CBapKe, pacrnosioKeHHble Ha KOHTaAKTUPYHOLWMX MOBEPXHOCTAX MOA4
yrnom, npeuvmyuiectseHHo 90°, Apyr K apyry.

121 paccpefioTOYeHHble KOHLEHTpaTopbl 3Heprun: KoHueH-
TpaTopbl 3HEPrMn B BWAE KOHYCOB WAM MMpamui, KOTOpble paBHO-
MEpPHO pacnpegeneHbl Mo CoefuHAeMOli YnbTpPa3BYKOBOI CBapKoOl
MOBEPXHOCTU.

TexHoorna ceapku

122 BbICOKOYACTOTHbIV [AN3NEKTPUYECKUIA; eMKOCTHON] Ha-
rpeB: HarpeB AV3/EKTPUKOB B NEPEMEHHOM 3/1EKTPUUYECKOM Mnone
Mexay niacTMHamy KoHAeHcaTopa, BKIOUYEHHOro B kosie6atesibHblii
KOHTYP BbICOKOYACTOTHOFO reHepartopa.

123 mackmpoBka rpata: OdgopmieHne Ha coeMHAEMbIX BCTbIK
CBapKoli HarpeTbiM MHCTPYMEHTOM NPSMbIM HarpeBoOM yyacTkax geta-
neii nonocTei, B KOTOpbIe 3aTekaeT CBAPOYHbIA rpaT, Wunu sarpax-
OeHVs BOKpPYr Hansbisa.

124 oTne4yaToK WMHCTPYMEHTa Npu y/NbTPa3BYKOBOW CBapKe:
Cnep, oCTaBNEHHbIN yNbTPa3BYKOBbIM WMHCTPYMEHTOM Ha NOBEPXHO-
CTU cBapvBaeMoli geTasu.

125 noAroToBKa K CBapke TepMuU4eckKoli peskoii: MoarotoBka
K CBapKe HarpeTbiM MHCTPYMEHTOM BCTbIK, MPU KOTOPOI CTbIKyeMble
KPOMKM feTaneii o6pa3oBaHbl CKBO3HbIM WX Mepepe3aHWeM ¢ Mo-
MOLLbIO MMEIOLEro (hOpMYy fe3BUSI HarpeToro WHCTPYMeHTa, TeM-
nepaTypa KOTOPOrO Bblllle TemrepaTypbl TEKy4yecTu MOoSIMMEPHOro
mMaTepuasnia 1 KOTOpbIil OCyLLeCcTBSIeT noc/eaylownii HarpeB coeam-
HAEeMbIX MOBEPXHOCTEVA.

126 npucagoyHblii maTepuast: MonMMepHbIn MaTtepuan B BUae
npyTKa, NEHTbI, NOPOLUKa, rpaHyn, nNpespaliaemMblii B Npouecce ceap-
KM B pacnsiaB uiu HaxogsawMmiics B BUAE pacTBopa, KOTOpbI fonos-
HWTENbHO K MaTepuany AeTaseli yyacTByeT B 06pa3oBaHnM CBApHOIO
LwBa.
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asymmetric energy director

directeur d’energie
asymetrique

asymmetrischer Energia-
Richtungsgebe

crossing energy directors

croisant les concentrateurs
d’energie

uberschneidende
Energiekonzentratoren

distributed energy directors

directeur d’energie disperses

verteilte Energia-
Richtungsgeber

high-frequency heating;
dielectric heating

chauffage en haute
frequence;
chauffage dielectrique

Hochfrequenzerwarmung;
dielektrische Erwarmung

conceal bead

camouflage des
excroissances

Wulstmaskierung
sonotrode indent
empreinte d’un outil
Sonotrodespur

welding preparation by hot
cutting

preparation a soudage par
coupage thermique

Schwei(3 vor bereitung mit-
tels des Heizschneidens

filler material
matiere d’apport

Zusatzwerkstoff
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127 npucagoyHbIi MaTtepuan s fiasepHoOil CBapKu pasHo-
POAHBbIX MOMIMMEPHbLIX MaTepuanos: [NpucafouyHblli Matepuan B
BMAE N/IEHKN, COCTOSLLEA M3 HMXKHEro €/os, obnagatowiero abcecop-
6MpYHOLE CMOCOGHOCTLIO MO OTHOLLEHMIKD K A3EPHOMY M3/YYEHUIO,
U BEPXHErO C/1I051 HAa OCHOBE TepMoniacTa, 13 KOTOPOro M3roToB/ieHa
BEPXHASA AeTasb, U CLENIALWErocs ¢ TEpMONIacToM HWKHEro Cr1os.

128 npucafoyHbli peareHT: XUMUYECKU aKTUBHOE BELLECTBO,
KOTOpoe BBOAWUTCA B 30HY COeAUHEHUA MpKU CBapke pacTBopuTenem.

129 cBapOYHbIi MPYTOK:
npyTka.

MpucagouHblli Matepuan B Buge

130 HocoBas BoOsiHa: Pa3maryeHHass 4acTb OCHOBaHWA npuca-
[OYHOrO MpyTka npu cBapke HarpeTbiM rasom C npucajoyvHbiM mMarte-
puasiom, BblAaBMBaemMasi BO BpeEMS ero nepemMeLleHnsa no Hanpassne-
HWIO CBapKX M UCMOJb3yemas [J/18 KOHTPOJIA npolecca CBapku.

131 rpat (HpK. HanbIB; CBAPOUHbIA HanbIB): PasmMaryeHHsblii no-
NIMMEpPHbIA MaTepuas, BblOAaBMEHHbLIA M3 30HbI KOHTakTa Aetaneil B
npowecce HarpeBa coefMHAeMbIX NOBEPXHOCTEN U/MAN UX CBAPKM.

132 ueHTpupoBaHue getaneil: CoBMmelleHVe oceli cBapuBae-
MbIX AeTanei.

133 amnnutyga KonebaHuin ynbTpa3ByKOBOro MHCTPYMEHTA:
MakcumasnibHoe OTK/IOHEeHMEe MOBEepPXHOCTM paboyero KoHua yabTpa-
3BYKOBOrO MHCTPYMeEHTa, paboTaloLlero B pexmnme U3nyyeHus, OT ero
CTaTUYECKOro MOJIOXEHNS.

134 ynbTpa3BykoBasa Tepmorpadusa: MeTon KOHTPONA kaue-
CTBa CBapHbIX COeAMHEHWIi, OCHOBAaHHbIN Ha BBEAEHUWN B 30HY CBap-
HOrO LUBa MOLLHbIX Y/1bTPa3BYKOBbIX KonebaHuit 1 uKCMpoBaHUN B
Heli TeMnepaTypHOro nons, BO3HWUKLIErO B pe3ysibTaTe TPEeHNs CTEHOK
fedbekTa.

135 pexvm cBapku: COBOKYMNHOCTb OCHOBHbIX KOHTPOIMPYEMBbIX
napameTpoB, OnpeaensLWmx npoLecc cBapku.
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filler material for laser weld-
ing of dissimilar polymer
materials

material! d'apport pour de
soudage au laser materiaux
divers polymer

Zusatzwerkstoff fiir Laser-
schweipen von verschieden-
artigen Polymerwerkstoffen

filler agent

agent d’apport
Zusatzreagent
welding rod
cordon de soudure
Schweipstab

bou wave

onde avant
Nasenwelle

bead; flash
excroissancebavure

Wulst; Schweipwulst Grat,
Butzen

centering parts
centrage de details
Zentrierung von Details

vibration amplitude of
sonotrode

amplitude des vibrations du
sonotrode ultrasonique

Schwingungsamplitude von
Sonotrode

ultrasonic thermographic
thermographie ultrasonique

Ultraschallthermographie

mode of welding
mode de soudage

Schweipbedingungen



136 onnaBrieHVEe CcoeAuHSAEMbIX NOBepPxXHOCTel: Ctagus npo-
Luecca CBapkuM HarpeTbiM WMHCTPYMEHTOM MpsMbIM HarpeBoMm, B Te-
YeHne KOTOPO NPOUCXOAUT CraxuBaHMe HEPOBHOCTE Ha coeau-
HAEMbIX MOBEPXHOCTAX U obecrneyeHne KX MAOTHOTO NpuseraHusa K
HarpeToMy WHCTPYMEHTY.

137 TexHonornyeckasa naysa: Bpewms, 3aTpauyeHHOe Ha oTAe-
NleHVe onnasB/ieHHbIX CBapMBaeMblX NOBEPXHOCTEN OT HarpeToro WH-
CTPYMEHTa U1 ero yaaneHus 4O MOMeHTa COMPUKOCHOBEHUSA 3TUX MO-
BEPXHOCTENA.

138 ocagka: Onepauusi TeXHO/OrMYeckoro npolecca ceap-
KU HarpetbiM WMHCTPYMEHTOM BCTbIK, BO BPEMSI KOTOPOI Mpoucxogut
nnactuyeckoe AedopmMupoBaHMe MepeBefeHHbIX B BsA3KOTekydee
COCTOsIH/Ee 06HEMOB CBapMBAEMbIX AeTasieil nog BO3AeicTBUEM NpU-
JIOXXEHHOTO K HVM OCEBOTO YCUAWS U yAaneHue 13 30Hbl CBapKu mpo-
[YKTOB AEeCTPYKLUN U APYIUX BKIIOUEHWIA.

139 TepMoo6Gpa6oTKa cBapHoro wea: Onepauns nogseaeHus
Tenna nocsie BbINOSIHEHNS CBApKU.

140 npoTokon cBapku: COBOKYNMHOCTb MHhopMaumm o cBapou-
HOM 0GOpYAOBaHMM, CBapLLMKe-0NepaTope, COeANHSIEMbIX U3LENUSsIX,
a Takke 0 TpebyeMbiX 1 hakTUUYEeCKNX XapakTepucTukax npoueaypsbi
CBapKU M HaANMUYUWM/OTCYTCTBUM OLIMGBOK WMNM HapylueHuli npoueaypsbl
CBapKW.

141 opHonpoxopaHaa cBapka: lpouecc cBapky WM Hamnnasku,
nMpyY KOTOPOM CBapHOI LUOB UM HanAaBAsieMblii C/I0A BbINOMHAIT 3a
OAMH NpoXxoa,

142 mHoronpoxoaHas csapka: poLecc cBapku WU HanaaBku,
npn KOTOPOM CBApPHOW LIOB WAW HanAaB/siEMblli CNOW BbINOMHAIT 3a
HECKO/IbKO MPOXO/0B.

143

noAroToBkKa KPOMOK: [lofrotoBka NMoBepxHOCTM KPOMOK fAeTa-
N K cBapke.
[FOCT P 58904—2020, ctatba 2.1.5.1]

O6opynoBaHMe, UHCTPYMEHTbI, NPUCNOCO6GIEHUS

144 akycTunyeckuii y3en: YacTb ynbTpa3ByKOBOW CBapO4HOIA
YCTaHOBKU, BK/lOYaOLWasa akyCTUUYECKy ros1I0BKY 1 Oropy.
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joining surface fusion
fusion de surface joindre

Abschmelzen von Verbin-
dungsflache

heater plate removal time

temps de retrait de la plaque
chauffante

Umstellzeit
upsetting
tirant d’eau

Pressen

heat treatment of weld

traitement thermique de la
soudure

Schwei(3naht warmebehan-
dlung

welding report
protocole de soudage

Schweipungprotokoll

welding in one pass
soudage en un seul passage

Schweiften in einem
Durchgang

multi-pass welding
soudage multi-pass

Multi-Pass Schweiften

edge preparation
debitage des aretes

Fugenvorbereitung;
Kantenvorbereitung;
Nahtvorbereitung

acoustic unit
unite acoustique

Akuystikeinheit
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145 akycTnyeckasi rosioBka: Yactb akyCTUUYeCKOoro y3sna ynbTpa-
3BYKOBOI CBapO4HOl YCTAHOBKW, BK/IOHAIOLLLAs 3/1EKTPOaKyCTUYECKUi
npeobpasosaresib, TpaHcopmaTop ynpyrnx KonebaHuii, BOTHOBOA, U
YNbTPa3BYKOBOW MHCTPYMEHT.

146 akTBHaA onopa: D/IEMEHT aKyCTUYECKOro y3na, BOCNPUHU-
MalLWmnii AaBneHne npuwknMa, OTpaKalwmnii K coeguHaeMbiM AeTta-
NAM 60NbLUYI0 YacTb MexaHWYecKol aHepruu, kotopas nogaercs oT
aKyCTU4YecKoli ro/I0BKU K cBapuBaeMbIiM AeTasiaM, U UMEOLNIA ANNHY
BAOMb HanNpaBneHns pacnpocTpaHeHns ynbTPas3BYKOBbIX kKofebaHuii,
paBHY MOJIOBUHE WM YETBEPTU A/INHbLI BOMHbLI 3TUX KONe6aHWiA.

147 naccuBHasi ornopa: JMeMeHT aKyCTUYecKoro ysna, Boe-
NPUHUMAIOLWMIA AaBeHNe NPMXUMa 1 NOrMOLWAIWMNA MEXAHUYECKYIO
3Hepruo, KoTopasi MoJaeTcsl OT aKyCTUUYEeCKOW FO/IoBKM W MPOXoauT
CKBO3b CBapuBaeMble AeTasu.

148 TpaHcthopmaTop ynpyrux konebaHwii: YacTtb akycTtuue-
CKOW TrOMoBKW, cnyxawas Ana yBennyeHus amnautyabl konebaHwuit
BOSIHOBO/ZA W cOrnacoBaHus napameTpoB npeobpasosaTens u Harpys-
KN MpY yNbTPas3ByKOBOI CBapke.

149 BonHOBOA: YacTb aKyCTUMYECKOW rOMOBKM, cnyxallas ans
nepefayn NpPoAosIbHbIX, U3TMOHBLIX UAWN KPYTWU/IbHbIX YbTPa3BYyKOBbIX
KonebaHwin OoT npeobpasoBartens K y/iAbTpasByKkOBOMY MHCTPYMEHTY.

150 ynibTpa3BYyKOBOW MHCTPYMEHT: CMeHHas 4YacTb akycTuye-
CKOWi rONoOBKM, KOTOpasi HenmocpeacTBEHHO KOHTaKTUpyeT cO cBapuBa-
eMOii feTanbio N OCYLLECTBASAET NOABEAEHME K HEell YbTPa3BYKOBbIX
MexaHunyeckux konebaHwii oT BOSHOBOAA.

151 pabo4yas NOBEPXHOCTb Y/IbTPA3BYKOBOIO MHCTPYMEHTA:
Y4yacTok NOBEPXHOCTU Y/bTPa3BYKOBOrO MHCTPYMEHTA, KOHTaKTUPYHo-
LLMA co cBapMBaeMoil aetasbio.

152 cBapo4Hasa MawwuHa: Psag B3auMoOCBSA3aHHbIX Yactel uim
Y3/10B MeXaHu3ma, B KOTOPOM XOTA Obl OAHa 4YacTb WU OAWMH Yy3er
[ABUraeTcs C MOMOLLbIO COOTBETCTBYHOLLMX MPUBOAOB, Leneli ynpas-
NeHns, UCTOYHWKOB 3Hepruu, ob6beAnHEHHbIX BMeCTe A1 OCyLlecT-
B/IEHNS CBapKMW.

153 ueHTpartop: YacTb CBAPOYHOWA MallUHbI, NpegHa3HaYeHHas
Ans obecnevyeHnss COOCHOCTU TOPLOB TPy6 u/vnun getanei nog 3agaH-
HbIM YII0M, UX NepeMeLLeHnsa n obecnevyeHns Tpebyemoro gasneHuns
B MpoLecce CBapku.

154 TopueBaTenb: YacTb CBApOYHO/ MallUHbI, NpegHa3Ha4YeH-
Hasa ANns MexaHW4yeckoil 06paboTku cBapuBaeMbIX NOBEPXHOCTEN Top-
uoB Tpy6 n/mnn getaneii.
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acoustic head
tete acoustique
akustischer Kopf
active support
support actif

aktive Unterlage

passive support
support passif
passive Unterlage

transformer of elastic
vibrations

transformateur a vibrations
elastiques

Transformatorelastischer
Schwingungen

waveguide

guide d’ondes
Sonotroder
ultrasonic tool
instrument ultrasons
Ultraschallwerkzeug

tworking surface of the
ultrasonic tool

surface active de linstrument

ultrason

Arbeitsflache von
Ultraschallwerkzeug

welding machine
machine de soudage

Schweipmaschine

base framework; centrator
centreur; gabarit
Zentriervorrichtung

planing tool

dispositif d’'usinage des bouts

Planiermaschine



155 cBapouHbIii annapat: Annapar, BblAalwowmii BbIXOAHble Na-
pamMeTpbl CBapKM MO HanpsHKeHWo MU TOKY U BPEMEHWU UMW IHEepPrum,
HeobxoauMble A/15 BbIMOJIHEHUA LUKIa CBapKK.

156 HarpeTblii MHCTPYMEHT: YacTb CBApOYHOW MalluuHbl (anna-
pata), cryxalias npu ceapke UCTOYHUKOM Tenna A1 Harpesa ceapu-
BaeMbIX MOBEPXHOCTEN.

157 ABOIAHOW WMHCTPYMEHT: HarpeTblii MHCTPYMEHT, COCTOSLLMIA
U3 ABYX YacTeil, HarpeBaeMbIX A0 Pas3/IMYHbIX TemnepaTyp W pasge-
NIEHHbIX TEN/IOM30/IALMOHHON NPOKNAAKON.

158 npodnnnpoBaHHbIi HarpeTbll MHCTPYMEHT: HarpeTblii
MHCTPYMEHT, paboyas NOBEPXHOCTb KOTOPOro nMeeT NpoduimpoBaH-

Hyl0 chopmy.

159 popH: YacTb, B TOM 4yncC/ie B BWAE CbEMHON Hacagku, Ha-
rPeToro MHCTPYMEHTa, chyxaliasa Ansa pasorpesa v onnasfieHNs BHY-
TPEHHen NOBEPXHOCTU pacTpPyObHOro koHua uTuHra.

160 runb3a: YacTb, B TOM Yucne B BUAE CbEMHO Hacadku, Ha-
rpeToro MHCTPYMeHTa, crnyxaias Ans pasorpesa W OnnasfeHUs Ha-
PY>XHOW MOBEPXHOCTN KOHUA TPYObl M TPYOGHOTO KOHUA (huTUHra.

161 3aknagHoi HarpeBaTesnb (Hpk. 3aknagHoli anemeHT): To-
KONPOBOAALWMNIA 3NEMEHT, NpefHa3HAUYEHHbI 4151 NOSTyYeHUs CBapHO-
ro coefMHeHusl, pasMeLlaemblii 1 OCTaKOLWMIACA MeXAY COefUHSIEMbI-
MW MOBEPXHOCTSMU [0 U MOC/e CBapKu.

162 nos3uuymoHep: [prucnocobneHne, npegHasHavyeHHoe [/
obecrneyeHnss COOCHOCTU U (puKcaLuny B3aMMHOIO MOJSIOXEHUSA cBapu-
BaeMbIX TPy6 u/vnu getanein B npouecce CBapku.

163 3aUMCTHOE YCTPOICTBO: MNpucnoco6nexune, npegHasHaueH-
HOe A/11 CHATUS C/0si NOMIMMEPHOTo MaTepuana co CBapvBaemMoil no-
BEPXHOCTHU.

164 ckpyrnsiouiee ycTpoiictBo: MNpucnocobnenne ans yctpa-
HEHVS1 0Ba/IbHOCTU CBapMBAEMbIX YYACTKOB WM KOHLOB TPy6 u dou-
TUHIOB.

165 BbICOKOYACTOTHbIV MNpecc: YacTb BbICOKOYACTOTHOIO CBa-
poyHOro o6opyAoBaHVs, BKIYawLWwas B cebs BbICOKONOTEHUUasb-
HYI0 W HU3KOMOTEHUWAbHYIO M/IUTbI, NPUBOL ANA NepemMeLleHnsa co3-
Jalolen faBneHve NAnTbl, 3M1EKTPOL W 3KpaHMpyloLlee YCTPOMCTBO.
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control unit

machine de soudure
Schweifigerat

heated tool

outil chauffant
Heizelement

double tool

l'outil de double
Doppelheizelemen

profil heated tool

outil chauffant de profile
profiliertes Heizelement
heated tool mandrel
mandrin de l'outil chauffant
Dorn

heated tool sleeve
douille de r'outil chauffant
Heizbuchse

implanting heating element;
heating insert

rechauffeur implante entre
les surfaces de soudage

Einlegeelement
positioner

positionneur
Stellungsmacher
trimming unit

dispositif pour le decapage
Schneidewerkzeug
round unit

dispositif pour arrondi
Vorrichtung zum Runden
high-frequency press
presse haute frequence

Hochfrequenzpress
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166 a51eKTpoA, A1 BbICOKOUYACTOTHOM cBapku: CMeHHast 4acTb
BbICOKOYACTOTHOrO Mpecca, OCYLLEeCTB/sALWAsA NOABOA TOKA BbICOKOI
yacToThl K CBapuBaembiM MaTepuasiam K onpegensiowas opmy u
pa3Mepbl CBapHOro LWBa.

167 oUCTaHUNOHHbIM anemMeHT: CBapoyHoe npucnocobneHue B
BME NPOBOJIOYEK, MIAaCTUHOK, GPYyCcoYkoB, obecneymBarLmx B Npo-
Lecce CBapku AaBfieHWEM OrpaHuyeHue nepemeLleHnss CBapOoYHOro
WHCTPYMEHTa Npu co3gaHun UM faBfieHUs.

168 cBapO4HbIi IKCTPYAEpP: YCTPOINCTBO ANA NNaBAeHus npu-
Cafo4yHOro MaTepuana ¥ nogayn pacnsiasa B 30HY 3KCTPY3MOHHOM
CBapKu.

169 WHeK: D1eMeHT CBapOYHOro aKCTpyaepa, OCYyLLeCTBASAOLW I
romoreHusauuio 1 nogady pacnsaasa npucagoyHoro marepuana.

170 BbINYCKHOI KaHa/l 3KCTPY3VMOHHON CBApO4YHOW TOJSIOBKU:
KaHan cBapouyHOro akcTpygepa, M3 KOTOPOro HenocpeacTBEHHO Bbl-
XOAMUT pacnias NpUcagovyHoOro marepuana.

171 cBapouHas Hacagka: CMeHHasi Hacajka Ha CBapoUYHOM 3KC-
TpyAepe, KoTopas HanpasfsieT pacnjas Npucago4YHoro marepuana B
30HY CBapKM, CO3aeT HEOOXOAMMOE CBApPOUYHOE aB/ieHe U (POPMU-
pyeT NoBepxXHOCTb LBA.

172 npecc-UHCTPYMEHT: YCTPOICTBO, NO3BO/ISAOLEE CO34aBaTb
Heob6xoauMoe cBapo4vyHOe fAaBrieHne U (hopmmpoBaTbh MOBEPXHOCTb
LIBa NPV 3KCTPY3NOHHON CcBapke.

173 conno: CMeHHas Hacadka-kaHas onpefeneHHoro nonepey-
HOro ceuyeHusl, MpefHasHaYeHHas ANnA NpuAaHna MOoTOKy HarpeToro
rasa Tpe6yemMoro HanpaB/ieHusl, UICNO/Ib3yeMasi Npu CBapKe HarpeTbiM
rasoM M 3KCTPY3MOHHOI CBapke C NpeABapuTe/bHbIM HarpeBoM.

174 3KCTpy3MOHHaA cBapo4yHasa rosioBka: YacTb pyyHoro cea-
POYHOrO 3KCTpyAepa A1 KPenseHnss CBaApOYHO/ Hacajku v comnsa cu-
CcTeMbl NpeaBapuTesIbHOrO HarpeBa.
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high-frequency welding
electrode

electrode de soudage a
haute frequence

Elektrode fur Hochfre-
guezschweipen

distance element
element de distance
Distanzelement
welding extruder
extrudeuse de soudage
Schweipenextruder
screw

transporteur a vis
Schnecke

discharge port of the
extrusion weld head

tyau de decharge d’extrusion

de la tete de soudure

Reglerausgang neumag-
Schweiftkopf

welding nozzle
buse de soudage
schweiflen Diise
press tool

un outil de presse
Press-Werkzeug
nozzle

buse

DQse

extrusion welding head

ligne d’extrusion de soudage

tete; tete de paraison

Extrusionsschweiftkopf



ANdaBUTHbIN yKa3zaTeslb TEPMUHOB Ha PYCCKOM fi3blKe

amMnanTyga KonebaHuii ynbTpasByKOBOIO MHCTPYMEHTa
annapar CBapOYHbIii

BEHT Wb 415 BPE3KM

BOJIHa HOCOBast

BOJIHOBO/,

BTY/Ka nog chnaxew,

rmnb3a

rosioBKa akycrtmyeckasi

rosioBka CBapO4Hasi 3KCTPY3MOHHas

rpat

AeTanb cegsoBas

feTanb coegMHNTeNbHas

JJIMHA HaxNecTKM

[OJ/IMHa NepekpbITUS

LOpH

3arnyLka

30Ha TEPMUYECKOTo BANSHUSA

VIHCTPYMEHT ABOMHOIA

WHCTPYMEHT HarpeTbili

WHCTPYMEHT HarpeTbilii NpodnIMpoBaHHbIi
WHCTPYMEHT Y/NIbTPa3ByKOBOWA

KaHa/1 BbIMYCKHOWM 3KCTPY3MOHHOW CBapOYHO FO/10BKU
KOHLEHTpAaTOp 3Heprum

KOHLIEHTPaTop 3Heprnv aCUMMETPUYHbIIA
KOHLIeHTPaTopbl 3HEPrUn NepecekatroLumecs
KOHLIEHTPaTopbl 3HEPrUn paccpefoTOHEeHHbIe
KpaH C Bpe3Koli B CeZi/IOBOM OTBOJE
MacKMpoBKa rpata

MaTepuaa NpucagoYHbii

MaTepviaa NpUcaaoYHbIii A5 /1a3epHO CBapKU Pa3HOPOAHbIX MO/IMMEPHbIX MaTePUasioB

MallMHa cBapoYHas
MydpTa

HarpeB BbICOKOYACTOTHbIN

HarpeB AV31EeKTPUYECKUiA

HarpeB eMKOCTHOM

HarpeBartesib 3aKfagHom

Hak/1agKka pemMoHTHas

Hakagka ycuavsaroLas

Han/bis

HansbiB CBapOYHbIli

Hacafka cBapoyHas

onsaB/ieHNe CcoefMHAEMbIX MOBEPXHOCTEN

oropa aktTnBHasA
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133
155
112
130
149

98
160
145
174
131
108
102
113
113
158

9%
114
157
156
158
150
170
118
119
120
121
112
123
126
127
152

95
122
122
122
161
100
100
131
131
171
136
146
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ornopa naccuBHasi
ocajgka

oTBOA,

0TBOZ, CeaN0BON

0TBOZ, CeA/I0BOM A/191 KaMepbl NepeKkpbiBaHWS NOTOKa rasa
0TBOJ, ceanoBoit T-ob6pa3Hbii

OTNeyaToK MHCTPYMEHTa Npu y/1IbTPasBYyKOBOM CBapke
naTpyboK-Haknagka

naysa TexHosiormyeckas

nepexop,

nepexop, hnaHueBbIi

noAroToBka KPOMOK

noAroToBKa K CBapke TepMUYECKOI pe3Koi
No3nLNOHEpP

Nnpecc BbICOKOYACTOTHbIN

NPecc-UHCTPYMEHT

NPOTOKOJT CBapKN

MPOYHOCTb CBapHOro coegnHeHnsA OoTHoOCUTEIbHasA
NPOYHOCTb CBApPHOI0 COEAMHEHUST TEXHOOIMYecKas
NPYTOK CBapOYHbI

paboyas NOBEPXHOCTb YNbTPa3BYKOBOIO UHCTPYMEHTA
peareHT NpuMcaaoYHbIV

pexum cBapku

cBapka

cBapka aBToMaTuyeckas

cBapka AaB/ieHneM

cBapka MHpPakpacHbIM U3NyyYeHNeM

cBapka 6e3 rpata

cBapka 6e3 NpucagoyHoro marepvana

CBapKa BMOPOTPEHNEM

cBapKa BCTbIK HarpeTbiM UHCTPYMEHTOM

cBapka BbICOKOTeEMMNepaTypHasi

cBapka BbICOKOYaCTOTHas

cBapka rasosasl

cBapka ropsiuMm rasom

CBapka 3aK/1agHbIM HarpeBaTeniem

cBapka 3a/IMBKOI pacnsiaBa

cBapka n3siy4yeHnem

cBapka MHAOYKUVOHHasA

cBapka MHgpakpacHbIM U3yYEHMEM C UCMOJIb30BaHNEM 3KpaHa
cBapka KonebaHusamm

CBapKa KOHTaKTHas

cBapka KOCBeHHast

CBapKa KOCBEHHbIM HarpeBsoM
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31
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48
82

34
58
60
16
59
32
35
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cBapka slasepHas
cBapka slazepHasi
cBapka siazepHasi
cBapka siazepHasi
cBapka siazepHasi
cBapka slazepHasi
cBapka siazepHasi
cBapka siazepHast
cBapka fasepHas
cBapka fasepHas
cBapka slazepHas
cBapka slazepHas

CcBapka siaszepHasd

BCTbIK OM/1aBfieHNEM NMpepblBUCTast
KBa3nMo4HOBPEMEeHHas

N/IEHOK UK AeTaneil HernpepbiBHas
HenpepbIBHas Mo KOHTYPY
HenpepbIiBHaA Mo TpadapeTy
HenpepbIBHasA pagnasnibHas
HenpepbIiBHasA LLApUKOM

oAHOBpeMeHHast

nepuoamyeckasi
NpOCBEUYNBaAHUEM
npsiMasi NnpepbIBUCTas

npepbIBUCTas C NPUCAA0YHBIM MaTEPUAIOM

cBapka IeHTO4YHaA

cBapka MTbemM noa AaB/1€HNEM

CBapka MaaTHUKOBasA

CBapKa MexaHU3npoBaHHast

cBapka MHOronpoxoaHasi

cBapka HarpeTbIM
cBapKa HarpeTbIM
cBapKa HarpeTbIM
cBapka HarpeTbIM
cBapKa HarpeTbIM
cBapKa HarpeTbIM
cBapka HarpeTbIM
cBapka HarpeTbIM
cBapka HarpeTbIM
cBapka HarpeTbIM
cBapka HarpeTbIM
cBapka HarpeTbIM
cBapka HarpeTbIM
cBapKa HarpeTbIM

CBapKa HarpeTbiM

rasom
ra3oM KOHBEKLUMOHHaA
ra3soMm KOCBE€HHbIM HarpesoM

rasoM Kpyr/sibIM COM/IoM

raaomMm MexaHusnpoBaHHasA 6e3 npmncago4vyHoro npyTka
rasaoM MexaHusnpoBaHHasA C nprcago4yHbiM NPYTKOM

razom npsiMbIM HarpeBom
rasom py4yHasi 6e3 npucago4Horo npyrtka
rasom CKOpOCTHas

WHCTPYMEHTOM

WHCTPYMEHTOM BpacTpy6

WHCTPYMEHTOM MponiaB/ieHNeEM
NJIOCKUM UHCTPYMEHTOM

WHCTPYMEHTOM CeAJ10BbIX AeTanei

KIMHOM

cBapka HernpepbIBHast

cBapKa ofHONpoxoaHas

CBapka onsiaBneHnem

cBapka opbuTasibHas TpeHnem

cBapka NMpoTexHNYeCKMN HarpeesaeMbliM MHCTPYMEHTOM

cBapka nnaBJ/iIeHNEM

cBapkKa nsasmoii

cBapka niamMmeHem

cBapkKa niacTuHoOM

cBapkKa nostyaBTomMatmyeckas

cBapKa npepbIiBMcTas
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23
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24
26
19
26
20
28
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55
65
35

142

42
37
35
40
41
38
39
36
43
45
52
51
50
46

141

75
47

17
15
51
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cBapka Npo3payHbIX 4515 MHpaKpacHbIX fydeii getaneii 33
cBapka npsimast

cBapka npsmMbiM Harpesom

cBapka pacnsaBom 60
cBapka pactBopuTesiemM 66
cBapka pacTpybHas 45
CcBapkKa posiMkoBas 54
CBapkKa poTaunoHHas TPeHUeEM 74
cBapka py4yHas 8
CBapKa py4HOW 3KCTpy3uei 61
CcBapkKa C A0MNOJIHUTENIbHbIMU TEMNN0MNPOBOAALMMN NPOKIaAKamMm 56
cBapka Cc nocrielytolmmM HarpeBom 14
cBapka ¢ npegBapuTesibHbIM HarpeBoM 13
cBapka C rnpucagiovHbIM MaTepuasiom 3
cBapka NpoTArvBaHuem 34
CBapkKa CBepXxBbICOKOYACTOTHasA 83
cBapka cseToBasd 18
CBapkKa CBA3YHOLWUM pacTBOPOM 67
cBapka CThbIKoBast 44
cBapka TepMoracToB 1
cBapkKa TepMOKOMMNpecCnoHHas 49
cBapka TepMouMnyJsibCcHas 57
cBapka TpeHnem 73
cBapkKa TpeHWeM BUOPUPYIOLLMM CTEPXKHEM 78
cBapkKa TpeHMeM BpallatolMCS CTepXHEM 77
CcBapKa TpPeHMEeM KOHWYECKMMU BCTaBKaMu 80
cBapKa TPeHMEM KOCBEHHasi poTauuoHHas 79
cBapka TpeHveM MynbTuopbuTanbHas 76
CcBapka TpeHVeM C 3aKNagHbIM 3/1EMEHTOM 79
CBapKka TPEHNEM C MPOMEXY TOYHOM BCTaBKOM 79
cBapka y/bTpasBykoBasd 69
cBapka y/bTpa3ByKoBas faB/ieHUEM 70
CBapKa y/bTpa3ByKOBasi KOHTYPHOrO LUBa KacaTeslbHbIMU KosiebaHnsamm 72
cBapka y/bTpa3ByKoBas TOHeYHas Ha orope 71
CBapkKa 3KCTPy3MOHHasA 61
CBapkKa 3KCTPY3MOHHasi Harn1aBKoM 62
cBapkKa 3KCTPY3NOHHaA C NPUHYANTENbHbLIM CMELLINBaAHUEM 64
CBapkKa 3KCTPY3MOHHO-rasoBas 63
CBapKa 3/1eKTPOKOHTaKTHas 84
cBapka 3/1eKTpomMypTOoBas 58
cBapKa 3/1eKTPody3noHHas 58
cefernka m
C/IOV MOKPbIBAKOLLNIA 117
coefnHeHVe ABYXCKOCHOE Hax/1eCToyHoe 86
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coefVHEHME NNEHT rMbKoe cBapHoe
coegyuHeHne MyToBoe

coefMHeEHME Hax/1IeCToYHoe

coefIMHeHNe HaxN1eCTOYHOE CO CKOCOM KPOMOK
coefMHeHVE NepexoHoe HepasbeMHOe
coefMHeHMe pacTpybHoe

coefMHeHVEe CBapHOe C ABYXCTOPOHHUM obxaTuem
coefyVHeHne CBapHOe C ABYXCTOPOHHUM OOXaTUeM 1 CO CMeLLEHNEM KPOMOK
coefVHeHNE CBapHOEe KOHTPOJIbHOEe
coefuHeHNEe CTbIKOBOE

conso

cnuroT

TepMorpadus ynbTpa3ByKoBasi
TepMoo6paboTka CBapHOro LWBa

TopueBaresib

TpaHcdopMaTop yNpyrux KosieGaHuii

TPOMNHUK

y3e/ aKyCTUYeCKumin

YCTPOWCTBO 3a4NCTHOE

YCTPOICTBO CKpyr/istoLee

OUTUHT

OUTUHT € 3aK1agHbIM HarpeBartesieM cea/1I0BOM
(OUTUHT C pacTpybHbIM KOHLOM C 3aK/1aZHbIM HarpeBatesieM
(PUTUHT C TPYOHBIM KOHLLOM

OUTUHT CBapHOW

donaHew, NepexogHoii

LeHTpaTop

LEeHTpMpoOBaHue aeTtaneii

YyacTb paCOHHas

YacTb (pacoHHas

LUHEeK

3KCTPyAep CBapOYHbI

3M1eKTPOA, ANA BbICOKOYACTOTHO CBapku
3M1EMEHT AVNCTaHLUVOHHbIN

3/1EMEHT 3aKnafHo
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85
88
89
86
105
93
90
91
87
92
173
104
134
139
154
148
99
144
163
164
102
107
103
104
106
98
153
132
101
102
169
168
166
167
161
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AI'ICbaBI/ITHbIVI YKasaTe/ib 3KBUBa/1IEHTOB TEPMMNHOB Ha aHININMCKOM Si3blKe

bead 131
branch 96
branch saddle 109
butt joint 92
centering parts 132
centrator 153
connection coupling 88
connection transitional (permanent) 105
coupler 95
director asymmetric energy 119
directors crossing energy 120
distance element 167
distributed energy directors 121
edge preparation 143
elbow 96
electrode welding high-frequency 166
electrofusion tapping tee 1m
element implanting heating 161
energy concentrator 118
extruder welding 168
extrusionwelding hot gas 63
faucet with pull-out in the seat allotment 112
filler agent 128
filler material 126
filler material for laser welding of dissimilar polymer materials 127
fitting 102
fitting electrofusion socket 103
fitting welded 106
flash 131
flange transition (sleeve under flange) 98
flexible welded joint of band 85
framework base 153
head acoustic 145
head welding extrusion 174
heat-affected zone 114
heat treatment of weld 139
heater plate removal time 137
heating dielectric 122
heating high-frequency 122
insert heating 161
layer covering 117
length of overlap 113
machine welding 152
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mode of welding

nozzle

nozzle welding

overlap joint

overlap joint with beveled edges
plug

port of the extrusion weld head discharge
positioner

press high-frequency
processing strength

reducer

reducing flange

relative welded joint strength
saddle electrofusion fitting
saddle outlet for gas flow shut-off chamber
saddle part

screw

shaped part

sonotrode indent

socket connection

spigot end fitting

support active

support passive

surface fusion joining

surface of the ultrasonic tool working
tee

tool double

tool heated

tool fmelting welding heated
tool mandrel heated

tool planing

tool press

tool profil heated

tool sleeve heated

tool ultrasonic

transformer of elastic vibrations
transition

trim amplifying (repair) (coupling)
ultrasonic thermographic

unit acoustic

unit control

unit round

unit trimming

upsetting
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135
173
17

89

86

94
170
162
165
116

97

98
115
107
110
108
169
101
124

93
104
146
147
136
151

99
157
156

52
158
154
172
158
160
150
148

97
100
134
144
155
164
163
138
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vibration amplitude of sonotrode
wave bou

waveguide

weld with two-way compression

weld with two-way compression and offset edges

welding automatic

welding belt

welding butt

welding continuous

welding continuous laser radial

welding continuous laser along the contour
welding continuous laser of films or parts

welding continuous laser on the stencil

welding continuous laser using a glass ball

welding direct laser intermittent
welding direct heating

welding direct heated gas

welding electro contact

welding electrofusion

welding extrusion

welding extrusion fillet

welding flame

welding flash-free

welding flow fusion

welding forced mixed extrusion
welding friction

welding friction rotating rod
welding friction using vibrated tool
welding friction with conical inserts
welding fusion

welding heated gas by indirect heating
welding heated tool

welding heated wedge

welding hot gas convection
welding hot-gas with filler material
welding hot plate

welding high-frequency

welding high-temperature
welding hot bar

welding hot gas

welding hot gas machine without welding rod
welding hot gas machine with welding rod
welding hot gas manual without welding rod

welding hot gas round nozzle
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38
84
58
61
62
15
68
60
64
73
7
78
80
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welding hot gas speed 36
welding in one pass 141
welding iduction 59
welding indirect heating 5
welding indirect rotary friction 79
welding infrared 31
welding infrared using a shield 32
welding intermittent 7
welding laser 19
welding laser butt by fusion (surface melting) intermittent 29
welding laser simultaneous 26
welding laser with filler material 30
welding laser x-ray 20
welding light-beam 18

welding manual

welding mechanized

welding microwave 83
welding multi orbital friction 76
welding multi-pass 142
welding orbital friction 75
welding of parts that are transparent to infrared 33
welding of thermoplastics 1
welding plasma 17
welding pilot joint 87
welding pyrotechnical heated tool 47
welding pressure die-casting 65
welding preparation by hot cutting 125
welding quasi-simultaneously laser 27
welding radiation 16
welding report 140
welding rod 129
welding rod is pulled 36
welding roll 54
welding rotational friction 74
welding saddle fusion 50
welding semiautomatic 10
welding socket fusion 45
welding solvent 66
welding solvent cement 67
welding spot ultrasonic on a support 71
welding thermal impulse 57
welding ultrahigh-frequency 83
welding ultrasonic 69
welding ultrasonic of contour seam using tangential oscillation 72
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welding ultrasonic-pressure

welding using before heating

welding using following heating

welding vibration

welding vibration friction

welding with additional heat-conducting intermediate layer
welding with filler material

welding with pressure

welding without fillermaterial
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ANdaBUTHbIN yKa3aTes/lb 9KBUBa/IeHTOB TEPMUHOB Ha (DpaHLy3CKOM fi3blke

agent d’apport

amplitude des vibrations du sonotrode ultrasonique
augmentation (de reparation) touche(embrayage)
bandes de soudage

bride de reduction

bride de transition

buse

buse de soudage

camouflage des excroissances

centreur

centrage de details

chauffage dielectrique

chauffage en haute frequence

cordon de soudure

concentrateur d’energie

continue de soudage

continue de soudage au laser a l'aide de la boule en verre
continue de soudage au laser de films ou de pieces de
continue de soudage au laser sur lepochoir
continue de soudage au laser sur letrace
continue laser radial soudage

controle le joint soude

coude

couvrant la couche

croisant les concentrateurs d’energie
delphine brunel

directeur d’energie asymetrique

directeur d’energie disperses

dispositif d'usinage des bouts

dispositif pour arrondi

dispositif pour le decapage

douille de bride

douille de l'outil chauffant

electrode de soudage a haute frequence
element de distance

embrayage

empreinte d’un outil

evacuation

excroissancebavure

extrudeuse de soudage

fusion de surface joinder

gabarit

guide d’ondes

128
133
100

55

98

98
173
17
123
153
132
122
122
129
118

24
25
23
21
22
87
96
117
120
93
119
121
154
164
163
98
160
166
167
95
124
96
131
168
136
153
149
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debitage des aretes

detail de I'extremite du tube

force technologique de la soudure

infrarouge de soudage

instrument ultrasons

intermittente de la soudure

joint a recouvrement

joint bout a bout

joint par manchon

joint soude avec compression double face etdeplacement des bords
joint soude avec deux voies de compression

joint soude flexible des bandes

joint soude par recouvrement avec deux bords chanfreines
l'outil de double

laser de soudage bout a bout de faire fondre certains composants
ligne d’extrusion de soudage tete

longueur de chevauchement

machine de soudage

machine de soudure

mandrin de l'outil chauffant

matiere d’apport

matiere d’apport pour de soudage au laser materiaux divers polymer
mode de soudage

obturateur

onde avant

outil chauffant

outil chauffant de profile

piece de selle

piece moulee

positionneur

preparation a soudage par coupage thermique
presse haute frequence

protocole de soudage

raccord

raccord soude

raccord de douille d’electrofusion

reducteur

rechauffeur implante entre les surfaces de soudage
robinet avec I'ajustement a la derivation de laselle
selle raccord a electrofusion

sellette de branche

selle de sortie de la camera pour I'ecoulement du gaz
selle evacuation en forme de t

solidite relative joint de soude
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143
104
116

31
150

89

92

88

91

90

85

86
157

29
174
113
152
155
158
126
127
135

94
130
156
158
108
101
162
125
165
140
102
106
103

97
161
112
107
109
110

115



soudage a chaud

soudage a feu direct

soudage a l'arcavec electrodefourree

soudage avec un materiau de remplissage

soudage avec addition d’une couche intermediate thermo conductibilite
soudage automatique

soudage bout-a-bout

soudage des thermoplastiques

soudage est chauffe par le coin

soudage est un rayonnement

soudage laser radiographique

soudage mecanise au gaz chauffe avec baguettes d’apport
soudage mecanise au gaz chauffe sans baguettes d’apport
soudage a contacts electriques

soudage a haute temperature

soudage a la flamme

soudage a la main

soudage a la molette

soudage a l'arc plasma

soudage a haute frequence

soudage a ultra-haute frequence

soudage au ciment a solvant

soudage au gaz chaud

soudage au gaz a chauffage direct

soudage au gaz et par extrusion

soudage au gaz par chauffage agissant indirectement
soudage au laser

soudage au laser avec un materiau d'apport

soudage au laser quasi-simultane

soudage de buses rondes a gaz chaud

soudage au solvant

soudage de pieces transparentes pour les rayons infrarouges
soudage des rayons lumineux

soudage en un seul passage

soudage fluctuations

soudage fusion par elementchauffant

soudage indirect de chaleur

soudage manuel au gaz chaud sans baguette de soudage
soudage mecanise

soudage multi-pass

soudage orbital par friction

soudage outils de presse

soudage par coulage sous pression

soudage par convection au gaz chaud
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35
52

39

142
75
53
65
42
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soudage par electrofusion 58
soudage par element chauffant 43
soudage par element chauffant pyrotechnique 47
soudage par extrusion 61
soudage par extrusion avec melange force 64
soudage par extrusion avec recharge 62
soudage par friction 73
soudage par friction avec inserts coniques 80
soudage par friction avec outil vibrant 78
soudage par friction rotative 74
soudage par friction rotative indirectement 79
soudage par friction vibratoire 8l
soudage par fusion 12
soudage par fusion a I'emboTture 45
soudage par fusion de la selle 50
soudage par fusion en flux 60
soudage par haute frequence 82
soudage par impulsions thermiques 57
soudage par induction 59
soudage par laser directement intermittent 28
soudage par friction a la barre rotative 77
soudure par friction multi-orbitale 76
soudage par laser simultane 26
soudage par micro-ondes 83
soudage par points uitrasons sur support 71
soudage par rayonnement infra-rouge avec protecteur 32
soudage par solvent 66
soudage par thermocompression 49
soudage par uitrasons 69
soudage par ultrason d’'une soudure circonferentielle en oscillations tangents 72
soudage rapide au gaz chaud 36
soudage sans etincelles 68
soudage sans produit d'apport 2
soudage semi-automatique 10
soudage sous pression par ultrason 70
soudage ultrasonique 69
soudage utilisant un apres-chauffage 14
soudage utilisant un avant-chauffe et un apres-chauffage 13
support actif 146
support passif 147
surface active de l'instrument ultrason 151
tee-shirt 99
temps de retrait de la plaque chauffante 137
tete acoustique 145

36



thermographie ultrasonique

tirant d’eau

traitement thermique de la soudure

transformateur a vibrations elastiques

transition

transition indetachable

transporteur a vis

tuyau de decharge d’extrusion de la tete de soudure
un outil de presse

unite acoustique

zone thermiquement affectee
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138
139
148

97
105
169
170
172
144
114
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Aﬂ(*)aBVITHbIVI YKasaTes/ib 3KBnBaJ/IeHTOB TEPMNHOB Ha HEMELIKOM A3blKe

Abschmelzen von Verbindungsflache 136
Akuystikeinheit 144
Ableitung 96
Arbeitsflache von Ultraschallwerkzeug 151
asymmetrischer Energia-Richtungsgebe 119
auftragsgeschweipte Schicht 117
automatisches Schweissen n
Bandschweipen 55
Blindstopfen 94
Butzen 131
Crimp-Schweiftverbindung doppelseitige 90
Duse 173
direktes Heizelementschweipen 4
direktes Laserschweipen intermittierendes 28
Distanzelement 167
Dorn 158
Doppelheizelemen 157
Duse schweiften 17
Einlegeelement 161
Einzelteil mit Rohranschluss Ende 104
Elektrode fur Hochfrequezschweipen 166
Elektrokontaktschweipen 84
Energie-Richtungsgeber 118
Erwarmung dielektrische 122
Extrusionsschweipen 61
Extrusionsschweipen mit Zwangsvermischung 64
Extrusionsschweifikopf 174
Extrusionskehlnahtschweiften 62
Festigkeit der Schweipung relative 115
Festigkeit verfahrensbedingte 116
Fitting elektroschweifimuffen 103
Flammenschweipen 15
Flansch-Obergang 98
Flieftschmelzschweilien 60
Formteil 101
Fugenvorbereitung 143
Geschweipte Anschlupteilen 106
Getriebe 97
G\obo-Schwei/3en 24
Handschweissen 8
Heizbuchse 160
Heizelement 156
Heizelementdurchschmel-zungschweipen 52
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Heizelementschweipen
Heizelementschweipen indirektes
Heifigasschweifien
Heiftgasgeschwindigkeitsschweiften
HeiR.gasrunddiJsenschweiR.en
HeizgasschweiR>en direktes
HeizgasschweiR>en indirektes
HeizgasschweiR>en mit SchweiR>zusatzwerkstoffen mechanisches
HeizgasschweiR>en ohne Schweiftzusatzwerkstoffen mechanisches
HeizplattenschweiR>en

Heizkeilschweipen

Heizmuffenschweiften
HeiR.gas-HandschweiR.en ohne SchweiR>draht
Hei8.gas-KonvektionsschweiR.en
Heizelement profiliertes
HeizwendelschweiR>en
Hochfrequenzerwarmung
Hochfrequenzpress
Hochfrequenzschweipen
Hochtemperaturschweipen

Hulse unter Flansch

Indirektes Rotationsreibschweipen
Induktionsschweipen
Infrarotstrahlungsschweipen
Infrarotstrahlungsschweipen mittels Schirmwand
Kantenvorbereitung

Kontrollschweipung

Kopf akustischer

Krummer

Kupplung

LaserschweiR>en

Laserstrahlschweipen mit Zusatzwerkstoff
Laser-StumpfschweiR>ungen Reflow
Lichtstrahlschweipen

Manuelles Schweissen
MikrowellenschweiRen
Muffenrohrverbindung

Muffen-Verbindung

Multiorbitales ReibschweiR>en
Nahtvorbereitung

Nasenwelle

Orbitalreibschweipen

Planiermaschine

PlasmaschweiR>en
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46
45
39
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58
122
165
82
48
98
79
59
31
32
143
87
145
96
95
19
30
29
18

83
93
88
76
143
130
75
154
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Pressen

Press-Werkzeug

PrefBschweipen

Punkt ultraschallschweipen auf Unterlage
quassi Simultanslaserchweipen
radiographisches Laserschweiften
Reduzierstuck

Reglerausgang neumag-Schweiftkopf
Reibschweipen

Reibschweiften mit konischen Einsatzen
Reibschweiflen mit vibrierendem Werkzeug
Rollschweiften

Rotationsreibschweipen
Rotationsstab-Reibschweiflen

Sattel Elektrofusions-Sattelbeschlag
Sattelstutze

Satteln Sie den Ruckzug der T-formigen
Satteln Sie Ableitung der fur die Kamera ausrichten Gas Flow
Schnecke

Schneidewerkzeug

Schmelzschweiften

Schmelzschweiften im Sattel

SchweiGen Abbrandfreies

Schweifien in einem Durchgang

Schweip vor bereitung mittels des Heizschneidens
Schweiften halbautomatisches

Schweifien kontinuierliche

Schweilien Multi-Pass

Schweiften mechanisiertes

Schweipen mit Hilfe pyrotechnische Heizelement
Schweilien mit Losungsmittel

Schweiften mit Losungsmittelzement
Schweipen mit Nachheizung

Schweipen mit Vorheizung

Schweipen mit Zusatzwerkstoff

Schweiflen ohne Zusatzwerkstoff
Schweiften transparenten fQr die Infrarot-Strahlen Details
Schweipen von Thermoplasten
Schweiligerat

Schweiftverbindung des Bandes flexible
Schweipbedingungen

Schweilisattel

Schweipen mittels Zusatzes zwischen lageaus-warmeleitendes Material

Schweipenextruder
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110
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12
50
68
141
125
10

142

47
66
67
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Schweipmaschine 152
Schweipnaht warmebehandlung 139
Schweipstab 129
Schweipungprotokoll 140
Schweifiverbindung mit beidseitiger Kompression und Kantenverschiebung 91
Schweifiwulst Grat 131
Schwingungsamplitude von Sonotrode 133
Sequenzielles Laserkonturschweipen 21
Sequenzielles Lasermaskenschweipen 23
Sequenzielles Laserglaskugelschweipen 24
Sequenzielles Laserradialschweipen 22
Sequenzielles Laserschweipen von Folien 25
Simultanlaserschweipen 26
Sonotroder 149
Sonotrodespur 124
Spritzgieschweipen 65
Stellungsmacher 162
Strahlungsschweipen 16
StumpfschweiRen 44
StumpfstoH 92
Stumpfverbindung 92
Transformatorelastischer Schwingungen 148
Thermokompressionsschweifien 49
T-Stuck 99
Uberlappungslange 113
Uberlappverbindung mit zweiseitige Kantenabschragung 86
Qberschneidende Energiekonzentratoren 120
Ubergang 97
Ultrahochfrequenzschweipen 83
Ultraschallkonturschweipen mit telstangentialen Schwingungen 72
Ultraschall-Pressen-Schweipen 70
Ultraschallschweiften 69
Ultraschallthermographie 134
Ultraschallwerkzeug 150
Umstellzeit 137
Unterlage aktive 146
Unterlage passive 147
Verbindung Reduzierend (einteilige) 105
Verstarkung (Reparatur) Abdeckplatte (Kupplung) 100
verteilte Energia-Richtungsgeber 121
Vibrationsreibschweipen 8l
vollautomatisches Schweissen u
Vorrichtung zum Runden 164
Warmeeinflupzone 114
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Warmeimpulsschweipen
Warmgas-Extrusionschweipen
Warmgas-Fachelschweipen
Warmgas-Ziehschwei/3en
Warmgasschweipen
Wasserhahn mit in Satteln Sie Ableitung
Wulst

Wulstmaskierung

Zeit weilige Schweifien
Zentrierung von Details
Zentriervorrichtung
Zusatzreagent

Zusatzwerkstoff

Zusatzwerkstoff fur Laserschweipen von verschiedenartigen Polymerwerkstoffen

Zwischenstuck
Uberlappung einschnittige
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MpunoxeHve A
(cnpaBo4HOE)

Knaccudumkauyms npoLeccoB CBapKm

A.1 Mpoleccbl CBapku credyeT KnaccuuLyMpoBaTb B 3aBUCMMOCTM OT (DOPMbI 3HEpriu, Mcnosbyemoii ans o6-
pas3oBaHKsl CBApHOTO COEfVHeHUsl, crnocoba ee nepefayu, BUAA WCTOUHUKA 3HEPrUM, TEXHWYECKUX W TEXHOMOrMUYECKNX

npoueayp CBapKu.
A.2 CTyneHu Knaccumkaumm B 3aBUCUMOCTM OT K/TaCcCUPUKALMOHHBLIX NPU3HAKOB NpuBEAeHsb! B Tabnnue A.l.

Tabnuua A.1— CryneHn knaccudmkaumm
CTyneHu knaccudumkaymm KnaccuukaunoHHble Npu3Haku

Knaccebl cBapku Bug, aHeprm 1 cnoco6 ee nepejayn npu 06pasoBaHUK
CBapHOro coeMHeHus

Buabl cBapku By, UCTOYHMKA 3HEpPruK, HEMocpeACTBEHHO WCMOfb3ye-
MOro A/151 06pa3oBaHNsi CBApHOTO COeAMHEHUs

pynnbl cBapku TexHn4eckne n TEXHONOMMYECKNEe XapaKTepucTuku, ycra-
HaB/IMBaeMble A4 KaXXA0oro snga CceBapky OoTAes/IbHO

A.3 Knacchbl cBapk/ B 3aBMCMMOCTU OT CMocoba nepefayuv aHepruv npveegeHbl B Tabnuue A.2.

Tabnuua A.2— Knaccel cBapku B 3aBUCMMOCTY OT criocoba nepejaqun aHeprin

HasBaHue Kracca cBapkm Cniocob nepesaun 3Heprm
TepMuyeckuii Mepepaya TEMNI0BOI WM CBETOBOW 3HEPTM OCYLLECT-
B/ISIETCA 3a CYET Teno006MeHa, 6e3 MexaHWYeckoro B3a-
nmoaencTeuns
TepMoMexaHn4yeckuin Mepepaya TeNn0BOW WM CBETOBOW, SHEPrMM OCYLLECT-

BNSIeTCA 3a CYET TEM/I006MEHA Y MEXAHUYECKOro B3anMo-
[OelicTeus (NPUNOXEHUS AABNEHUSI B 30HE LLIBA)

MexaHunyeckuin Mepepaya MexaHUYeCKol 3Heprun, npeobpasyemoii B Te-
M/10BYH0, OCYLLECTB/ISIETCA 3a CYET MEXaHW4eckoro B3au-
MoZencTeums

DNEKTPOMEXAHNYECKNI Mepepaya 31E€KTPOMArHUTHON 3SHEPruM OCYLLEeCTB/sSIeTCA

3a cyeT npeobpas3oBaHna B TEMIOTY 3/1EKTPOMAarHUTHbIX
BO/IH C pasHOli 4acTOTON KonebaHuii n MexaHW4YeckKoro
B3aumogencTaus
A.4 Knaccudmkaumsa npoLeccoB CBapku Mo rpynnam npusegeHa B Tabnuue A.3.
Tabnunuya A3 — Knaccudmkaumss cBapku nosiMMepHbIX MaTepuasioB Ha rpynmbl
TexHnyeckne n TexHonornyeckune Npu3Hakn rpynna CcBapkKu

lMprMmeHeHne npucagoyHoOro marepuana Be3 npucagoyHoro martepunana
C npucafoyHbiM MaTepraniom

Cxema Harpesa MpsAMbIM HarpeBoMm

KocBEeHHbIM Harpesom
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OkoHuyaHne Tabnuupl A.3
TexHnyeckne u TeXHOMornyeckmne npusHakn

Bua o6opyaoBaHust

HenpepbIBHOCTL Npouecca

CreneHb MexaHusaLumm

A.5 Buapl cBapkn npusefeHbl B npuioxeHun b.

44

[pynna ceapku

be3 npunoxeHnsa gasfieHNs 3a CYET Camonpou3BOILHOIO
cnnaBflieHNA MatepunasioB

C npunoxeHnem fasneHus 3a CYeT [aBfieHns, co3fjasa-
eMOoro [OnosIHUTENIbHO K CamMOMpon3BO/IbHOMY Criasne-
HUI0:

- [aBnexHvem

- TepmoumnynscHas

- PonvkoBsas

- JleHTOYHasA

HenpepbiBHas
MNpepbiBUCTAA

PyuHas
MexaHn3npoBaHHas
MonyaBTomMaTnyeckas

ABTOMAaTMYECKas



MpunoxeHve b
(cnpaBo4HOE)

Buabl cBapku

B.1 Buabl n rpynnbl CBapK/ TEPMUYECKOro Knacca npusefeHbl Ha pucyHke bB.1.

PucyHok B.1 — Cxema BMAOB ¥ rpynn CBapku TEPMUYECKOro Knacca

FOCT P 72533—2026
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B.2 Buabl 1 rpynnbl CBapKy TEPMOMEXaHUYECKOTO Knacca npuBefeHsl Ha pucyHkax b.2—B.5.

PucyHok 5.2 — Cxema BMA0B U1 rpyrnn cBapkM TepMOMEXaHMYECKOro Kacca
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PucyHok 5.3 — Cxema BUAO0B 1 rpynmn CBapkyn TepMOMEXaHNYeCcKoro Knacca
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PucyHok 5.4 — Cxema B/0B CBapk/ TEPMOMEXAHNYECKOro Klacca

PucyHok 5.5 — Cxema B/AOB ¥ rpynn CBapku TEPMOMEXAHNYECKOTO Knacca

48



B.3 Buabl cBapkM MexaHU4yecKoro kiacca npusefeHbl Ha pucyHkax b.6, B.7.

PucyHok 5.6 — Cxema BWZOB U Ipymnn CBapK/M MeXaHU4YecKoro Kiacca

PucyHok B.7 — Cxema BMAOB 1 Fpynn CBapKy MexaHW4ecKoro ksacca

FOCT P 72533—2026
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B.4 Buabl cBapkv aneKTpoMexaHMyeckoro Knacca npveefeHol Ha pucyHke b.8.

BbicokoyacToTHas CBerBbICOKO'-IaCTOTHaﬂ ONEeKTPOKOHTaKTHasA

PucyHok 5.8 — Cxema BWAOB CBapkX 3/1EKTPOMEXaHUYECKOro Kacca
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