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Graphical symbols for use on equipment—
Common symbols for electric welding equipment
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3 KNiE
ArEPFERANSRERSHE R AIEE GB/T 15565 MM E, BEA XM ARIER
GB/T 2900. 22 1 GB/T 3375 M 5E .

4 BFAAS
HEEEERATSLE L.
5 MR
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5.2 MIZREE 1 i ERA S 3T B BOR ERGE /D
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®1 HEREERANS

ki ¥ 5 % W BWoom

Jio
5

FILERINIEH 1SO 7000 (0463)

manual metal arc welding electrode holder

001

KA g AR RS /I AR E P LA R TP | TSO 7000 (0464)

BREESERPIEIE IS0 7000 (0465)
TIG torch

003

r 7 |

L o
r A

o35l
002 6 MIG/MAG torch
[ -
r A
L. -
r |
e ® /o
L ] [ ]
L—————— 1

B, LA IS0 7000(0459)
welding
004
L 1
- 5 FLERINE 1S0 7000 (0460)

manual metal arc welking

005

"

- -

REACAR AR P A OR3P RS PE U R TP | 1SO 7000(0461)

r A
.IEI;
006 MIG/MAG welding
- -
L =l

i BIAE A 0 A B IZAF S TE 1SO 7000 HFATH RLEIFF SR 5, RN 55T IS0 7000  HIMHMNFF 5. LA
INEE
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I'."I
I

F 1(8)
F 5 % &7 9 % W B
r - PR AR R ISO 7000(0462)
TIG welding
007 &
.. ‘.
ey
r - L WP ISO 7000(0468)
are spot welding
008 o0 00
L <
= = IR E SRR /AR M SRR | 1SO 7000(0469)
R
009 g MIG/MAG spot welding
oo r
r - B ERERY SR ISO 7000(0470)
TIG spot welding
010
L N N
L =]
r - B [ 2 ) ) 4 A A HE SR (R 3P /R AL AR T | 1SO 7000(0829)
R F R SR
011 MIG/MAG spot welding with time control
= |
e B ()3 il () S AR P SR DR SR ISO 7000(0830)
TIG spot welding with time control
012
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x 1(8)
F 5 B % & 5 % 7 ¥ B
= LG L i ISO 7000(0471)
dip transfer
013 Y
—1
L A
- - W St ik Y ISO 7000(0472)
\J spray transfer
014
==
L A
- 2 Rk o i ISO 7000(0473)
u pulse tranfer
015 :
——1
L A
- - ELR ISO 7000(00831)
continuous welding
(G
L 4
- o ek g ISO 7000(0832)
intermittent welding
-(-((-
L A
- - TR0 W e RN B 2 B RO B ISO 7000(0833)
weld with reduced initial and final corrent
-(((
L .
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x 1(5)
F 5 " & 5 % R i) B
ISO 7000(0492
r s SO70000452)
ignition
019
L -
F - b 3]0 ISO 7000(0475)
f arc ignition by contact
020 3
\/
——— o
L .|
- - =G K ISO 7000(0476)
arc ignition by high frequency
—
021 . / —_—
L] L ]
- L]
L .|
r - 1R ez ik itk ISO 7000(0823)
wire feed drive
022
L |
- - 1R 20 SRR ISO 7000(0824)
wire feed drive,continuous
S lelle
L .
- - 15 22 W sk it ISO 7000(0825)
wire feed drive,interrupted
024

O
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® 1(4)

F 5 % & 5 % W L
LR ISO 7000(0467)
submerged arc welding

025
- - BEF CEBARSURERD ISO 7000(0466)
hopper(powder,flux)
L -
= - HEERESR (HS#) ISO 7000(0474)
purging of air(by gas)
027 J
L ( -
- - BERANE ISO 7000(0451)
welding torch carrier
028 /
O 0O
L -
SIE ISO 7000(0452
r L R ( )
gas supply
029
L -
- - ERER ISO 7000(0453)
wordpiece connection
030 /I:—
L A
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£ 1(80)
Fog Bk % B 4 L
= = EETIRE 1SO 7000(0477)
plasmatorch
031 &
L J
r - METE I1SO 7000(0478)
plasma welding
032
4
L |
L J
£ = FEFUE I1SO 7000(0479)
plasma cuttign
033
L-V J
- - SEFRIR 1SO 7000(0480)
U plasma gas
L |
. - EETRIPSE ISO 7000(0481)
U plasma shielding gas
L A
- - BEEFIRIERR 1SO 7000(0482)
— plasmatorch connection to electrode
036
L A
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x 1(8)
I B % = B T
- - PGB T IR B I1SO 7000(0483)
+ plasmatorch connection to nozzl (positive
ly)
" & D o
L .
r . ?E%JII ISO 7000(0826)
pilot arc
038 L J
L _I
r = RN ISO 7000(0827)
transferred arc
039
L /' \ _.I
r - FEFEHI ISO 7000(0828)
Non-transferred arc
040
L V .
r = ALk b R IR ISO 7000(0493)
T coordinate tracing
041 e 9
L \L -
- - W {H L 1SO 7000(0821)
\b peak voltage
042
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£ 1(48)
F g K & 5 4 i ¥
= TR ISO 7000(0454)
drooping voltage characteristic
L |
r - P ISO 7000(0455)
substantially level voltage
L .
= - Bt BT ISO 7000(0458)
current slope in
045 1 ‘ i |
t
L A
- . R/ I1SO 7000(0822)
current slope out
“ 1\
t
L .
= - XATRE L PH p )R ISO 7000(0834)
I t resistance spot welding,double stroke
N J
047 %
L |
. - RIE, BAE ISO 7000(0835)
spot welding,single spot welding
L J
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x 1(8)
FF 5 ® % 5 % Ut i
= ~ IR, ERAR ISO 7000(0836)
spot welding , repeat spot welding
L -
- - W 435 Pl AL B A 1SO 7000(0837)
o seam welding with interrupted current
050 re—a-l
L -
= = LSRR, ELHRRAEE I1SO 7000(0838)
o continuous seam welding ; continuous-cur-
E— rent seam welding
L |
r - T s Bk ] ISO 7000(0839)
squeeze time
L .
r - 8 28 H A 6] ISO 7000(0840)
weld current time
053 .
L -
- - 2 5 (1] ISO 7000(0840)
hold time
054 .

10
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£ 1(80)
F g B ¥ & 5 % W
= = PR LT A] 1SO 7000(0842)
off time
055 .
L Jd
r - oI A EER I1SO 7000(0857)
cycle without welding current
""\-,
L |
= - AR RIS ER ISO 7000(0858)
cycle with welding current
L |
r - JEs e i I1SO 7000(0843)
I clamping without welding
058
L |
- = s /N 7 ISO 7000(0844)
approach with minimum force
L ]
059
L |
= = {85 I 15 1SO 7000(0845)
welding with constant force
060 / \

11
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£ 1(8)
F 5 B/ ® 7 5 E W
= DRl cs: ISO 7000(0846)
welding with force variation
061 -/_\J-\-
. |
r - PR BRI ISO 7000(0847)
full-wave welding current
062 ~
L -
= - PR RIR [SO 7000(0848)
half-cycle welding current
s A
L -
r - HHE . ISO 7000(0849)
phase shift
064 %
. -
P - bk 2 ISO 7000(0850)
number of thermal pulses
065 I | I |
L |
eIl
r - A HI ] ISO 7000(0851)
cool time
066
L -

12
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£ 158
F S " &5 5 % W i) i
i - LER TRt ISO 7000(0852)
N cycle with increasing current “up slope™
067
L <
r - GRS =R ISO 7000(0853)
N cycle with decreasing current “down slope™
068
L -
r - 156 384 I (1] 4% 1 ISO 7000(0854)
control of “up slope” time
069
L -
r - T [ 2 1 ISO 7000(0855)
control of “down slope” time
070 .
L o

13
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A B B H e veen i 031 185 B3t - 014
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ﬁi%ﬁlﬂj-?ﬁ‘rﬁﬂ ....................................... 069 %%%x’sﬂ (szﬁﬁg) ................................. 027
FUR, B R eecresssssnisessessssosnassnrasseesnas 048 %i&ﬁﬁﬁﬁifrﬁ .......................................... 062
.J_-U::'E',, iﬁﬁg .................................... 049 mﬁ(@;& weeene 065
I 008 KM PR RIP B AL RIE AR (R4

FE AL v e eeesnnenn s 004 FE B et 009
LTI oo eee e ees e 067  KHHMEHE IS R B ALARIE M SRR

FLYE L Fereeresessresemennininnnieiiiii. 045 - CTERTTTTPPPTPEPRPPPPRTITR weeees 006
BRI eeeeeeesseees s 068  KALHMEYE IS R IR AL RIS M S (R4

FEL VL T Paeeeeresemmrmmemmnniiiiininiininsiae, 046 LA coemre e 002
%ﬁ%ﬁﬁ ............................................. 013 Hﬂ‘rﬁjﬁfﬁﬂE’J%{%*&"ﬁ‘f’?}ﬁﬁi%ﬂﬁfﬁ‘f{wﬁ

B 42 R AR e oo oo sorosensasssassossassnsansnasns 050 P ARARY PR oo vessssssnniasssaonsssssonsone 011
(g N 017 AR A AR SR veeeeeeesoe 012
JE R R e re e 058 T B e e enemrere e 005
A FE [ eeeeenraenenmmnniiiii 040 F L BATIEE veerern v, 001
AR EE HE srevmroenrrrrmrssnsneinnnencnnirinaneans 042 552 10l LE1E 54171 RRRR R P PP P PP P PP PT P PP PPR 070
TR B eeeereresmmnmminniiiii 021 KUATFE EEPE g erwveenneernsennseramnnsiiiieniiinaans 047
EE%EEWW—} ....................................... 053 HE I [A] wveveveenenenneeneraraeneninn et 054
PRI N e 028 HETI - crssrsirasseriasasrasenressanannees ()38
PR W BEIE T v eerrrreerer s e es 024 B R TS S AR R AP SR e e rer e 010
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Approach with minimum force s++tsressessetranasseanuterinieriiettanicieniiinncecaiaeee
Arc lgmtlon by CONLACL =**es==ssemssresensencasasssascsnaassteasesnsasssssnsnrannnscasnsscannanan
Arc ignition by high frequency s+srrresesssrrreerssrarnssrrrentsesisttrsisrinttnesssesarronn
Arc Spot We!dlng ...................................................................................
Clamping without welding «s-ssses+ssserresessrerrerssssarerirsirarnrssrirennesiniennessesenees
Continuous seam welding;continuous-current seam welding «++ssssessseressnressseenenss

Continuous Weldlng T R R

Control of “down SIOPE™Hime ===+ srerrrurturermemieten ittt et
COI‘ltl’O] of “up Slope"time .......................................................................

Co0] time s++eseersrrenresnasnan

Coordinate tracing ................................................................................
Current slope IIL # o v v osnssenenanannsseeoetsionsssssssantnsesssanssessssossessnsatitossosssnssnnen
Cun-ent S]Ope Fe 1 S T P PR TP
Cycle with dec[easmg current “dOW]'l Slope” --------------------------------------------------
Cycle With increasi_ug current “up Slope” .....................................................
Cycle with weldlng CUTTENT *eseereererssssescscssressisnacssassssssacscacasassssassssssssssneas
CYC[C without weldlng CUITEIL **s+stssessessessessnssanassanarasasassssasssssnscassssesssansans

Dip transfer «--+

Drooping voltage characteriStic s+sssssasssasestasaissssaipaisasssiasssssnssssssphassssnsssonse
Full-wave Welding CUTTENE +«++++++ssssssssssssstssssssssasstintsasstants st st
GAS SUPPIY “+rereeessrssrssms ettt
Half-cycle Welding CUTEnt +++++s+sssssensesssserstnssntastmientissiets st asstssns s en s

Hold time +eseesesesseseese:

HOpper(pOWder,ﬂux) I T TIImIImIIImmm T I T
Ignition IOy
Intermlt“nt weld[ng e
Manual metal arc Welding «+++s=ssssreerrareunsimumniii
Manual metal arc welding electrode holder ==sss=srersrremerseremmerarerermiecaaraianeees
MIG/MAG Spot Welding ««+r+reereeresseresrsmmimmiiiii i s

MIG/MAG spot welding with time control <«sss+ses=
MIGMAG torch e S R R s e s AT A
MIG/MAG welding «ssseseceeeses

NoHtrafisforred arg ssesessssssvormersinsvassenvsisispesversssnsbsruvsnnsssivvnssinesrmsnessoiv
Number of thermal pulses +=++++sseesessssssssstummmmiiiniiiiiiiiii
OFF (N =essessenvssossnssnssssasnsenssssisssssersunnasranessensiosasasnonsssorssnpeasinissnsonsnnse
Peak Voltage t+eeeresesesrseansamuomnritautumionniiiuniuitiiiiitieuitiiiiiiiitiiitis
Phase Shift sreeereeresrrrrrmremermeseemmtrerimtnreiersmoiesseresrsstsstsstssrnntnnsnnsnnsnninssnes
Pilot ArQ seeseteseseesesemsotaensatatiesenottatisiosctotiissssssssossssatatassessiaransasasssasasnes

Plasma cutting feNTEINLIAN NSRRI AN
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PIASINA @AS +vvreeersrsensoer oo oot e e L s e e s 034
Plasma Shleldlng gas ................................................................................................... 035
Plasma Welding e eeeeeereernennster ittt e s 032
Plasmatorch ............................................................................................................ 03 1
Plasmatorch connection to electrode r=«s===srrsrerssreemrrereenerensrstrtrrerarsrrensr st e s e 036
Plasmatorch connection to:nozzle (positive sunply) »ssrresersasserseansreresseassnsasonsansuaypessnaanseassannses 037
Pulse n-a_nsfer ............................................................................................................ 015
Purging of @ir (by @as) «e«eeteerereererrommmosumnntte ittt ittt s sttt e s e e s 027
Resistance spot:welding:double: stroleg ssesesrsrsressasrssssnensanravosnsasnnasansasyanssnansapnsrsnsnsnsassssncasase 047
Seam welding with interrupted CUITENE +++++++ssssssrstrrtertteuteuttmumuiitiiitetttiit ittt enaas 050
Spot We[ding,single Spot Weldll‘lg .................................................................................... 048
Spot welding,repeat Spot Welding ++ss«eseeeeeessrssesiimmiimiiiiii i 049
Spray tl-ansfer ............................................................................................................ 014
Squeeze time ............................................................................................................ 052
Submerged arc Wcldlng ................................................................................................ 025
Substantially level voltage characteristic ==«===ss+=ssrsresensrerrmssmriieirinaniiiiiriis e 044
TIG Spot Weldlng ...................................................................................................... 0]0
TIG spot welding with time CONrol ++=+ssesrsersrarmsrttrmmiiiir ittt e s 012

TIG tOrch T T P T P P 003
TIG Weld]ng T T T P 00‘?
Tl'al'lsfel'l'ed F v L T T 039
Weld current time ====rere=ssssssssrssrascscaaressescscasnrrssneseressssssssessssssssssasrsrasssasssrasssssssssasnssasas 053
Weld with reduced initial and final current ss+ssss+esresessrcsessssoscossersassossasassassrssnsreresssasssrasnrsens 018
Weldlng T PP R T T RPN 1) 1

Weldlng tOrCh CaITieI' ................................................................................................... 028
Weldlng Wlth constant force .......................................................................................... 060
weldmg Wlth force VariatiOn .......................................................................................... 061
Wirc feed drive ......................................................................................................... 022
Wire/feed drive continnoug: == et s as s i s S b s ro s R SR et v et R e S e 023
Wire feed drive,interrupted «-e=s=sessessssesseseemnemesasmmanrninsratitnninnas ittt e e 024
WOTKDIECE COMMECHION *revreveesesresseransuestettiette st tit ettt st i s e s s st s b e s e 030
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