ICS 29, 020
K 04

e N RS 3R A E E 3R b dE

GB/T 2900.22—2005
{t#& GB/T 2900. 22—1985

EITHZIAARE BREI

Electrotechnical terminology—Electric welding machine

2005-08-26 &% 2006-04-01 £ HE

PRARKHNEER RREBEEEELSR 5 »
T E E




GB/T 2900.22—2005

il

0]

A4 H GB/T 29008 TRIBINE 22 F4r.

A4 RSt GB/T 2900. 22—1985 B9451T. 5 GB/T 2900. 22—1985 Mt , ATy F ELE U TFJL
MHHEEBTERES.

D BIEEHREEAA RRAES N T 32 BRI B EARIE.

2) MEARMARHRENEXABTBTEU . EEXENTE . GH.

3) WMETEBK™SZHRBEMAEAOARE.

4 HETHR, HHIREEHT REENBR.

AEH ML B &, A& GB/T 2900. 22—1985,

A omeEBaRIAELCERAZRSERHIIAED,

AR AR BB R T ARG BN ARA A,

AR EERBEAN B I EBE,

AT 1985 EHRER.



GB/T 2900.22—2005

EITZEARE BEN

1 EE

AXSHE T HIFHLEI L A TFARE B — BARIE 7= 502 R 25 B 5%

A W48 T AR ML o B AR ME M OT A R B AR S R T R R L T B R T

5 R ILE LA & ISR e T 09 B R AR IR LA S A RR A MR X T b A AR ETRE . AR
R B FARE . TER T EARNRERNEARX PR THRE.

2 —RARBRFGRER

2.1 —fRE
2.1.1
B1EH electric welding machine
WA R TR R ERE R & AR R R E 4.
2.2 mINEH
2.2.1
[E]MEH arc welding machine
FiI A e A R B b & BT TR AT B AR L.
2.2.2
X BEMEH. semi-automatic arc welding machine
AFTRERRSURIE, Byl 7 % B2 LUHTRENIUENL.
2.2.3
EhIMEH. automatic arc welding machine
AR X SR E A F TR s R X R S R R 4, 0F T B shab i 7 B Ay
9 IR ARAL
2.2.4
HESMIE4l submerged arc welding machine
B A ORI A8 2 T AR LU AT SR SR A IR AL .
2.2.5
S{E{R$PNIEHNL  gas shielded arc welding machine
F A Sk (B 54K CO, KRR G O BRI AT BN IUEN.
2.2.6
ZEALBIMIEH.  carbon-dioxide arc welding machine;CO; arc welding machine
KA S BB, L CO, AR IR IR,
2.2.7
HEIREESEAPINIEN  tungsten inert-gas arc welding machine; TIG welding machine
FA T 2 45 B 3% 1 58 1 R 1 fh i AR, IF AP 5 SUAPE R AP IO IR AL (TR TIG /2L,
2.2.8
BB EESERPINEN  metal inert-gas arc welding machine; MIG welding machine
KA & R AR LUME SR ER P A9 IUEHL (R FR MIG JRHD .
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2.2.9
EHESEAPIMES  metal active-gas arc welding machine; MAG welding machine
F Fl-& B A AR . IS SR MR B9 IEPL (T FR MAG B0
2.2.10
L£EFIHEH plasma arc welding machine
F S B F AR R IR R IR Ry IR L.
2.2. 11
MEEEFIMEN micro-plasma arc welding machine
BERRER/ADT 30 A WEEFIEN.
2.2.12
SHIEBH electro-gas welding machine
ELBETAHELFHURARASE(AEARBHRNRHBRIORFEMBR, ERFIFEREYE
R SR TR,
2.2,13
MR EIMEBH rotating arc welding machine
B IRTERE SR A F U 0 LA (— MR A B RO B xe) B T o BB M SR TR R s 45 1k R B In R S5 3L
REMITEL.
2.2. 14
iR EIEHL  strip surfacing machine;strip cladding machine
PR A AR, LA I 2 e v SR B SR AR AR L.
2.3 EBEREMN
2.3.1
BEEN electro-slag welding machine
AR o, Y00 A ol AR A I i A L PEL RN R R B M MR AT I B E AR B R SR
B g, RS R E SN EHITHEN.
2.3.2
WMEFBEEAEM reinforcement electro-slag pressure welding machine
BB NA R, A=A WS ER AR I E T R RATELBEREN
B,
2.4 BEEHN
2.4.1
(B MH/EHL resistance welding machine
R e 9 S A B L o T U] 7 A Y R B R b AT R B AL DR EE A VR AT SRR Y
1240,
2.4.2
2124l spot welding machine;spot welder
S PR AR b AR 6 T fok T () T B IR Y R BELARAAL
2.4.3
MM  projection welding machine
X L b B 8 — 4~ BULAS T 5 G008 AR HE B Ui, P4 R e 38t AR A R T Y vl BB AL
2.4.4
48184l seam welding machine;seam welder

R FA VR 56 v AR 7E T L 2 b 7% [ 9 (6] B 32 5 b i 51 4 L 080 L T2 BRI IR 4 1 s BELARLL
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2.4.5

R FEXT4E Y] resistance butt welding machine;butt resistance welder;upset welding machine

i 3 S EoHE T AR A0 AR 0 0 T B e P P R B R AR B A PR A AR S R A I TR ) 52
AR ) L FER AL
2.4.6

A¥3F484. flash welding machine

18 g e ELHE P {4 0 R B v T AR B R AR B A, ) R e BHL A (R R B v e A B M R AR TR RIR,
BRI, RE R A S B IR 2 — B R, B2 %0 6 A 21008 IR B B R E i i T A1 52
AR EE R R
2.4.7

EEMEEEEEY  condenser-discharge resistance welder

F BT L 25 2% P A B B HEAT AR 4 0 s BHAR AL .

WL AR RE s LR ILA -

B AR S /B4l capacitor spot welding machine; condenser type spot welder

BEEfEEE™MIEH condenser type projection welder

BEAMEESEY  condenser type seam welder
2.4.8

BB R  high frequency resistance welding machine;high frequency induction welder

JE CRARO B, (8] T 5 A SR 10 kHz 5g L L 09 38 7 6, 6 42 14 40 4B 5P A0 3= 1 = 3F 7= A 4
B, B2 I R 7 AT KR He B PR AR AL
2.4.9

=#R{EHME HIEYL three phase low frequency resistance welding machine

e = A A3 e s 2 A S B R I AT R D i) A 4R R el 3 AT AR A L BELAR L .
2.4.10

REBEFREEESN direct current resistance welder secondary rectification

T BELAR AR R 25 VK 4R [7] B o e A KTy 3R 3 Ot 48 1 LA SR A9 B 00 W 370 A e PRI L
2.4. 1

L EEIEH  inverter resistance welding machine; inverter resistance welder

KRB ERE N B EE RN BHEL.
2.4.12

BEhX A IEH portable spot welding machine

ITHEE, BIEBESLEBRR BN, FRMBIIAER.

a) IRV EEBEIN;

b) EBMEGEEFEHE . AEHSEEFEEEE BN HEBAEEREGRM.
2.4.13

A 12# gun welding head

B —A R BB L in e e e A TR 73 — 8843 b i R BRI DA R S R AT R
BRI,
2.4.14

M 1848 plier spot welding head; pincer spot welding head

—Fr FIR AR B ROFLAT R GRS AR N R S R R HEAT SR AR R .
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2.5 BHEEHN
2.5.1
YR8 YL stud welding machine
£ RBESEUFT MV EN RERT T4 LRENL.
AN E B Rl A @ T = B B I, AT SR R S
2.6 EBEN
2.6.1
BEHEIEH friction welding machine
FAPOE TR WA TR A R E A B B RS AR R T T 5 R A —F R E
12l
2.7 HBTFREMN
2.7.1
HBFHEN electron beam welding machine
PAEFEFBFRBEERES THNEEL FEZREMAB LN LHBENELERE.
2.8 FAEBEM
2.8.1
B EIEH  laser welding machine
7= A B TR {0 L R AR S X T R e A A AT 0 SR B AR AL
2.8.2
EEMKIEN  continuous laser welding machine
BAHEZHOCRABOLEL.
2.8.3
BB AEN  impulse laser welding machine
ELA Bk b BOER B8O B L.
2.9 BEEREHN
2.9.1
BEREN  ultrasonic welding machine
FEEAWVERT &S B RNV ARIRD R E S8 TARE ™ 458 2 M0 B, K3 n# 3 &
S5 SRR FE LA L, AT 77 IR 1 — b = R AL
WL AR
A SBH  ultrasonic spot welding machine
BEEEZEEH  ultrasonic seam welding machine
2.10 $1/_M
2.10. 1 $FRRHLCTX R 3 3 )
KR 5 PRI A BT ST BHE L R IR B . A S 5P RHE B 84 R L MBI S B MM EY
LB EERXE.
2.11 BENSHEA
2.11.1
1BENFZ AN  welding robot
FIABFRE R R R4 R R S S6E N6 R ST B RENTLE A
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3 HHlEH

3.1 SEMARN—KARIEF
3.1.1

12 E welding power source

HREREBER AEHEFESZRERTETERNALFENRE.
3; 1.2

(1§42 B4 electrode(for welding)

R 5] B8 Y 4 B A M S THZ k.

RIS arc welding electrode

B IAR B F LU SR B I, R R R A M L B AR St E M R AL &R 24 (U2
#RE) BBE 2B,

(EB]pEE I resistance welding electrode

R UGS EEURMEREEINEER.
3.2 RIENMENTSY
3.2.1

JMIEHEIE arc welding power source

REHEMABE, FEFEASTIIEMECTZERGH B FERRE.
3.2.2

(B4R )MIETELE (single-phase)arc welding transformer

Prep IR IR B A A R A R AR . B F B TR IER .
3.2.3

NBINEZERE portable arc welding transformer

FEBREERAKT 200 A BERBREEN 200N EER.
3.2.4

(eaH]NIE 87 E& (single-phase)arc welding rectifier

B[ 2 AN AR 8 PR 2% o B 25 41 4 4 B A IR e R, T AR B R 1
3.2.5

[ZE]MEREFKE (polyphase)arc welding

2 F IR A LB WA AP R A IR IR, R M .
3.2.6

I FE T ET  inverter arc welding power source

KRR EEE IR MARERENIESER.
3.2.7

ZHMEZEHN  arc welding alternator

RS HLIR S A i R AL, i KA SR g B ER.
3.2.8

BRMEZEN DC arc welding generator

HESP RS EREEYL. HAEFEFESBRERNER.
3.2.9

THREAMERTE AC & DC arc welding power source

AR ERF CGEM A B MR A4 A AR E R IR, R0 3%l Be A d B sl A 3 B TP ) I .
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3.2.10
£ 2B E multiple operator power source
MENBRERFEMNEEN —MEZER, S MMEAE RN B REREE.
3.2. 11
BREESERPEKAINIEERE TIG arc welding pulsed power source
BERLZA B bR A MY TIG 1R 8 , H Bk w451 358 % A 0. 25 Hz B 10 Hz,
3.2.12
B REESEFEPRAMIERTEFE MIG arc welding pulsed power source
fils (5t 45 Bk w2 B v LA MITG SR el 3, U R L W0 @ % 2 25 Hz %) 100 Haz,
3.2.13
513M3EHE arc initiation device
MU E AR B TR IR &, Al i iR 5 RS B s Mm%,
3.2.14
#IMIEF arc maintenance device
ERESRPAUERFHIINEE.
3.2.15
ZEUBESEmAEE CO; heater
fngs CO, Sk, EHGE—ERE M.
3.2. 16
BREEE  welding circuit
A5 R o T T Y BT e AR A A R R
3.2.17
ELHH  wire drive feed unit; wire feeder
EHFNERSRELZURMRETSBNER HEETETLE N EZETZER,
3.2.18
2% welding tractor
BHBEIL 240 . EBHAFNR/NE, STUEBRESEE, T4 AsIRRE.
3.2.19
1B#EP L  welding head
Bz (R IUEN Y, AU RL S ZRER FREFEBNMAXE. EEFTERBELFENG.
LT EAGETTIME . ELIWE . EHEE.
3.2.20
TENLHE  traveller
Bl (RGN P REFEREHS T IABRIMER, — B EEH FREMTERS
.
3:.2.2]
H184H electrode holder(in arc welding)
FITHIVER, AL RFRBRIESK HESERUHTRENFFEEER,
3.2.22
BREESERPIEE  TIG torch
LREESERPER  TIG gun
R ACRAE AR IR, AR i R R R R R AR R R ERBRERE.
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3: 2:23
BEREESERPE®R MIG gun
R EES AP R IUEN, AU SRR L PR B Ea R A EER PR IEMRERE.
3.2.24
—HEUABSERPER CO, gun
ZHEABR AR R AT, F LSRR AR 22 R R B R R AR R R AE AR A .
3.2.25
ZE T8I plasma torch
LB F/E# plasma gun
S THIEN, AU O REFEEL MESREER . BEFRPEFEmEFE TREF
EFam A RESRE,
3.2.26
B Mg  arc stud welding gun
RSk BRI rp B e U IR IR R R A SRR .
3.2.27
M BB  welding supply cable
BESRSEESIBR S BEZ R HE Y,
3.2.28
EHEEE RS welding return cable
THEREREZEMELE.
3.2.29
EHEBEY  welding cable
A7 4 AL e e 45 0 AR B[] R 4 A ELAR .
3.2.30
H£k 3  welding current return clamp
W B ER B R AGER B T Edek, Ik S THREMEFEETHLE.
3.2.31
12££# wire reel;wire spool
FEHUR 2 RREZ A,
3.2.32
[1BEBYEEBEEE coupling device(for welding cable)
EEWREEAERR A - REERER A ERI R EA TR EERNESR.
EELBT aAEER BEREGS FERTAR HABRTAREINE.
3.2.33
[S&kFEPE]EHE  nozzle(for gas shielded arc welding)
TERTHERIUBEA R, ARSI FRPIANRERFLEEHEREM.
3.2.34
EZRWEME constricting nozzle
SETRIES A EBR, BAERILAAKCK I wNE.
3.2.35
A4 [N4E 14 consumable(arc welding) electrode
MMEE TSR ()R BB A B R,
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3.2.36
B MEE 4R consumable(arc welding) electrode
SWHW A EEA SR (B IR B AR FRELR .
3.2.37
HIlSEFSAEM air arc cutting and gouging electrode
BEvaERLUAEESRE BB ST R E NN e Bk,
3.2.38
SHE contact tube
AR () IR VLA R R BRIk RO R L S I m B2 RX ez,
3.2.39
(EI§)L=E helmet; head shield; head screen
R Sk LR E R MRS,
3.2.40
(F#)EE face shield; hand shield;hand screen
IREET TR ORI 28 2, DR i SR S .
3.3 BFRENNARTS
3:3. 1
FEF# electron gun
RS FIFREME Z m L AN AR A AR
I FEERNAFRT 48,
{EEB-FH# low voltage electron gun
fnEE e E{HS TRMET 40 kV f 8T,
FEBFH medium voltage electron gun
e EERET 40 kV BT HETF 60 kV HETFB.
BE®BF# high voltage electron gun
e EEE T 60 kV AT 4,
3.3.2
[1B# |~ 4% diode gun
P ER (R HR) B R F B SR R RORE e B BRI ER RS EE—EHEk
3.3.3
[f8# =44 triode gun
A=K ER. SRR OEFR. A RREE BER R EE . FSHREE . ImES
ERBHSRABEERR X.
3.3.4
#Z#1# control electrode;grid electrode
LW IRE  wehnelt electrode
=R AIRERN T, AR B S SEHRR.
3.4 REENHERTS
3.4.1
BEI2#= 4188 resistance welding controller
UG RN TEIENBESHNEE.
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3.4.2
BHiE® arm;horn
BB SR LSS R4, AL R R R N IR SRR R R R R RER, R
REEF R AR REE .
3.4.3
B &1 platen
MR EAEARER IR FE SRR . BREIMEEAREKEEERE.
3.4.4
123 welding wheel
RiEEH
SRR YL E T B AR AR
3.4.5
ER{EW electrode holder(in resistance welding)
FA LA 7 2 v AR R AR B, 3F () AR OB A R B e A AD 1
5 BRERLEE
.5.1
Pt B[R HEE hazard reducing device
AL e E B ES EMEEEN—MER.,
3.5. 1.1
[S#H B EMRKESE  voltage reducing device
BEARTHERIREEZAENSRB EMABEF AN EEEE EIKEN—FEMERE.
3.8.1.2
TRMRBERBEE  AC to DC switching device
IR ST R B S A M e i R T 7E SR AT RBIR R A 2 I — R B B 3R B .
352
HRIFIER  thermal protection
AURAPRERENENSHEUZERGEERREARERIRMERBE IR RE.
YREREEVERN EBFHFZEIEN.

EAMENSH

1 BAREEMSE—MARIET
11
BB E(VEESRIERN)  duty cycle (of a welding power source)
BT RS 2R a8 HE. A F 0~1 ZE, THE THER.
4.1.2
SEMNEBEGREESBIER) rated supply voltage(of a welding power source)
BERFE R RAMNBARE,
4.1.3
BLARIE  type test
MERE—-RIT MR EN - TRENFHABTHER AUEREX —RIHTEFFAE—CN
A

w W

=

B
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4.1. 4

F474#488 routine rest

H e

Xt B 25 20 il 3 P a5 L AT B, FH DA A S R B A H iR .
4.2 BMENMHEREENSH
4.2.1

#)7E{E conventional value

FAAE ELE 3 2 Al i 04 2 505 HE 1L
4.2.2

YERIEIKA  conventional welding condition

EHEBAREMRESFERET  FEARHENACEERARESAE MR EHNNY
SE 12 B By i s AT B TIERE .
4.2.3

HAEEFEETM conventional welding current

TEAM A E R BB ETEEBRMESAERBABIR.
4.2.4

HERF(INIEHIER)  conventional load(of an arc welding power source)

T E B ANTF 0. 99 19 5EFr CARE R P A 2R
4.2.5

HELHBEE(MEBRIERN)  conventional load voltage(of an arc welding power source)

S5AEREERALKEXLRNEEBERBENREEE.
4.2.6

fHEBECGTESEIREF) load voltage(of an arc welding power source)

N 4 v U R A, R SR (B A R B .
4,2.7

HEIZETES conventional welding duty

BEERABFEREN AT, ULERBEL—MEH, 620 h 4% 00 B 5 T /EaHE &
BE = B R IS 14 25 3038 17 I 18] BT 4
4.2.8

$E{E rated value

— B dE A SRR EEEETRETHRAENRE.
4.2.9

MEREBER rated welding current

EAERETEH AERABRBET . HERERHNE KA.
4.2.10

HESABERGUERER) rated maximum current(of an arc welding power source)

TR (B 25 B H TET » X 6 IR 7T BB A 45 1Y &5 0K o Wi 48 s X M 4 8 B K B AL
4.2. 11

HES/NERGIIEBEERN)  rated minimum current(of an arc welding power source)

T B/ (RLED 292 A IET X v IR T GBI 45 A J5c /)N | 3t 08 s X PR 48 B Y B/ AR
4.2.12

FTHBEEGVERER) noload voltage(of an arc welding power source)

Shea BT B O SRR IR S w2 (A B )R LA BT R e I .

E X RAHERMGEREMRE, Z BB ERE SRR h RS ERRERN S E,

10
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4,2.13
HEIIBE arc voltage
E P 3 = [ Y ML B
4.2.14
BAFHEFONEEZEHAH) maximum no-load speed(of an arc welding generator)
ERSZHMEREIEH  tRtmALHBER, EABIRRANFZREET BN ES4
mARFE.
4.2.15
FHEHFERERCGUVELZEVLE) load speed(of an arc welding generator)
ERAREA, UWENRERBINE A
4.2.16
SRS R B IERY)  external(static) characteristic(of an arc welding power source)
AR AN BEMBBH BRI RBEZMPXR.
4,.2.17
A (OUEBER)  dynamic characteristic(of an arc welding power source)
LHBREEERE AN, BEEAFEHHERMG LB ESHNENRER, HURERZEEBEXN R
B0 R N BE ST,
4,.2.18
TR EBEIER)  dreoping characteristic(of an arc welding power source)
FE B SR L UV T L N KR R G N IR TE KT T V/100 A RIERAS SR FRIE .
4.2.19
T4 (IR B IEE)  flat characteristic(of an arc welding power source)
EFEEEBRAYERN B EE R e, B EEEANT 7 V/100 A B E EF/NTF 10 V/
100 A R9FRZRIMEHE .
4.3 BFREVNEAEENSEY
4.3.1
[(BFHRIITHEES work distance
BERBTFRTEEAN -5 S B FRELH L BESZHEBER.
4.3.2
BETIEEE capacity of electron gun
BRI KRB AR TRAERMER,
4.4 HEBVKRREENSH
4.4.1
FRERIEIEE B (AR 4) nominal welding cycle(in resistance welding)
B 1R 60 s, UERKFELER N S0 RUMR A M.
4.4.2
EXEHBBHR(EMEERN) maximum short-circuit current(in resistance welding)
TRVLE T 5 JOUE 5 R4 7 B I 40 rE TR e I L e AR AR AR IR 7 B M E A B R A T A KB A8
HiAE :
a) F/hMLHL(E/NERE MR RKEMEE ;
b) EABLHCGRABRRE B ERIEEE).

11
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4.4.3

BAEBE(EHEER) maximum short-circuit power(in resistance welding)

TSR AN A B R AT R, AR KA R ALE, i R R Ar v R O i #LE B, RALIE B8
A X—ER A E/NREETIME KRR, WERRAEI R,
4.4.4

BAEEDNE maximum welding power

HERNBRERIIRM 80X,
4.4.5

AEHFEEAD S0%UMARFRIIZE  nominal power at 50 %dray cycle

RN FHREERBA TR SRR KMAREDR,
4.4.6

EEIhE (BB ) permanent power(in resistance welding) ; continuous power (in resistance
welding)

FEI0UNMBIHFERTF TEMATRNERBAMAEDE, 5R|VFFEEN S0 MR TH X
AT

S, =8/ 2
K,
S,——EEE;
S.— I FRINE
4.4.7

FIEHEE N S0%AFRFRAM  nominal current at 50%duty cycle
TE BT R AR A B PN PR L S PR R B9 TS AT T R o R B, DA R B R S OR TR Y A b BT B

BHIBRE B,
4,4.8

EHEHFE(EHMERN) permanent current(in resistance welding) ; continuous current(in resistance
welding)

R EL TER M, H{En T K.

I = I 2

AP

L,—ZEZ B

L, — s #R B0 .
4.4.9

M E (B FHEM) no-load apparent power(in resistance welding)
24475 F 25 VA B 1= YK R B B 0T B » ) % 8 4 o TS LA 0 R A SR B A L IR N AL 4R T SR AR L AE
ThE,
4.4.10
R (B EA) no-load current(in resistance welding)
LAKEBRAARRXEEEH TR MEAEHARENUHECAENTAEBEMN TSRS
L.
4.4. 11
RBEEHBFEEEMEA) secondary no-load voltage(in resistance welding)
24 e B AR ML VR £ (71 i FF B, A0 Rt N 45 R JR e F A L ZE A A R MR B AR Z B B R .
12
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4.4.12
BiREEE throat gap
a) T AEVLRLEEYL, 58 2 A At , B AR B SR RS54 A9 S0 B R R ) R R
T AEAFRFERETFHRFHZAE.
b) X ARHLAE P AR B R B A R
¢) Xt FXFARLTE — X e B O Z 8] 7T AT 1 Al 2 0 BE R .
4.4.13
HRBMHKE throat depth
a) MTSBNLEIREEN, BRI . BREROPLEATBRAHWERPLESR
BB 5 B B I 1 {4 (8 19 78 BB B .
B AR A B AR Nk R .
b) XFXIENIEEE TRE W, RIS EE S5 0 BEBmib B BER .
4,4 14
BER{THE electrode stroke
a) Mtk B S EEME, BRNERXTES TERIHPEGTE.
b) YFBEREHEHEEHE BRNERTRFTHERMAE LA —SELTERFENINE
B FE, Bl — A Fah e AR B 28 | 5 (B 5 o AR 3k 42 T B9 48 A2 4b » W 13 [B) BT B AR Y 8 K
e,
4.4.15
AR MEMEEMNSE AHEMS maximum electrode force of spot. projection and seam
welding machine
RN, S THMERERT.
4.4.16
AR ONEMSENS/EHS minimum electrode force of spot, projection and seam welding ma-
chine
JREENT B4 TR B/MER A1 .
4.4.17
RS ATEH  maximum upsetting force of butt welding machine
BIER L EME THERENRAIERT.
4,.4.18
TRV AR /NTEE S minimum upsetting force of butt welding machine
BEER g THRERNSENMERA.
4,4.19
MR AFESH maximum clamping force of butt welding machine
BEREHOEATIAMEERTOBEAERS. SERADUER IIEAN BB IE THAEH D
WNITHE  HRIFSHERE R EM.,
4.4.20
B (B PBEIER))  syschronous initiation(in resistance welding)
Ea L AR BES AT ERNY BN A EEERLRE EREERNERETHE
4.4, 21
EFEFEE (BEHEES) non-syschronous initiation(in resistance welding)
e R, B RSN R B R R ERAA— BT SERIERZEH .

13
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sesss 9.8.0
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4.2.19

e 2.2,12
wseeen 3.2.33
sesaes 2. 2.5
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AR TE M SARRIPIEIE voververenreenneenes 3.2.22 AR TR TR creereernrnnorneeeenas
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TR GRIRHLIRE) corereseeemeeneens 4,2, 18
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AC & DC arc welding power source
AC to DC switching device
air arc cutting and gouging electrode

arc initiation device sesesress s Iss eI At beannane

*=

et assnssennnse s

X ® 3l

A

D T T

D

sasarssens

asesrreasremns
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seensssssess s rsnarenan
T

sessssssssassasnssarsaana

I T

Arc MAINLENANCe deVICE ++0rrecasrttrietetttererteseneesneisoreonasestesesssessrs tenssssrersssieresstssesscnvasens 3.2.14
arc Stud Weldilg GUIL  ++eeee s srreresrernt e e e e e e e 3.2.%6
arc voltage -eeerereeeeeeseesesneneienaiiinna ey erasetsessiestansnnns snnevenes 4.2.13
arc welding alternator «++---- seen s T e A S SR wvemewssewevasvs 3, 2 7

arc welding electrode  «ecececeerneeenens
are weiding machine =srrevererscirniiciiiiiiiiicinnes

arc welding power source

P 1y (| BEEREEE TR R 4rsssssenrnnan

antomatic arc welding machine +o-covereenees

butt resistance welder

capacitor spot welding machine
capacity of electron gun
carbon-dioxide arc welding machine
CO; arc welding machine
CO, gun  sorvveeecnnnnsnns
CO; heater ------

condenser type projection welder «:++------

sssssssssssssrsnenran

sssssssse s nan s nseanaan

.....

R

seea ssssessansenes
ssesrarenmn wsasa

condenser type seam welder «+srsesriiiiiiiiiiiiiiiiiiiiiiiiiiina

condenser type spot welder

ssssssserennerrane aan

condenser-discharge resistance welder «--«corocereeneiiiainii. .

constricting nozzle

consumable(arc welding) electrode -------

........... srssssensanesssasan

R

et resatsess s atnnna s B r

D T P P

T T

BT N A 2.4.7

D T I R

consumable(arc we]ding)electrode B T R T D S L L L R T 3_ 2_ 36

contact tube secrrreeriiiiiiian

continuous current(in resistance welding) «-++----

continuous laser welding machine

continuous power(in resistance welding)

control electrode

conventional load voltage(ol an arc welding power source) «rr-rereserrarnaan

D T R

T R T e

sesssresassssntranasbnatan san

masssssssasssssrasasana

Pesarsaanas

R )

cessinsees 3.9, 38
- 4.4.8
R R 2.8.2

ssssssssssasesrssansras s sessssensnsasas 4 4 6
. T

conventional load(of an arc welding power source) «sssssermrrrrerm i e LLE LD 4.2.4
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conventional B [ R L R T PR LT T
-4.2.2
- 4.2.3
- 4.2.7
e (3.2.32

conventional welding condition

conventional welding current

conventional we]ding duty T L T TR T T R T T T R T

coupling device(for welding cable) -reereevermeenainnenn.

DC are wglding generator et ssssresssanrrss et aes st Tt

diode gun D L L T Y

direct current resistance welder secondary rectification «--------rorvivcueienn

drooping characteristic(of an arc welding power source) sesesesrersrrsnama...

duty cycle (of a welding power source) «=essevereeeses

dynamic characteristic(of an arc welding power source)
E

electric welding machine <------ecesreecriiaiciiniaa.,
electro-gas welding machine

electro-slag welding machine

electrode holder(in arc welding)

electrode holder(in resistance welding) =+«+-+sstessrustetmmmmmie it

electmde stmke sssssssssss s s T e R nn RN A

electrode(for welding) ««++reseerersressissnsrrmniininiiiininnn.
electron beam welding machine

electron gUN  seesesrserereneanni s

external (static) characteristic(of an arc welding power source)

F

face shield
flash welding machine «+--resereeanmeanenene

flat characteristic(of an arc weldlng power SOUTCE) =rvresserrrsestoscsssansssissasssssasonanssnataissnns

e 26,1

friction welding machine ----

gas shielded arc welding machine BesebsesassaENsNeTaaE R ReR AR TTT T esasseneas dtanat st nesunn

grid electrode O T TR T
gun welding head «--++s+-seeees

hand SCreen ---:s-cseessesssnascsssesncanstersssnicasascsscscccssssss

hand shield s-e-scccerreerretioiiiiiiiiitiiiiiitiiaitirisrecrtecanrccncsnciaaans

hazard reducing device ««-+r-sssserrrseeniniiiiniiie,
head screen
head Shield ssssssssnassnure

18

srsavesn

4.2.1

- 3.2.8
- 3.l
- 2.4.10
- 4.2.18
40101
- 4.2.17

c2.1.1
£ 2.2.12

. 2.3.1
e 3.2.21
. 3.4.5
- 4.4.14
£ 3.1.2
2 2.7.1
£ 3.3.1
- 4.2.16

- 3.2.40
e 2.4.6

4.2.19

i Zi2ed
- 3.3.4
+ 2.4.13

- 3.2.40
- 3.2.40
- 3.5.1
= 3.2.39
- 3.2.39
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helmet P T T 1o
high frequency induction welder -«-:::rececemcariiciiineinn. - 2.4.8
high frequency resistance welding machine «+«-++ceevuee - 2.4.8
high voltage electron gun «=::s«sosreevesneiinnananene. -+ 3,31
horn - 3.4.2
I
imp“lSe ]aser we]ding machine EEEEwEssesdeesats st asasatast atesra nnn bt ans 2. 8- 3
inverter arc welding power source 3.2.6
T T R —— 2.4. 11
inverter resistance welding machine 2.4. 11
L
laser welding machine - 2.8.1
load speed(of an arc welding generator) «reseseereeeenaeeees . - 4,2.15
load voltage(of an arc welding POWEr SOUTCE) trreeesssressrrmmmiisumiumemmiunsiniininssnnas e 4.2.6
low voltage electron gun e 3.3.1
M
MAG we[ding machine e T T R T T P P R R IR . 2. 2. g
maximum clamping force of butt welding machine ---- - 4,4.19
maximum electrode force of spot,projection and seam welding machine - 4,4.15
maximum no-load speed(of an arc welding generator) - 4.2.14
maximum short-circuit current(in resistance welding) -««-« sesessessssssaraesinienens . 4.4.2
maximum short-circuit power(in resistance welding) - 4.4.3
maximum upsetting force of butt welding machine -« evororvereraeess e 4,417
maximum welding POWer «««-rrstrseeeriimiiiii e - 4.4.4
medium voltage electron gun w3, 3.1
metal active-gas arc welding machine -+-+------ - 2.2.9
metal inert-gas arc welding machine - 2.2.8
micro-plasma arc welding machine - 2.2.1
MIG arc welding pulsed power source - 3.2.12
IMIIG UIL +eveeeeeesmesmn oo orn e s o dee s eyt e e s e h e s e e s de e e s e e L et She as sea s st s bae e s e s ae e 3.2.23
MIG welding machine - 2.2.8
minimum electrode force of spot.projection and seam welding machine ««-ecreceerrcecreeiiiinni... 4.4.16
minimum upsetting force of butt welding machine ------ - 4,4,18
multiple operator power source ---- = + 3.2.10
N
no-load apparent power(in resistance welding) ===+=-+---: - 4.4.9
no-load current(in resistance welding) =+«+++=ssserserrrrrnrmiimtmiiinii e e 4410
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no-load voltage(of an arc welding power source) sessssressemee sEversTe ST SR s 4.2.12
nominal current at 50 % duty cycle «-eorerreiriiiit i s 4T
nominal power at 50%dray cycle seeeeens certanaonna TP N 1
nominal welding cycle(in resistance Welding) ...... teresesarisserestenrtiesteatanitanasrsrrsriassarasananses 4 4 ]
non-syschronous initiation(in resistance welding) ---eeresrerrrmrernin Tereanens SRRRRLERE ereens 4.4.21

nozzle(for gas shielded arc welding) —+=-eseeerrssmsusmmme it e e 32,33
P

permanent current(in resistance welding) «oeseeesssererromientiniiii e 448
permanent power(in resistance welding) «eeeeeerrssrserimrmii s 44,6
pincer spot welding head  «rer-ersererrristierintiii s e e 204 14
plasma arc welding machine «++ereeeerereenn NI T TR T TR PTTPPRTIIN M i
PIASIIA GUN  +eeevrrrrerrne it et e e e s e s e 32 06

p]asma torch T R T T S R N T R TR R I T 3. 2_ 25

plier spot welding head «--+--seererimmetiii cosnuassnsanssissrssennsacce P4 14
(polyphase)arc welding — ««-++reenveees casisaEma e R s Trae T i T T e EEEEE sy 8, L5
portable arc welding transformer  -«--«+-==ssseeser et e e 323
portable spot welding MACKINe «+-r=eertreurrrrrtttrmini it bt e st st 2.4.12

p]'ojection “.elding maChine B L D R LT TR PR~ B 5 3

rated maximum current(of an arc welding power source) «+-- sersssanasnrs s sssnneerrenseses 4,2 1()
rated minimuom current(of an arc welding power source) «oresrerreres e 4217
rated supply voltage(of a welding power source) -+ vasees sessssrastessraeseins tesssatsinsesesearenaranan 4.1.2
FALEA VALIE ++vveevreensrneorsnseonsassassnstrnssstenanstesstensasasasssssseasassissassrsssssessrsssssasnsscnraseanses 4.2 §
rated weldillZ CUFTEIE  «++ererssrmteti it e e et st e e s e eess 4,2.9
reinforcement electro-slag pressure welding machine --+++++o-ceneee SevewERssiin cesaRase -k sranneee 2,3, 2
resistance butt welding machine ««+««- sscrerrrrerrriniieii e 2 46
resistance welding cONroller +--++ssreerumtertrniemiitiitii ittt anests senes sesiennnenes 34
arc welding electrode  «e««ereestimsisiimiiiiiitiiiiiii s e e s s e s s essenes 3, ], D
resistance welding machime «+«s+srsseserrtmmrummiiiii e e 2,4 ]
['Otatillg arc we]ding machine ................................... sesssssnans sesssasnasaas sesssssrsssessas st stanan 2_ 2_ ‘]3

routine rest G e B e EE S Es B EE TS e e meE B es a8 B E s ER e NS S RN E SR A N SEs SN NS ESS RN RIS eI ATI IS NN N Et R R N 4' i 4

seanl Welder veswesssssimins Srein svevii rrnssasie be AR saliae FeN SRV B SRl e R AR R RS e ceessnanees 2.4, 4
seam welding machine «-+s:eseeereemtemtuiiiiii s 2.4 4
secondary no-load voltage(in resistance welding) «eeeerrrereriiinni e 4 4 11
semi-automatic arc welding MAChIMe  ccervrrrerr i i e s e s s s s s e 2_ 2. 2

(single-phase)arc welding rectifier «-««eeoroeeeimmii. RO R LR SRR 3.2.4
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(single-phase)arc welding transformer «------sresrrerrirrmrriereinna,
spot we]der ........................................................................
spot we]ding machine sssrerrcariiiiaiiiicaiitananen crraeen

strip cladding machine «-cocrererrimmiiiiiiriiii ittt sr ittt

strip surfacing machine «---+-:--

stud welding machine

submerged arc welding MAachime secsrererrrsesicisniiooninnisnrnssscisasaaee

syschronous initiation(in resistance welding) «+=-sreeree-

thermal pmtection D R T PR TP

three phase low frequency resistance welding machine «««:sroreeeriiiiaiinnnina,

throat depth ---:------
throat gap  «-e+ereeererrenseeiiiaeciinan

TIG arc welding pulsed power source

'I‘IC gun D R T P T T

TIG torch ---eeerenes
TIG welding machine

traveller

triﬂde PUIL  =cevcscssesrernsesasnsacnncisantesasctssransssonnanare
tungsten inert-gas arc welding machine «+-:roeeereereriencanes

type L L) A R TR L

U
ultrasonic seam welding machine «««+-s-srmreaeeeeenne.
ultrasonic spot welding machine ----:----
ultrasonic welding machine secerrrecmmariiiiiiiiiiiiiaiitnsicisssinaensanes
upset We]d_i_ng machine ------seceennnns
A’
voltage reducing device «-------:
“_I

wehnelt electrode

welding cable

welding CITCUIL *vsrrvrrrrrrerrressratonstncseeriosnncsisasansanansssancsnsncasonns

welding current return clamp ««-«-+---+
welding head

welding power source  -eeeeeeee
welding return cable

welding robot

GB/T 2900.22—2005

v 3,502
-+ 2.4.9
eeeee 4,413
- 4.4.12
- 3.2.1
- 3.2.22
- 3,2,22
- 2520

- 3.2.20
- 3.3.3

~ 2ol

- 4.1.3

- 2.9.1
: 2091

..................................... 2.9.1

- 2,45

creeneseeenss 3.5 1.1

treneseeres 3.3, 4
- 3.2.29

................................... 3.2.16

- 3.2.30
= 32,18
= 3 1.1
mee 13,020,128

sawevsans 9, 1.9
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welding Supply cable  --rreresaeres ettt s s et 3D DT
Welding traclor  «-cccsesroen i s 3.2.18
welding wheel — =-coeeteeenemmimi i s s essseensaennen 304 4
wire drive feed UIEE «++etesrescmrtorattiitimiatanetitsaisssitiraiesarestsssinrassaassassssssssnsssnssanscssriannses 3 2 17
WITE COOHRE: uesreormmsnmrronssnsnunsrnnoronaaranensnsssnasesassnssvsrsansenssers cossnnssaenansassssnassnnamoreruese: ', 2 |7
Wire Peel  s=cessieiasisssissaintssasvans iveaetan Gen SN eva v Fauth et s s ETE SRV aRR evss TS i e s ses s ssrissvasmaa e 3, 2.7
B 1 I PP T N 1

WOTK diSTANCEe v rerrerrrmsrotentiietetiiaiiiiisetsestaiaoniiissenetnsarartsiosestosessistssssionatessoresnnsarasssns 4_ 3_ 'l
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