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BTZARE BEHN

1 %EE

EEAAET BRINO T ALARE, QF—BAE =S A B RH S,

AFE T RURH= 5 BT R AR X RERRES LR ARSI,

SRR HUA S B 4 45 e o 9 % IR B A & A TR AR 10 B L & AR E IR, A4
HAREHE B ARE, TEM T EE KRR R A THE,

2 —BRERFRER

2.1 —MARiE
2. 1.1
BHL  electric welding machine
R RUR RIS RN T RE A E RS R RS,
2.2 mBIREN
2.2. 1
[ J3MEH.  arc welding machine
P o MR B 1 & PR T B AT AR 4 i Wi L,
2.2.2
$BEMEH  semi-automatic arc welding machine
FF THRESRIURIE, LR B R R 2L LR IR L.
2.2.3
B#1MEHM  automatic arc welding machine
AT AERBRBSERN T LB R R BRI, 37 A ST ok
HIIRARHL .
2.2.4
EIREHY  submerged arc welding machine
R ORI ] 2 T MR8 LA BT AR B IR AL
2.2.5
SERPIMEH  gas shielded arc welding machine
AR GERE SR .CO, RRIB A ORI T B IR,
2.2.6
ZEABIMEN  carbon-dioxide arc welding machine; CO, arc welding machine
RAERBIBR UL CO, fEREPS IR ITEHL,
2.2.7
BRERSERPIMEH  tungsten inert-gas arc welding machine; TIG welding machine
Pl #8550 M 1R R 4k et 3 LA 7 SRR (R 9 RO IR BL BT B TIG 841 .
2.2.8
BUAREESERPIEN  metal inert-gas arc welding machine; MIG welding machine
R & R, LSRR R SRR AR MIG B4,



GB/T 2900.22—2005

2.2.9
S ERIPIEN  metal active-gas arc welding machine; MAG welding machine
RAE REEE B BB ERPHIBENCTHR MAG B0,
2.2.10
LETIYIEN.  plasma arc welding machine
FIEE T I NSRBI ITRL,
2.2.11
WHREEFIMEY  micro-plasma arc welding machine
REERTEE /DT 30 A (5B TN,
2.2.12
SHEIBRH  electro-gas welding machine
FESL IR T B Sk PR P SR 28 5L (B 8 s B 3 208 400 0 ) 1R R4 M T IR, 3 400 0 28 IR 0 00
AR SRR IRIRHL.
2.2.13
MR R IR  rotating arc welding machine
BNAEGHERBTERA LS (—RAER NN BRI TAMBEERL, RS MELH
IR,
2.2.14
WRMEYL  strip surfacing machine;strip cladding machine
FIRRAE A AR, LA YR R e i AR AR A B AR R R L.
2.3 BERHN
2.3.1
BiERH  electro-slag welding machine
R R B T R AR Rl B P AR AY , (B R AR MR AR, B LA HEREESR
PRI 0 e PR R 1 | T GBI,
2.3.2
WA B ESIRH  reinforcement electro-slag pressure welding machine
VISR M AR, A A E I A AR B LS. N E SRS L BN
1B, ’
2.4 mMEEHM
2.4.1
[ JBEBH resistance welding machine
R P e, R A T A R H A T ) P A e LA R R BB R AL P E R A MR R T R R
B,
2.4.2
MIEHL  spot welding machine;spot welder
R PR R e AR o T A TR BRI I Y R BB
2.4.3
184l projection welding machine
X T T 0 — A B o 300078 LA 4 o 08 0 P 50 A A R T A s BRSO
2.4.4
424 seam welding machine;seam welder
SR FEY R 0 WL AR 7 T b 3 S e VR P V) B 4 40 G R L R L TS LR R MR B ) s LR
2



GB/T 2900.22—2005

2.4.5

PRI 84l resistance butt welding machine; butt resistance welder ; upset welding machine

S A e LS T A B R e o T R e ok , ) D e BEL R M L B R S SR R B T TR R
AR AR L.
2.4.6

A¥31EHL flash welding machine

i e ELHE TP T {8 £ A8 e T S 0 0 3 Ak, ) P i EL A (o 4R o W R OB T P AR B RO
FE RN, R G IR B R T R B A 2 i — 2B DA, B 3 1 o5 T o 80 90 o U o L 3 e o T % 7 5%
BIRE R EL.
2.4.7

HEAEBEAEFAEYL  condenser-discharge resistance welder

F A7 7E R 20 4% o B e BB AT 4R 42 RO el BB,

W R A R L LR LA

BARMEEAEN pacitor spot welding hine ; cond type spot welder

B EAHEBE N IEH  condenser type projection welder

HEfEELIEH  condenser type seam welder
2.4.8

IR PR  high frequency resistance welding machine; high frequency induction welder

B BB, M THS AN 10 kHz R LA H A, 618 004 4B 38 1 3% 18 5 35 7= 4 4
B, 22 50 b0 4% FE 3 I HEAT A8 4 4 B B .
2.4.9

ZH{EMAEBEEH  three phase low frequency resistance welding machine

W =8 A o B A0 A S A R A o FE DA 1 44 4 4R o S EAT AR B 00 R R .
2.4.10

RBEHBEEH  direct current resistance welder secondary rectification

T RELKE 7 S 44 Y 0% [0 (8% b e A\ Kol B O % 4 LA 2 45 B0 o O B9 PR LB .
2.4

FE K E ALY inverter resistance welding machine; inverter resistance welder

SR P 2% 4 g S50 el UR A9 g BRI
2.4.12

BRIRX ABH  portable spot welding machine

THEE, BNRRESCEBSHNSEN. ARABHRR.,

a) AARPLATREBEEN,

b EESMERHREEE, ABMSHEREERA T . AHLBIESEERN.
2.4.13

MIEH  gun welding head

HA— "R EER TAME, B e TN S 345 LK SE RIS B B LS S R 1T A
BIESEAE.
2.4.14

A28 plier spot welding head; pincer spot welding head

— R RSB AT RE ST AR M EH £ SRR H T ERBRMORA.,
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2.5 WA
2.5.1
WAEEH  stud welding machine
& RBERACTHMREOREE T T LB,
AR B AR Ay R R A B b0 R, AT A SR R AR Sk
2.6 RBEHEHN
2.6.1
BEIBI2HL  friction welding machine
)P e X A T R L T P 2 MR LA B MR 25, SR R R TR T R AR B B — R AR R
B,
2.7 BFEREMN
2.7.1
BFHREH  electron beam welding machine
PEFEHEGTFREEARE THOEEL, FEZRENABETEREENBERE,
2.8 MAEM
2.8.1
BB laser welding machine
7 A O R 6 L IR AR S X R AL I A T AR A AL

2.8.2
LM BH  continuovs laser welding machine
AR EERCRBOLEN.
2.8.3
B AEN  impulse laser welding hi
BA Bk SOe R BRI L.
2.9 EEEBRN
2.9.1

BAEBEN  ultrasonic welding machine

EENNERATHESEARARRDIERERE T HRE S BANER, ERTNATE
ZRBEEL L AT RN —Fh EEL.

RSB HIENE

WA AEH  ultrasonic spot welding machine

BAEKEIEY,  ultrasonic seam welding machine
2.10 M
2.10. 1 $FRHLCERE R SCIRD

AR SR I A B U PR LIRS MR AT RIS B4, A B LR S B HETY
MERB MG ERENEELEE.
2.11 BEMEA
2. 111

R3EHFEA  welding robot

MABRFRFENRE BUERH RE ISR H RALSIT B BB EHNESA.
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3 HET4

3.1 HMEEN—BRIE
311
BB welding power source
HBEREMRER BEFRFBERBETEFERME L EENRE,
3.1.2
(188 ]84 electrode(for welding)
JRER BN AR AR S THZERE.
FMIEEAR  arc welding electrode
LR AT R DU S AR B i O e AT A B L B R B AR Y S TR AR T AR B £ B 22 (4R
2 IR BUEE AR,
[HIPEIE AR resistance welding electrode
HH, B A DA S e e, SR R4 5 E&W
3.2 BMENKERRS
3.2.1
YIS  arc welding power source . .
BB AMEE GFEAEATIRAEN T ERER NS HREHIRE.
3.2.2
[RPIMIETEE (single-phase)arc ‘welding transformer
BB Em R p BARR B RS, ﬁ#ﬁﬁ?%%ﬁiﬁﬁ
3.2.3
WRISKIBTERR  portable arc welding transformer
FEBBERRAKRT 200 A FUE RRIFEEN 20% WIEEES.
3.2.4
[ IMERFMIE (singlephase)arc welding rectifier
(£ AR ESRERSAANRAIUERIE, AL RARE RS H.
3.2.5 .
[E]MERFRE (polyphase)arc welding
HEMREEERRBRBAGARNTERE, AUREERSGSH.
3.2.6
MIRiETEE  inverter arc welding power source
FRABER R ER TR EERNIUREER.
3.2.7
THRMIELZ BH  arc welding alternator
BRSPS R R L, o R R A R B ER,
3.2.8
HfELZBEH DC arc welding generator
HIESYEHNER LB, R RS F A RENER,
3.2.9
TEMAAIMBERE AC & DC arc welding power source
HEER(EREEIDMERBASHERAE, KRB TEA RN BPIE,
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3.2.10

£L12EMIE multiple operator power source

AR RN —FBERR, S RN RN R R EREER.
3.2.1

BRBESERPBEFMEBRFE TIG arc welding pulsed power source

BEHL 2R Bk MR R R I TIG SR e 35, HBK s SE B % M 0. 25 Hz B 10 Hz,
3.2.12

BUREESERPBEMIMIERE MIG arc welding pulsed power source

REAE 48 Bk v 42 B W I 49 MIIG J8 el I, BL9R R 25 4k 95 FEE % 2 25 Hz 3 100 Haz,
3.2.13

S{WER arc initiation device

FUSTRIEBMAR R TARIBIIMEE, TRAEE SEESRBREMSINTAALE .
3.2.14

#IL%EE arc maintenance device

ERESBEPAHU SRR INEER.
3.2.15

ZEUBSEMBIE  CO, heater

ik COo, Sk, FRAK—-CRERRZH.
3.2.16

123 welding circuit

BAEREBSRTEELHITA SEWEMEE,
3.2.17

EZHH  wire drive feed unit; wire feeder

RS A AR RLURMETSROEE, HRETATGENEE T EEK.
3.2.18

2%  welding tractor

BEBENL BLUM BEHASAR N E, STMEARSER, TARASNRRE.
3.2.19

124K welding head

B (EIENT AU B2 ZREX FREAEZERNEE. cERAEBRLFENN.
T TERRETIE XL ESASE.
3.2.20

fTENH  traveller

B (RDIUEIL M EERN T IHBHNER, —REMAIN A R BENTERS
HR .
3.2.21

B84 electrode holder(in arc welding)

FLaIUR, AUREABRAER I ERHRAUFTEENFREEEA.
3.2.22

BREESERPIBIE TIG torch

SBR/FEESERPER  TIG gun

B R BE ES AR R I B IR RS, A LS AR R R B R R R L RIS RAESA.
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3.2.23
BUBRHEESERPERL  MIG gun
AR AR IR AU SRR L X EER R AR EE AP R RERR,
3.2.24
“HUBRERTPERL CO; gun
ZHEACR SR IR, SRR AR AR RIS AR S R ERE.
3.2.25
EHETRIE  plasma torch
LB FEM plasma gun
SETHIIEN, AUERERRIERL REBREEAR AR AP EEIE=ESETFARS
BFHRMRESA.
3.2.26
BIlRERR  arc stud welding gun
AR R A I T R MR R AR .
3.2.27
1RIEHtE B welding supply cable
BEARESEERBERIRBAHZRMHRY.
3.2.28
BiEEE R4 welding return cable
ITHEREMEZ KB,
3.2.29
12424 welding cable
SR v e S RIR K Bl 4T 0 B R .
3.2.30
£k J2  welding current return clamp
HRERE A ERS A Eadesk Bk ST HFMEMRRETH L.
3.2.31
124 wire reel; wire spool
ERRL BN
3.2.32
[IREmY SRR coupling device(for welding cable)
HEEFAREEREES, NN - REE R AR REAFRAERENEE.
EEART RERER BRERES AERE4A%K AR TARENA.
3.2.33
[SEFRPE I nozzle(for gas shielded arc welding)
ﬁ%?ﬁ*@ﬁﬁﬁﬁﬁ'ﬂiﬁ%ﬁvm‘*gl%ﬁﬁﬁﬁiﬁﬁiﬁﬂhﬁﬁE‘J"é"iﬁ?ﬁ‘n
3.2.34
EAWEME  constricting nozzle
SETRIES , QEOKR, BAERALKKIRIS Y.
3.2.35
RIBUTMEB IR consumable(are welding) electrode
AER T & B8 RO IR B R R B R .
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3.2.36
R ME R 4R consumable(arc welding)electrode
SRS EET SR A RO IR BB B R .
3.2.37
BN EFMSAAEH air arc cutting and gouging electrode
BB DA BB R BRI S EKBRFIR R S e Rk,
3.2.38
S MK contact tube
FEALR () SR LR RAR BUR RISk L JH LU 18 42 2 [ 3F IR 22 i e M B 48
3.2.39
()L F helmet;head shield; head screen
et Bk U EFRERGRRE.
3.2.40
(F$# > MAE face shield;hand shield; hand screen
REFRMRFBAL, DR ERABE.
3.3 BFRENHNARBS
3.3.1
B -Fi# electron gun
Rt FIRREZMTHEMELRENRE.
I e R A AR R 42
{EERF# low voltage electron gun
B EESFEMAT 40 kV BB T,
hEHF# medium voltage electron gun
L EERE T 40 kV, K FHE T 60 kV #i T4,
B EMEF3 high voltage electron gun
D EEE T 60 kV i FH.
3.3.2
(18 = 4% diode gun )
AR BRI B BB TR S BUEBRERE I REE R EER L RSENE-E5%
BEER.
3.3.3
[1B#EI=## triode gun
B4R R PR 0 B0 74, R FE % s sl ik B ), O 5 AREE s
EMRHIRABERRFX.
3.3.4
#ZH4E  control electrode;grid electrode
MR wehnelt electrode
SRR SUREM T, BB SRHRR.
3.4 ®BEENKERBS
3.4.1
BHIE4#54I%8 resistance welding controller
AR aEAI N TEIBRMERSRNEE.,
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3.4.2
HiEW arm;horn
AR B UL SO ES, AR EEERR IR R AR R R AR T RREF HE
KREEGBEMBIFEEES.
3.4.3
HiR &4  platen
TR A b 7Rk o AR B SRR A I R AR, AR R AU e R A B IR,
3.4.4
8% welding wheel
Rimik
RN E TS A AR AR.
3.4.5
BARIEHT electrode holder(in resistance welding)
FIAE S AR AR, O s AR A5 38 R AR e WA 48 .
BRELGE

w
o

3.5.1
it E 1% E hazard reducing device
R EAEhER8 ESIRBB AR —FEER.
3.5. 1.1
[RHIHEEMEER voltage reducing device
BEAHETR A EEERERN S REEMERET RN B ERERE O EER.
3.5.1.2
THRMRBEERHER  AC te DC switching device
BRERHATWEE G B R E R M ER AR RN ERE VTR — iR EE.
3.5.2
IR E  thermal protection
RUGRFRERRNENBEUZREEZUEARPRIRTERREIH RS,
YREHEERNUAN, EFHRAHEM,

4 BEREEMSY

4.1 BREHENSEH—RARIE
4.1
FEHFEEEEBRIEN)  duty cycle (of a welding power source)
FRITIEN N E & FY R, F 0~1 ZH, THESRER.
4.1.2
BEMANBECEESRIEHN) rated supply voltage(of a welding power source)
RIR BB TR AR ARE,
4.1.3
BRI  type test
HERE IR EN T RENBEFTATHRE, FURBRX— BRI ETHE—EW
M.
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4.1.4
l{T# % routine rest
TR
HENBEEHBEPRRELEHFHITHRE, BUAESEFREFEEIRME.
4.2 BIMENNBEREERNSH
4.2.1
#)E{E conventional value
FAE L3R R NI R A0 2 HObR
4.2.2
#HEEBERA  conventional welding condition
EHERARENARRBEHRT  RERRR N ACRBEERELHERB LS AEHY
EOBEEFHTHRESTHIERS.
4.2.3
HAERBERER conventional welding current
EHNBACHRBETREGEREXAAENRMNER.
4.2.4
BERH VB BIEN)  conventional 10ad(of an arc welding power source)
HEEFEANTF 0.9 LR LERIEAERE.
4.2.5
HEHBLBEGNEBFEN)  conventional load voltage(of an arc welding power source)
5HEREARFRUXRNEBEERENIATNAREE.
4.2.6
S BEGEBRIAY)  load voltage(of an arc welding power source)
BERFAR LB, KB HRZANEE.
4.2.7
HERBETIES  conventional welding duty
BEERBREENEBI/EN., UL EEN—MER, B MEF i AERNRE TN E R
B S B A6 L A9 2 408 17 I R BT ALUR
4.2.8
$E(E rated value
—BEHET A BEAREEREETAGTHAENRE.
4.2.9
HERERR rated welding current
EATHRETEN SEnBBET AT BEEROEAME.
4.2.10
HEBXKBRGIESEN) rated maximum current(of an arc welding power source)
ERAMGEIATRBBET W BB EHL MR KARMA R EEENRXBHE.
4.2.11
BB/ UEEER) rated minimum current(of an arc welding power source)
RSB AE R ET 0 d W AE 48 BB/ N ST R 15 9 B/ R .
4.2.12
SHEBEGUEEES) noload voltage(of an arc welding power source)
She B TT R, BB BB HIRZANEE . EAGE T MERRmEE.
E-HMEFLERMRENER 2R EREDFEHHEERBRNNEE.
10
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4,2.13
HILEE arc voltage
H YR PO 2 [H] Y LU
4.2.14
BAXDBHFFOELREYLA)  maximem no-load speed(of an arc welding generator)
HERSBXMIMBERBINEHE EHOREALTARRK ETBEEAAFSRETETNEHEI 5
BB
4.2.15
AHEEGIELZBHA) load speed(of an arc welding generator)
TR KT, P8 AR B AL B a5 5.
4.2.16
SNWe )4 (IR AR5 IR ) external(static) characteristic(of an arc welding power source)
AEAEN BSARAM SR EHHRBEZHARXE.
4,2.17
Bt GUARB F A  dynamic characteristic(of an arc welding power source)
2R KA BRI AT, SR U R R S R SR A R, B DRI R B R
BB R MRS .
4.2.18
TR (REBER)  drooping characteristic(of an arc welding power source)
EFEREARATHEEN BB R EREE AT 7 V/100 A B A .
4.2.19
EASMEGUEBRTER)  flat characteristic(of an arc welding power source)
EHEREARATHEA, SRR RE N, R ERE/NF 7 V/100 A REE EFNTF 10 V/
100 A BERSSM L.
4.3 BTFRENNBEAREENSE
4.3.1
[BFHMIT/EER work distance
BEESTFRTIHGEN AN BSE AT TFRETF ERESZEMER.
4.3.2
HFHRER capacity of electron gun
BRmE R R R FRERATERA,
4.4 BEENMEREENSE
4.4.1
IFHREZEAYW(EHEL) nominal welding cycle(in resistance welding)
B ]y 60 s, AERFFLER N 50N MIRERAM .
4.4.2
BAEHBERCAHAERN) maximum short-circuit current(in resistance welding)
BYLE FE AR BIEINSE B F R, aREiaER R ke m s, &L T RlEan
A
a) B/ (/D BLAR R i i A BE R (RIBE D 5

by BRPH T (R R AR B R R R .
11
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4.4.3
BAE®RIHECEMHER) maximum short-circuit power(in resistance welding)
TR AR B B OB T 3, BB AW REOLE , e AR Her i X B0 7 H5 AL B A B R LA B3
A — T /N IR B B IR, WA RO T L
4.4.4
BXIRENE maximum welding power
MENBKEHIIRN 80%.
4.4.5
AEBER D S0%MIRFRIIZE  nominal power at 50 % dray cycle
EBRANFHBERAMA TAEMAS R RS ANENE,
4.4.6
ESEThE (A A) permanent power(in resistance welding) ; continuous power (in resistance
welding)
00N ARBERT TEMATROBE XM ARED R, 5RAFLEEN 50N MR RH X
FWTFX:

S, =S./v2
EQEP :
S HELYE;
S.—HmIE,
4.4.7

SHFEEN 50%MARFREH  nominal current at 50 %duty cycle
TE A B AR B R 3R P AR 0L 2 S R R U 0 T 05 AT T Ak e DR % B & 1 (R 9 95 1 BT R

BB EE.
4.4.8

EEBFE (BB permanent current(in resistance welding) ; continuous current(in resistance
welding)

BegplE g TEME R, HEM TR

Iy = L/ V2

K.

Ly —— 3 SEH 5

Loy FRFRHL I
4.4.9

SHWMEF (B IEEA)  no-load apparent power(in resistance welding)
475 P A VA B B R R R O F B, TR SR A B DL E S R A BE R R R A R RS R E
mE,
4.4.10
TEHER(BHEEN) noload current(in resistance welding)
HEERADNBEHRBE R MREHARENMU R EAENRERERNREMREHN
B0 .
4.4 1
KR HBECEHEN)  secondary no-load voltage(in resistance welding)

=5 v BELAR WL YR % 1 8% T % » 00 R BB A 400 RE v U e R B, E 451 R T R AR B e AR R R B LT
12



GB/T 2900.22—2005

4,4 .12
BARE EE  throat gap
a) Xt FAEILAER L, 8 MR, B AR BOR R B A S SRR B A R .
H: AEXAEEARBEFIFHSE.
b MMENERIERERZENERES.
o) XMFIEHBE -3 R EH O ZEAIEEMARBIMER.,
4.4.13
BRBMLCHE throat depth
a) AT AR ONEPUMA RN IR R B R AR P ORBEREB N EM LRSS R
HLHL B 1Y J 0 #4418 AR SBE S .
WA E NAE B Rk SR,
by MTMEN.EEZETHEREFE. BIWSESH L EEE L HNER,
4.4.14
HiR{TIR electrode siroke
a) Yk BEHSEIMEEAE ARHBRATESTRAMHEITRE.
b) MFHEBSIATEENE BRABRATEETHRRMR LY —SELTRPHENRK
Bk, X — S TR RMR LS EE bR B34k, B4R 18 BT B 5 00 B K
7.
4.4.15
AR NEMSENE AHBEIE SN  maximum electrode force of spot, projection and seam
welding machine
JRERR, A THMERERS.
4.4.16
HE MENEENE/NERSD  minimum electrode force of spot,projection and seam welding ma-
chine .
1BEat, MG TS R/MER T,
4.4.17
WEMHT AR S maximum upsetting force of butt welding machine
REAT, EINA TR ETmMERIENS.
4,418
WEHNGS /NS  minimum upsetting force of butt welding machine
RN, MG THEEEOR/MERS.
4.4.19
BB AXFE S maximum clamping force of butt welding machine
BEREHOERTIHANREBINBAEAS. SERKTR /AN, B IETHEHA
W, RS ERA RIFH B,
4.4.20
E = (RMIEEH)  syschronous initiation(in resistance welding)
SRR EEHAREESNMA A RS LRAEREMISE FEEL L ENBRRREER
FEBERR IR 2B ) .
4.4.21
ERFE®(EHEET) non-syschronous initiation(in resistance welding)
EHERE P  BER ERMAY R B R AR R ERE—- AT SERERLEH.
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f x & 5l
B HIARIBAT - cevverere e rrr e 3.4.5
BEARATIR «oovevvermmmmrersss i 4.4.14
ENCE L L Tt SO P P PP 0) 2.2.2 B BEBE B v vre s 2.
BRFR I8 35 B 1 (R BELIR 1)) - v 4,41 B R AR e -eeveeevememnmnennnnenennn 2.
TR TIREB AR oo verrevemmrnreeesnsn 3.2.35 BRI e vvevre e 2.
B IR AEBE (Y IB AL -eeorroeeeermmemeereesnennnnnn 2.

EEERRN--
AR

BEARIEIRAL oo ooverroeerecermmvnnenmmenenianns 2.2.14
R RE =S 5T T T TP 3.2.4
[=N] - , .

EWFRIE -
ZERFEML oo .
%m;%’gm .................................
1&&%%& .......................................
HELB I ooeerremnmrnmrenennraaiene -
AR.OBRMERKEXRET -
R ORMERHE/NBRS -

BRYLHEIE -ccvveeerrremmmrrrrermmensrenennunenees 4.2.13
[%]m;gyl..........“...................’.......

[RImERE--- 3.
[EL BRI o eveeeeereenensr 2.
TS IR TERY) cerrrrrrerossvnvinrnnans 4.2.17
TIEP IR ATREE S --evevrmemrermeennnns 4.4.17
SN AT BT S cooereerererrrenmenennn 4.4.18
TP AR e 4.4.19
E2 3 14
[ TAREETERR - verveemreermmrnrreenennenns 3.2.5
E
Eoilned CF - F R R RO PP P PRI P RPN 4,2.9
BEMNBEGRERBE) -oeveemeeeeneeees 4.1.2
- RSO 4.2.8
HESMBROIBBERE) -oreeeeeions 42,11
BERABIRHOAUBEIFA) -oooeeereee 4.2.10
ZRUBSEMAE - s 3.2.15
TEAABRSEEESE e 3.2.24
F
B AR A JHE R o ereereeeeeneeeneninns
EESEBRIBBL) e
i 4 CF | RET TP PRTP TP PPPPPRPRTRPIP
AEFERREEFL)
ABIEE R D SO%EARFREBI oooveerer-- 4.4,7
PEHEERY 0% HARTRINE oooverenes 4.4.5
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AC to DC switching device
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arc stud welding gun
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arc welding electrode 1.2
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capacitor spot welding machine - 2.4.7
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contro] electrode 3.3.4
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QHOdE GUN <+ eessnmenveee et e et eee s e e e a e et e e 3.3.2
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electro-slag welding machine ««o«+« eereeamiiieeniiii i e 2.3.1
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electrode holder(in resistance welding) ss«eseeererremrmmmmiii i e e 3.4.5
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electrode(for welding)
electron beam welding machine «-+«++«rreeeersiiniiiiiiiiii i e 2.7.1
L LT PP 3.3.1
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face Shield ......................................................................................................... 3. 2. 40
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high frequency induction welder -+ -++etesteseereetmieieniiiiii s 2.4.8
high frequency resistance welding Machine «+-+++«++seeeerreermeietmmiiieiii s 2.4.8
high voltage electron BUIL cre et ce e en e e e e e s e e e e et s n ettt e e s ey e 3.3.1
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INVErter reSiStance WEIHEr «+r+s«eertrrreeressreriesesrenesernrnenreerereretrrosessnnsuresssensesasesesonsanaces 2.4.11
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MAG welding Machine «++rr««ersreeet ittt e e e et e tes s s a s 2.2.9
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MIG welding MACKINE «+rvrererersvrntrnnntstsrne ettt et be e b e be e st et e e s sa s 2.2.8
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no-load current(in resistance welding)
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no-load voltage(of an arc welding POWer SOUICE) «eseersrrrsrrrsimiiniiin ittt cee s eeaas 4.2.12
nominal current at 50%5duty cycle «-cessreerreerineiii e eeeeeeenen 4, 4T
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permanent power(in resistance welding) «e-er+eeressstentrmt e 4.4.6
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plasma arc welding Machine +-«es vt terui i e e e 2.2.10
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PIASING LOICH  +voers ettt it et e e e e et e e e et e e s s nan e e e 3.2.25
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plier spot welding head -+ -+ reeerereemn i s 24 14

L T 1 1 T 3.2.5
portable arc welding transfOrmer v sseesereessrrecerntteereeummanraereetueteeteesrnrne v aesseeaes e seeaes 3.2.3
portable spot welding machime <+« «-<eeeevertien it e e e 2.4.12

projection welding machine «++--««++rvrrreirmmtiiniiiii e e 243
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FAtEd VAIEE v vt mtrrrnrernt ittt ittty e iet ettt e r v e reeeh s s e e e aen e aan e aanara e ann 4.2.8
rated Weldilg CUITENE  <or v rrerrrrmm et ettt e s e e ven s e 4.2.9
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resistance welding COMLroller -+« reeeeeeirmnmmt it ettt s e 3.4.1
arc welding electrode  »+«««rore ettt e e e e e 3.1.2
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rotating arc welding Machine ««- -+« e -rrrre ot 2.2.13
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20



GB/T 2900.22—2005
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SPOE WEIEE »««eeevrmrevrerennr e et ettt e s e e L 2.4.2
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strip cladding MAachile  «+o+eeserseeteeremettiie it e e 2.2.14
Strip Surfacing MACKiIE +++++etertrsrestrr ittt e 2.2.14
stud welding MAchile  ++«ersreeseeesremmemns it it st et 2.5.1
submerged arc welding MACKINE «-r-rrereesrerure st i 2.2.4
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thermal protection
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throat depth .........................................................................................................
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wehnelt electrode
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Welding SUPPLY CADIE  +o+vtosreermrmtertie i it e e 3.2.27

welding tractor

welding wheel
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work distance
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