STD.JIS Z 3001-ENGL 1999 MEE 4933kL0& 0559708 T57 M

JIS

. JAPANESE
! INDUSTRIAL
STANDARD

“q

Translated and Published by
Japanese Standards Association

JIS Z 3007«

Welding terms

ICS 01.040.25; 25.160.01
Descriptors : welding, welding equipment, vocabulary
Reference number : JIS Z 83001 : 1999 (E)

Documents
Document&hsring Hub

Full document details: JIS Z 3001-1999 ’


http://www.avadocuments.com/doc/jis-z-3001-1999
http://www.avadocuments.com/doc/jis-z-3001-1999

STD.JIS 2 300%-ENGL 1999 WM 4933608 0559709 993 MR

Z 3001 : 1999

Foreword

This translation has been made based on the original Japanese Industrial

Standard revised by the Minister of International Trade and Industry

through deliberations at Japanese Industrial Standards Committee in X
accordance with the Industrial Standardization Law. Consequently JIS

Z 3001 : 1988 is replaced with JIS Z 3001 : 1999. ‘
This revision has been made based on ISO 581 : 1980 Weldability— ‘
Definition and ISO 8537 : 1990 Welding, brazing and soldering processes—

Vocabulary in order to make it easy to compare with the International

Standard; to establish Japanese Industrial Standard in conformity with

the International Standard; to propose a draft of International Standard

which i8 based on Japanese Industrial Standard; and further, to facilitate

technological interchange or to lessen trade barrier.

In addition, it is considered that the conformity with the terms specified

in the related International Standard ISO 6520 : 1982 Classification

of imperfections in metallic fusion welds, with explanations.

Date of Establishment: 1958-07-09

Date of Revision: 1999-03-20

Date of Public Notice in Official Gazette: 1999-03-23
Investigated by: Japanese Industrial Standards Committee

Divisional Council on Welding

JIS Z 3001:1999, First English edition published in 1999-12

Translated and published by: Japanese Standards Association
4-1-24, Akasaka, Minato-ku, Tokyo, 107-8440 JAPAN

In the event of any doubts arising as to the contents, ¢
the original JIS is to be the final authority.

© JSA 1999

All dghts reserved. Unless otherwise specified, no part of this publication may be reproduced or
utjlized in any form or by any means, electronic or mechanical, including photocopying and
microfilm, without permission in writing from the publisher.

Printed in Japan

Documents

Document Sharing Hub

Full document details: JIS Z 3001-1999—- -- - -


http://www.avadocuments.com/doc/jis-z-3001-1999
http://www.avadocuments.com/doc/jis-z-3001-1999

STD.JIS Z 300L-ENGL 1999 W 4933L08 D559710 LOS WM

Z 3001 :1999

Contents
Page

. TErOAUCEION L oot s et ae e cmans 1
R 1 S T10) oSO RS S R SRR UUU RO ROV RO TR 1
2 NOrmative referEnCes ... ...ocooeii it reaa bt s reraancn e s e eaas 1

3 ClassifiCAtion .....oooviviii s e st n s e e e n s eaa e 1

4 Number, term and definition ... e aen s s 1

G. 1 GeNETAL ..ottt e et s e ea e e bae st be e et r e s er e st nin 2

4.1.1 WeldiDg ProCeSS ... .iicieiii ittt it d e vam e b s e e e n e s san s 2

4.1.2  COMIMON LTINS ...eoiieiiiici et saaace e e e ss e e baseanssaaraes asesmsesossssnssmcernen 8

4.2 ATC WRLAIIG oot e e n e e eaa e s et et e n s s st e naean 11

4.2.1  Welding Procequre .....ccoociii e e i e ceervier s ssmsescsaae et s eea s svanasasessasasee e 11

4.2.2 Welding consumables ... et e e s 15

4.2.3 Welding ApParatius ........cccviceriiieiiiiacierree e ecen et st e saae s ebr e vane e 17

4.2.4  Weld JOUNE ..ottt cee et srt et s s bn e s s saee b amen saanbatessrassasrmebean srres 20

4.2.5 Welding POSILION cocoiviiiiiiaeicercee e trvescan e aieastteete s e cie st e e e ebas e ra st e e s asseanss 25

4.2.6 Welding phenNOmENa .......c.viicmriiiiciiie et ctrnes st ee e e evaeaesasa e eebr b e 28

4.2.7 Welding execution ......cccccooviiiiiiiiii et e 45

4.2.8 Defects In Weld ..ot et et e scv s s r s e aas e s 53

4.3 Resistance WeldIDgG ....occccviiiiiiiiiii i cccen e eesesaesssasssessaseatssesbae s ernse s ns 57

4.3.1  Welding pProCeSS o i iociaiiciriciistecitre i mr e e rsecars e sae s aesase s eeamarsae s s e ainn 57

4.3.2 Welding equipment ......cooooiieiiiriinm ittt reseeen 63

4.3.3 Welding phenOmMEena . oot rcae e e e s e e e 68

4.3.4 Welding eXeCULION ..cooviiieriiiiiriiis ettt siatie e ae vt nesrean e a e saraesrbearans 71

) 4.4 Brazing and Soldering ...t e vaes 77
' 4.4.1 Brazing and soldering method ......cccoioomviieeeciice e e 71
4.4.2 Brazing and soldering materials ... 82

4.4.3 Brazing and soldering phenomena and eXecution .........ccccccvvvrvvivrricnnnn, 83

1
Documents

Document Sharing Hub

Full document details: JIS Z 3001-1999 - .


http://www.avadocuments.com/doc/jis-z-3001-1999
http://www.avadocuments.com/doc/jis-z-3001-1999

STD.JIS Z 300L-ENGL 3599 @@ 4933L08 0559711 541 M

Z 3001 : 1999

4.5 Special WeldIng ....cooioiiiiie e ae et s b 84
4.5.1 Friction welding With Pressure ... s reeesese s 84
4.5.2 Diffusion WelAINE coeeeeecreererreeeiieiiieeiet s staecesiatssestanes e eeesasssassreneesseensnersseseen 87 ,
4.5.3 Electron beam WelAing ....cccovieiiiniiii e cri it ccne e v s e b 88
4.5.4  MICTO-JOIMING ..oiiiiieieieiiiereiees et eceeresercessernmastesastrmt rrabes absn s s e s benssbbascareasans 91 ‘
4.5.5 Robotic WelAINg ..cooccveiiiiiecvriisnreerie e rei et teeeeestte e ee e event st eba s et emee et aeeeeeranens 93
4.5.6 Welding of plastics ..o 96
4.8 TeBL .o e et e s et e n s £ a e e e AR 93
4.6.1 Weldability teSt ....couivieiiieerivscctiirees e reee e vrrme e e es et sbbe s st asnasensremenne 98
4.6.2 MechaniCal tBSE .. ....ccoiiiiiirircrare ettt tee e ate sk a ot ee s srr e e sn e anerras 102
4.6.3 Nondestructive testIng oot rrrerrre et rer e s s esessenr s 105
4.6.4 Other testingZs....ccccvvuiiiiiiieie i cerrmeans it s e e ecac e e e s e e e e e s enee v saee e s s brean 111
4.7 Gas welding and thermal CUtting ....ccoccevicieimniiniiiececc e e eanes 114
4.7.1 Welding and cutting methods ........coovviiiiiiiiiciiircecs e eraree e 114
4.7.2 Apparatuses for welding and cutting.....c...ccovvececmnncecinniicncciicienennnnn.. 116
4.7.3 Cutting @XECULION cccccv it eee v ercevevrret s e e e er s e e s e ee e s s ses s e e s anaresanrbans 118
4.8 Safety and Sanitation.........c.cocoiiivvvciinieiciiec s rnrs e sbaeene s aneens 121
4.8.1  Weld fUIMES ...coiiieriiiiiiiinsrenee st ee e e s teeecassssesessanssrnessos e eameneeasaeas enermsnas 121
4.8.2 Eye protector for radiations.........ccccoeiiioiiinnimin e 126
4.9  Thermal SPIaYIDE ...cccccoociiieemeiiirieiissersinresesee e e saassasssasissee st serseersesasnseaseessrerass 127
Annex (informative) Figures related to the terms specifies
in ISO 857 : 1990 ..ot cecverenssree e scsesnenenenes. 131
Informative reference Classification of welding processes ...........ccevvviivevenerns 141
Alphabetical tEIIMIS .. ...t r e s s crn e et mea e vanan e envenns 146
4
(2)
Documents

Document Sharing Hub

- Full document details: JIS Z 3001-1999


http://www.avadocuments.com/doc/jis-z-3001-1999
http://www.avadocuments.com/doc/jis-z-3001-1999

STD.JIS 7 300)-ENGL 1999 mm 4933L08 0559712 yae mm

JAPANESE INDUSTRIAL STANDARD JIS Z 3001 : 1999

Welding Terms

Introduction This Japanese Industrial Standard which specifies the technical terms used in the held
. of welding has been revised by adding the terms and their definitions specified in the corresponding
, International Standards, ISO 581 : 1980 Weldability— Definition and ISO 857 : 1990, Welding, brazing
and soldering processes— Vocabulary.

IS0 6520 : 1982, Classification of imperfections in metallic fusion welds, with explanations was also
taken into account as a related International Standard as for the possibility of conforming with the
specified terms, and in this revision, 10 terms specified in ISO 857 * 1990 were adopted. ISO numbers
are given to the corresponding terms for informative.

Annex (informative) gives related figures to the welding terms which are illustrated in ISQ 857 :

1990.
1 Scope This Japanese Industrial Standard specifies the main terms which are used as technical
terms and their definitions related to the welding,

Remarks : The corresponding International Standards to this Standard are as follows :.

ISO 581 : 1980 Weldability— Definition

1SO 857 : 1990 Welding, brazing and soldering processes— Vocabulary
2 Normative references The standards shown in Attached Table 1 contain provisions which,
through reference in this Standard, constitute provisions of this Standard.

The most recent editions of the standards shall be applied.

3 Classification Terms shall be classified as follows.
a) General
b)  Arc welding
¢) Resistance welding
d) Brazing and soldering
e) Special welding
f) Testing
g) Gas welding and thermal cutting
h) Safety and sanitation
i) Thermal spraying
4 Number, Term and Definition
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(4.1) General SM
(4.1.1) Welding Process 3
[
Term 12 : 2::2‘:0“!6 % .
No. Reading Definition — : -
(Japanese character) English equivalent e
-
1101 2 % YOSETSU Operation in which not less than two welding v
members are united in a body by heat, 1SO 857. 1 N
pressure, or both of them so that continuity g
can be obtained between the united two o
members. -
=
Remarks 1. Filler metal may be or may o
not be used. -
2. Welding may Le also used for "
both surfacing and build-up. ﬁ
1102 TEIEHE YOSETSU HOHO Process of welding including with or welding process B
without the application of pressure,
with or without of filler metal, and 3
with or without fusion of base metal. ey
- : - o
1103 M B YUSETSU Generic term for welding process performed | fusion welding o
without applying mechanical pressure on ISO 857. 1.1 o
material under welding conditions. "
This welding includes arc welding, thermit '
welding, some gas welding, and others. E
1104 H X B | GASU YOSETSU Welding performed with heat of gas flame, gos welding, [uel yns welding wJ
1SO 857, 1.4 o
1105 7=-78K AKU YOSETSU Welding performed with the heat of arc, nre welding, 1S0 857, 1.2 .
which is grossly classified into two kinds of DC arc welding,
AC arc welding and DC arc welding. AC arc welding
Documents
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Informative

Term . - reference
No. Reading Definition
(Japanese character) English equivalent
1106 v h0oas EREKUTORO Welding in which the fused slag and fused electroslay wekling
v SURAGU YOSETSU metal are surrounded so as not to flow out 150 857, 1.6. 2
from the weld, welding wire and base
metal are melted by the resistance heat of
mainly molten slag continuously supplying
the welding wire into the molten slag bath,
and deposited metal is successively piled
upward.
1107 |RFE—LBE DENSHI BIMU Welding by impact heat which is produced by eleciren heam welding
YOSETSU projecting high speed electron beam ISO 857, 1.6. 8
generated in vacuum.
1108 LY E—L48 REZA BIMU Welding performed by projecting laser laxer beam_welding,
® YOSETSU beams, which is classified into CO, laser laser welding,
beam welding, YAG laser beam welding CO, laser beam
and others. It is also called REZA YOSETSU welding,
(Japanese) . YAG laser beam
welding 1S0 857, 1.6.6
1108 AN 1 HIXAR! BIMU Welding performed by utilizing light enerpgy light_radimtion welding
YOSETSU which is obtained by the collected and focused Night heam welding
light emission from a light source of a large 1SO 857, 1.6. 5
output with a reflecting mirror on a weld. T
1110 P A— R AKU IMLJI Light radiation welding in which the source of light is Jight_image welding
YOSETSU an arc. IS0 857. 1.6.7
111 SR B TERUMITTO Welding performed with the heat of alumingthermic welding.
YOSETSU thermit reaction, using the fused metal as thermic_welding,

it is produced by the reaction as a filler
metal.

thermit waelding
[SO R57, 1.6
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Informative N~
Term : - reference 3
No. _ Reading Definition 2
(Japanese character) English equivalent -
[y
. . ) ©
1112 E ¥ ASSETSU Generice term for welding process performed pressure welding o
with large mechanical pressure applied to a [SO 857, 1.5
weld joint, which is the abbreviation of v
KAATSU YOSETSU (Japanese). -3
o
1113 h & TANSETSU High temperature pressure welding performed | forge welding =
with the heated metal hit or pressurized. ]SO 857, 1.5.3 1
5 nressure wolding ~
1114 7 AES GASU ASSETSU High temperature pressure welding performed | &s-uassure welding w
by using the heat of gas flame. bressure gs welding o
IS0 857, 1.5.6 o
E— v
1115 iR TEIKO YOSETSU Welding performed by making a large current resistance welding r=1
flow through the contact area of weld joint [SO 857, 1.3 z
and heating with the resistance heat 2
generated there while applying pressure. -
-0
1116 R=hysar I’__A:KASSHON Pressurized arc welding by hesating and pereussion welding o
o YOSETSU welding with the energy of arc generated by SO 857, 1.6.9
discharging the electric energy previously [ |
accumulated in a capacitor through the
contact face of a base metal. 5
w
1117 WRENH7 — 2 JII(I-KUD-C_-) AXU Arc welding performed by applying magnetically impelled are buit Lgu-
1y bR BATTO YOSETSU upsetting force after making the end welding, a
faces of a weld joint face each other by MIADB welding o
slightly separating them, generating an ISO 857, 1.2. 14 s
arc between the end faces, driving the arc )
with the magnetic field applied normally to ;,-‘
the arc, and beating the total line of @ (3]
weld line. It is also called MIAB welding. -
3
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Informative
reference

Term : <o

No. (Japanese character) Reading Definition ) )

English equivalent

1118 e KOSOSETSUGO Generic term for welding methods performed solid-state welding,
between solid face surfaces under pressur- solid-phase
ized or non-pressurized conditions without welding
filler metal at a temperature below the
melting point of a base metal.

1119 X REHE KOON ASSETSU Generic term for solid-state welding performed high temperaturc
by heating a base metal at a high tempera- pressure welding
ture of not less than its recrystallization
temperature and applying a strong Pressure
thereto. '

1120 BRERE MASATSU ASSETSU { Hiph temperature pressure welding per- frietion_welding
formed by utilizing frictional heat generated 1S0 857, 1.5.2
while pressurizing from relative movement
between contact surfaces of members and
applying upsetting force, which is also
called MASATSU YOSETSU (Japanese) .

121 wREE JOON ASSETSU Method for pressure welding performed by cold pressure welding

making local plastic deformation of the
boundary of ductile material be carried out
by strong compression at a room tempera-
ture as it is without applying any heat or
current from outside, which is classified

IS0 857, 1.5.7

Full document details: JIS Z 3001-1999
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occasionally carried out for the metal of
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heating. N
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Informative :;' o
No. Term Reading Definition reference bt
(Japanese character) English equivalent i “
5 7
1122 BE AR CHOONPA Solid-phase welding performed by utilizing ultrasonic welding 8 c
ASSETSU ultrasonic vibration generated by applying 1SO 857, 1.5.1 >
ultrasonic waves to the base metal ~
supported between sound poles while
applying pressure. =
=
1123 15 ST BAKUHATSU Solid-phase welding performed by using explosive welding, T
ASSETSU impact pressure generated by explosion of explosion welding g
powder. 1S0O 857, 1.5. 4 o
1124 FRE TE YOSETSU Welding where welding operation is manual welding 5
performed by hand. ' -2
1125 558 RO SETSU Generic term for brazing and soldering brazing and soldeving N
performed with wetting phenomena by I1SO 857, 2
melting a base metal as little as possible £
using a brazing filler or solder. ul
1126 MR KAKUSAN SETSUGO | Method for joining by making a base metal diffusion welding, %i:
closely adhere, pressurizing it to an diffusion joining
extent so as to generate plastic defor- (SO 857, 1.5.5 a
mation as little as possible at a temperature 9
condition of not more than the melting point =
of the base metal and utilizing the diffusion -
of atom generated between joining surfaces. 4
o
1127 V{4 oo%e MAIKURO SETSUGO | Generic term for welding process applied micro joining —
to a part where because a joining subject B
is minute and fine, the influence on the
joining property and joining quality of
molten amount, diffusion thickness,
deformation amount, surface tension, cte.
are large and dimensional effects are
especially necessarily considered.
Documents
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No.

Term
(Japanese character)

Reading

Definition

Informative
reference

English equivalent

1128

BB R

JIDO YOSETSU

Generic term for welding performed by
using equipment so designed that welding
progresses continuously without constant
operation by a worker.

automatic welding

1129

a:tty kB

ROBOTTO YOSETSU

A kind of automatic welding performed by
using an industrial robot, which includes
robotic arc welding, robotic spot welding,
ete.

robotic welding,

robotic arc
welding,

robotic spot
welding

1130

mig{cRB

KIKAIKA YOSETSU

Welding performed by the motorization and
automatization of operations such as parts
supply, clamp, feed, rotation, reverse
rotation, clamp release, discharge, etc.

mechanical welding ,

mechanized welding

1131

X4y KR

SUTADDO YOSETSU

Joining of & metal stud or similar part to a wockpiece.

Welding may be accomplished by are, resistance, [riction or other

shitable welding process, by applying foree with or without external

gas shiclding or flux. The weld is made over the whole end nrea of
the stud or anachwment.

stod welding
857, 1.6.10
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(4, 1.2) Common Terms

N 00
[+
_ =
Informative S
Term . . reference -
No. Reading Definition - v
(Japenese character) English equivalent § o
[ =
1201 TR YOSETSUBU Generic term for the zone including the weld, >
weld metal and heat-affected zone. weld zone ~
1202 mEaee NETSU EIKYOBU An unmelted base metal zone of which the heat-affected zone B
structure, metallurgical properties, b
mechanical properties, etc. have been 1
changed by the heat of welding, cutting, 2
etc. o
1203 RE&R YOSETSU KINZOKU | Metal melted and solidified during welding, weld metal -
: which is a part of the weld. For resistance -2
welding, see 3301 "nugget".
=
-0
W
w
=
) Heat-affected zone o
Weld metal (fused base metal + 2
deposited metal) 3‘;
=]
1204 p:d Y YOCHAKU KINZOKU| Metal transferred to base metal from deposited metal Y
filler metal,
o
1205 B MM YOYUBU Zone formed from fused base metal in fusion zone u
. weld. | |
Documents
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No.

Term
(Japanese character)

Reading

Definition

Informative

reference

English equivalent

1206

K- FE8

BONDO BU

Part of boundary between fusion zone
(weld metal) and base metal, which
occasionally includes the vicinity of the
boundary. For no weld metal such as

solid phase welding, brazing and soldering,
it means boundary between base metals

or boundary between filler metal and base
metal.

weld junction,
weld interface

1207

BEER

YOSETSU SOCHI

Equipment used for welding. Although
applicable to all welding equipment,
equipment composed of several components,
such as an automatic arc welding machine,
is called a "welding set".

welding equipment,

welding set

1208

mEEEs

YOSETSU
HEN'ATSU KI

Transformer used for supply welding
current.

welding transformer

1209

TOCHI

Apparatus used to heat, weld and cut

metal and other material by using gas flame,
gas shielded arc, plasma arc, etc.

It is called semi-automatic arc welding

torch (see 2307), cutting torch (see 7208),
etc. depending on the application.

Further, for use of gas flame, it is also
called SUIKAN (Japanese), and Blowpipe,

torch,
blowpipe

1210

@ o

BOZAI

Metal (material) to be welded or cut.

base metal
(material)

1211

BEMY

YOSETSU ZAIRYO

Generic term for welding consumable
materials such as covered electrode, wire,
flux, shielding gas, etc. used for welding.

welding
consumables

6661 : 100€ Z
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Informative N =
’ . ‘cference 8
No. Term ‘ Reading Definition = e
(Japanesce character) English eguivalent = "
'5 -1
1212 A ) YOKA-BO Rod-shaped filler metal (excepting covered filler rod, 8 v
electrode). Both with current and without welding rod =
current may be called filler rod. <
- N
1213 2 i YOKA-ZAI Metal (material) to be added during welding [iller metal w
(including braze welding, brazing and (material) Q
soldering, and surfocing). h‘-‘
m
1214 75972 FURAKKUSU Materials used to remove harmful muaterials flux =z
such as oxides or the like of base metal and -
filler metal, to protect the surface of base -
metal, or otherwise to refine weld metal -
in welding or brazing and soldering. -
Though powdery or gronular flux is often
used, those of n paste state. a liquid i
stute, etc. exdst for the flux of solderving. e
Further, it is also used as materials for Ao
flux cored wire. ey
r
1215 75XTTF-7 PURAZUMA AKU Arc having mechanically and eclectricully plasma arc, &
convergent plasma column, used to generate transferred arc, o
high-density hent. Plasma arcs include non-transferrcd Py
transfer arcs, generated between the are ]
electrode and the base metal, -and non- R,’
transfer arcs, generated between the &
electrode and the nozzle in a torch. £
- (=]
1216 SHIE/ XU SHOMO NOZURU Metal tube to supply current as well as to consumable (wire)
guide welding wire to weld to become o guide, i
part of deposited metal by fusing, consumable nozzle
1217 % Mk SHIYO-RITSY Rate of welding time agninst the whole time duty cycle
expressed by percentage in a condition of
_ i intermittent loadinp.
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(4.2) Arc Welding

(4.2.1) Weldinp Procedure

Term

Informative
reference

No. Reading Definition 1
(Japanese character) English equivalent s
1105 F—oRE AKU YOSETSU See 1105 arc welding. 1
(%)
2102 FAM7— 253 HANJIDD AKU Arec welding performed by using equipment semi-automatic ~
”® YOSETSU that automaotically feeds wire while operating arc welding, w
the torch manually. It is also simply semi-automatic 2
called HANJIDO YOSETSU (Japanese). welding e
—_ m
2103 BUL7— 28R JIDO AKU Arc welding performed by using equipment automatic arc =z
YOSETSU that automatically feeds wire so that the welding -
welding can progress continuously. —
-
2104 w7 - 23% HIFUKU AKU Welding performed by using covered shielded metal arc o
YOSETSU electrodes. welding,
manual metal arc |
welding
metal—are welding )
. w
with covered clectrode w
ISO 857, 1.2.2 a
. &
2105 557 1 8% GURABITI Welding performed in such a manner that gravity arc welding_with -
YOSETSU as the covered electrode melts, the rod covered clectrode A
supporter goes down due to pravity and 150 857. 1.2.3 a
moves along the weld line while keeping n\':
a constant angle with the base metal. ru
It is also colled JURYOKUSRHIKI L
YOSETSU (Japanese). < n
2106 :3F 83 TEIKAKUDO Welding performed with the covered spring contact arc § [
YOSETSU electrode held at a low angle to the weld welding et
line by the force of a spring or the like —
while the end of the electrode makes -
contact with and moves along the weld © =
line. ~
Documents
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Informative NS
Term Read Definit reference ‘é"
No. . eading efinition
(Japanese character) English equivalent -
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2107 RSB RBE YOKOOKISHIKI Welding performed automatically by the firecracker §
YOSETSU progress of arc generated {rom the end welding
of covered electrode closely placed on
the groove.
2108 HAAL~MF 7 ~2RE GASUSHIRUDO Generic term for arc welding performed gus~shielded metal are welding
AKU YOSETSU with arc and deposited metal shielded 130 857, 1.2.6
from the atmosphere by gases of CO,, Ar,
ete.
2109 TORE MAGU YOSETSU Generic term for arc welding performed by MAG (metal active
using oxidic shielding gases such as gas) welding,
CO,, mixed gas of Ar and CO,, etc. metal=are active gas welding
[SO 857, 1.2.8
2110 o1 B S TANSAN GASU AKU| Automatic or semiautomatic welding with CO, (gas shielded)
B YOSETSU the electrode of welding wire by using arc welding
carbonic acid gas (CO,) as shielding gas.
2111 AN (Ar-€0,) 7-2 | KONGO GASU Generic term for arc welding excepting mixed gas
B (Ar - CO,) CO, (gas shielded) arc welding among (Ar-CO,)
AKU YOSETSU MAG (metal active gas) welding. shielded arc
welding
2112 1F=}HRA7-2 R IN}xTo GASU AKU Arc welding performed by using shielding inert gas shiclded
YOSETSU gases such as Ar, He, or their mixture arc welding,
inert gas or otherwise the mixture obtained argon arc
by adding a small amount of active gas welding
thereto. A casec where Ar is used as
shielding gas, is called argon arc welding,
which principally means TIG (tungsten inert
gas) welding.
Documents
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Informative
Term . - reference
No. (Japanesc character) Reading Definition ‘ :
English equivalent “
2113 71 B TIGU YOSETSU Non-consumable electrode inert gas arc TIG (tungsten inert :{,’
welding employing tungsten or tungsten gas) welding, gas c
alloy as clectrode. tungsten are weidiog "
tungsten iner( gas are welding ~
150 857, 1, 2. 11 w
o
2114 IO MIGU YOSETSU A kind of consumable electrode inert gas MIG (metal inert b
arc welding employing a welding wire as gas) welding, i
electrode. metal=are inert gas welding =
1S0 857, 1.2.7 o
2115 2LTZL—N K SERUFU-SHTRUDO Arc welding performed without shielding gas | self-shielded arc 3
7— 0B AKU YOSETSU supplied from the outside by using flux welding -
cored wire electrodes. Mux=cored wire metal-are

welding without gas shield |
1SO 867, 1, 2.4 -
<0
2116 L g E PARUSU AKU Welding performed with current cyclically pulsed arc u
YOSETSU varied and caused to pulsate. welding, a
pulsed power g
welding o
— o
2117 $TT—DF— N SABU-MAJI AKU Welding performed by using arc heat submerged are welding “
YOSETSU generated from arc in flux between the 1SO 857, 1.2.5 a"_,
welding wire and the base metal, which is -
principally used for automatic arc welding. -
s
2118 BRBEBRRTR OBI1JO DENKYOKU Cladding by welding using strip electrodes surfacing with strip -
NIKUMORI YOSETSU| and performed through submerged arc electrode, N '

welding with strip material of required strip surfacing cé’

composition taken as electrode. =

;._.‘D

8o
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Torm . - reference o
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2119 F=2ZM b AXU SUPOTTO Arc welding which welds in spots by heating | arc spot welding, é’ S
B4 YOSETSU a plate from one side. It includes shielded shielded metal -
metal arc spot welding, TIG spot welding, arc spot welding, 2
and MIG spot welding. TIG spot welding,
MIG spot welding ™
: — w
2120 F—sA8y¥ AKU SUTADDO Welding performed by pgenerating arc arc stud welding, 2
B YOSETSU between the tip of a bolt, bar, ete. and stud orc welding !
bage metal and pressing it into the resulting | 150 857, 1.6. 11 ,.!1
molten pool. Z
' P
2121 TeZrarxz EREKUTORO-GASU A Xind of upward welding performed by electrogus orce e
7 -8 AKU YOSETSU generating arc with molten pool surrounded welding .0
by the base metol end and water-cooled electro~gns_welding :'3
copper wall and shielded by carbonic acid ISO 857, 1.6.3
gas or the like. l
2122 75 X2BE PURAZUMA Welding performed by the heat of plasma plasma welding, =
) YOSETSU arc (see 1215), which includes plasma arc plasma arc welding, ;ﬂ
welding performed by utilizing transfer plasma jet welding #
arc (see 1215) and plasma jet welding 1SO 857, 1. 2. 12 c
performed by the heat of the high tempera- o
ture and high speed gas currant generated (=]
with non-transferred arc (sec 1215). i
N}
2123 IIXT iR PURAZUMA-MIGU Plasma are welding using an ndditional consumable electrode | plasma MIG by
YOSETSU and an inevt ghielding gas, ¢.g. argon, helium or their welding tn
B mixtures. 1S0 857,1.2. 13 S
2124 AT NN METARU AKU YOSETSU | Arc welding using a consumable electvode. metal-arc welding o
, SO 857, 1.2. 1 .
2128 A X -1 ¥ KASSEIL GASU Metal-arc welding asing consumable cored wire eleetrode | flux—cored_wire metal-are.
Fy2AAN 4 SHIRUDO FURAKKUSU| with a non-inert (active) gas shicld from an external welding with nctive gus
TASNLT7—2 M IRIWAIYA METARU Source. shield
% AKU YOSETSU | 150857,1.2.9
| .
2126 A~ b HAY—R INATO GASU Metal~arc welding using a consumable cored wive flux—cored wire metal-are
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No. Reading Definition
(Japariese character) English equivalent
1211 e T TP YOSETSU ZAIRYOD See 1211,
2202 W7~ 2 BIEW HIFUKU AKU Welding rod used as electrode for arc covered electrode
" YOSETSU BO welding, which {s coated with flux. It is
also called YOSETSU BO (Japanese).
—2203 A | SHINSEN Matal wire in a covered electrode. core wire
2200 | & @ BOKE! Diameter of flller rod or diameter of the rod diameter,
core wire of covered electrode. core diameter
2205 s mn HIFUKU ZAi Flux coated outside the core wire of covered |covering,
electrode (see 1214 Flux). conting flux
2206 R TSUKAMI A part of covered electrode, where no coat exposed core
: is applled in order to be held with an
alectrode holder.
2207 & R (BHEN—) HENSHIN RITSU Percentage of the ‘difference between the eccentricity of
(YOSETSU BO NO maximum value and the minimum value of electrode
HENSHIN RITSU) total sum of the measured values of core
: diameter and the thickness of one side coat
to the minimum value.
2208 ME241v YOSETSU WAIYA Generic term for the long solid wire and flux |welding wire,

» cored wire in the shape of a coll used for filler wire N
welding, which is mainly used for automatic @
welding and semiautomatic welding. §

2209 v ¥24P SORIDDO WAIYA Welding wire of which the section ia solid Bolid wire o
and homogenous, & &
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0
2210 77772AY FURAKKUSU IRI Welding wire in the form of a pipe, in which flux cored wire 3
R WAIYA flux is filled for the pruposes of arc
stabilization, deoxidation, etc.
2211 FrZ P (74 rD—) KYASUTO (WAIYA Diameter of the spread wire ring when cast (of filler
NO KXYASUTO) two or three raolls of wires are cut off and wire)
laid on a plane without restriction.
2212 Ay 2 X (TS YD) HERIKKUSU (WAIYA| The maximum build up disténce of wire from a helix (of filler
NO HERIKKUSU) plane when two or three rolls of wires are wire)
cut off and laid on the plane without
restriction. -
2213 BREN OB1JO DENKYOKU Steel strip in coil used for welding. strip electrode
2214 RS >4 —} YUGO INSATO Metal material of the same series as the fusible insert
base metal preliminarily laid at a root part
in butt welding.
2218 =N FHR SHTRUDO GASU Gas used to prevent air from penetration shielding gas
BEM—) (YOSETSUYO into welding atmosphere by shielding an (for welding)
SHIRUDO GASU) arc and molten metal in welding.
2216 BMOFv7R YOYO FURAKKUSU A kind of flux for submerged arc welding, fused flux,
produced by shattering materials to pieces melt flux
after melted in an electric furnace and
sorting particle sizes by sieving.
2217 HYFTI 902 BONDO FURAKKUSU| A kind of flux for submerged arc welding, bonded flux
produced by mixing powder material with
iquid fixing agent to knead, granulating and
drying (400 to 600°C) by using a kiln, and
then sorting perticle sizes by sieving.
Documents
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No. Readin Definition
(Japanese character) & English equivalent
2218 M5y xX SHOKETSU A Xxind of flux for submerged arc welding, sintered flux
FURAKKUSU produced by mixing powder material wilh
liquid fixing agent to kneed, granulating
and sintering (700 to 1000°C) by using a
kiln, and then sorting particle sizes by
sieving.
(4.2.3) Welding Apparatus
Informative
Term ; oy reference
No. Reading Definition
(Japanese character) English eauivalent
2301 IvBLP—2 ENJIN AKU Welding equipment provided with an arc engine driven arce
R334 YOSETSUKI welding generator driven by an engine. welding machine,
engine driven
welding set
2302 1 —~FRX7—78RBH | INBATA SHIKI Power source for arc welding of which the inverter controlled
AKU YOSETSU output is controlled by using an inverter arc welding power
DENGEN (device converting a commercial a.c,power source
source to an a.c,power source of a
difference frequency).
2303 L3 N3 | DENGEKI BOSHI Equipment to prevent electric shock by voltage reducing
SOCHI lowering the secondary no-load voltage device
of welding machine when arc is not
generated in arc welding,
2304 K2 a7d (BKA—) POJISHONA _ A kind of working stand so made that the welding positioner
(YOSETSUYO welded object can be attached to rotate
POJISHONA) freely, hence the weld can be always put

in an easy-to-weld position.
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Term o reference =4
No. | japanese character) Reading Definition 8
p English equivalent =
Yt
- - R o
2305 A vERENR WAIYA SOKYU Equipment to feed automatically welding wire feeder N4
SOCHI wire.
2106 RERTILY YOSETSUBO Tool for manual welding that holds electrodes | electrode holder
HORUDA to carry current in arc welding, which is
also called HORUDA(Japanese).
2307 xer—F YOSETSU TOCHI Tool for manual operation that feeds welding welding torch
current and shielding gas, which is used
for arc welding in which welding wire is
automatically fed. (see 1209).
2308 Ao LFT KONTAKUTO Cylindrical conductor supplying welding contact tube,
CHIPPU current as well as guiding electrode wire. contact tip,
which is also simply called CHIPPU(Japanese). | tip
2309 RT—=n SUPORU Bobbin made of synthetic resin, hard board, spool
steel, ete., which is so constructed that a
unit amount of welding wire is wound and
can be smoothly pulled out.
2310 ILvY =0 WAIYA RIRU Device so constructed that a coil of wire wire reel
used for automatic and semiautomatic arc
welding is attached and the wire can be
smoothly pulted out.
2311 AR PERU PAKKU Cylindrical vessel to accommodate a welding | P&l pack,
wire in spiral, which is also called DORAMU. | drum
Documents
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. . ‘eference
No. . Reading Definition re
(Japanese character) English equivalent

2312 HRRS SHOMO DENKYOKU Electrode that melts in arc in various types consumable
of arc welding and arc cutting, which is electrode
also called YOKYOKU (Japanese).

2313 IEHE R HISHOMO Electrode that is hard to be consumed even non-consumable

DENKYOKU with arc heat because of its high melting clectrode
point, which is also called HIYOKYOKU
(Japanese) .

2314 £ T451% SUIKA TOKUSE! A kind of external characteristics of arc drooping charac-
welding power supply, in which terminal teristic
voltage outstandingly drops with increasing
load current.

2315 2 RENHE TEIDEN'ATSU A kind of external characteristics of arc constant voltage

TOKUSEI welding power supply, in which terminasal characteristic
voltage changes little with increasing load
current, (generally, terminal voltage
drops about 2 V per 100 A).

2318 NAFRE MUIFUKA DEN'ATSU Terminal voltage of welding power source at open circuit
no-load period, which is also called KAIRO voltage
DENATSU (Japanese).

2317 hey b2~} HOTTO SUTATO Arc starting method performed when the hot start

start-1ime welding current gets excessively
large in generating the arc.
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(4.2.4) Weld Joint

0c

N Term
°- (Japanese character)

Reading

Definition

Informative
reference

English equivalent

2401 BEMTF

YOSETSU
TSUGITE

Joints to be welded or which have been
welded. Welding using these joints is
called ~-welding. For example, butt joint
welding or butt welding, and lap joint
fillet welding or lap fillet welding.

6661 ' TO0E Z

weld joint,
welded joint

2402 REHRF

TSUKIAWASE
TSUGITE

Weld joints in which the base metals lie
nearly in the same plane.

butt joint

2403 IhReF

KASANE TSUGITE

Weld joints formed by partially overlapping
base metal. These include fillet, spot,
seam weldings, and brazing and soldering.

lap joint

2404 TR F

TI TSUGITE

Weld joints making approximately a right
angle in a T-shape formed by putting the
end of one plate on the surface of another

plate.
]

BN
—

T-joint
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Term

Informative
reference

No. Reading Definition
(Japanese character) English equivalent
2405 +3RE JUJI TSUGITE Weld joints forming a cross as shown in the cruciform joint
figure.
!
0.0
2406 B (HE) BF KADO TSUGITE Weld joints at a corner where two base corner joint
metals are kept in an L-shape making
approximately a right angle.
2407 2 H—7HWF SUKAFU TSUGITE Joints whose welding surface is broadened scarf joint

by cutting the base metal of an I-shape
groove at an angle to each other, which is
mainly used for brazing and forge welding.
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Informative N b
n . a® L W
No. | .4 lern; acter) Reading Definition reference =4
(Japuonese character English equivalent -
jo=Y
“
2408 ¢ AF SEGIRI TSUGITE Weld joints so made that base metol surfaces joggled lap joint § o
lie nearly in the same plane by making a .
step on one member of the lap joint. =
¥
/!__\_j N
I N tw
a
]
&
2409 ~Um¥ HERI TSUGITE Weld joints between ends of not less than edge joint e
two base metals overlapping almost in =
parallel. ' —
H
N
0
-
F o
-
L
2410 JL7MF FUREA TSUGITE Joint whose groove form is constructed f{rom flare groove joint g
arc and arc, and otherwise are and line. o
o
[ 1)
;m
3
{ | u
w
f .
jon]
Y
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(Japanesc character) English equivalent
2411 HTERF ATEGANE TSUGITE | Tillet welding joints made up of a base strapped joint
metal surface and the end of strap.
These include one-side strapped joints and
both-side strapped joints.
T B ©
N 7
2412 THERF SUMI NIKU Weld joint having a triangular section used fillet weld joint
TSUGITE for welding two surfaces intersecting
nearly at right angles.
2413 M % (rvs2) KAT SAKI Groove provided between base metals to be groove
welded, which is also called GURDOBU.
Standard shape of the groove shall be as
given in 2414, square groove, to 2422,
double U groove .
2414 I F00% AIGATA KAISAKI square groove
I |
a
5 Square groove 5
2415 | V% BUIGATA KAISAKI W @_{ single V-groove
LN J = |
= N
2416 | X mm% LKKUSUGATA Single V-groove 0 double V-groove 8
KAISAXKI (When root face (b)) Is comparntively Double v-goove o
(urge, 1€ muy be somclimes culled -t
Y -shape groave.) g o
D &
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Informative
Term . - reference
No. Reading Definition
(Japanese character) English equivalent
2417 LR REGATA KAISAKI single bevel groove
y
2418 K A%k KEIGATA KAISAKI ( w! z l double bevel groove
{
2l o ol
Single bevel groove Double bevel groove
2419 J M5 JEIGATA KAISAKI ¢ ¢ single J-groove
i ~ . ” ©
— 0
2420 i ) 8% RYOMEN JEI-CATA a ) 4 double J-groove
KAISAKI .
Single J-groove Double J-groove
) 8
2421 U inesk YU-GATA KAISAKI Y';,? ¢ single U-groove
p < J rr Ee)
fal ~Q
. ° CANGa
2422 11 #5M5%E ETCHI-GATA Single U-groo g double U-groove
KAISAKI Broove

Double U-groove
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Informative
Term . N reference
No. . Reading Definition
(Japanese character) English equivalent
2423 0 5678 H KAISAKI YOSETSU Welding in which metal is heaped at a groove weld
groove.
2424 M A X KAISAKI KAXUDO o' in Figs. 2415 to 2422. groove angle,
included angle
2425 AR AE BEBERU KAKUDO ¢ in Tigs. 2415 to 2422, bevel angte
2426 MER2 KAISAKI FUKASA 4 in Figs. 2415 to 2422, groove depth
2427 | RUTO MEN b in Figs. 2415 to 2422. root [ace
2428 -t R RUTO KANKAKU 2 in Tigs. 2414 to 2422. root opening,
' gap
2429 L— P4 RUTO HANKEI r in Tigs. 2419 to 2422, roat radius,
groove radius
2430 M % @ KAISAKI MEN Surface of groove. groove face,
fusion face
(4.2.6) Weldinp Position
Informative
Term o .« ees reference
No. (Japanese character) Reading Definition : :
English equivalent
2501 BELS YOSETSU SHISEI Position taken by welding operator against welding position, S
weld. This includes four positions: flat, position of weld S
horizontal, vertical, and overhead positions. —
[
©
© N
© >
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Term . I relerence
No. . Reading Definition 8
(Japanese character) English equivalent "
et
©
2502 tEe ZEN SHISEI Generic term for all positions; flat, hori- all position Pt
zontal, vertical, and overhead.
2503 TRES SHITAMUK! SHISE!L Welding position to weld while facing flat position
downward from the top against a joint
whose welding axis is almost horizontal.
2504 maas YOKOMUKI SHISEI] Welding position to put bead horizontally horizontal position,
against a joint whose welding axis is almost horizontal fillet
horizontal. The right end position given position
in the figure below is especially called horizontal
fillet position.
Documents

Full document details: JIS Z 3001-1999

B 959 LELLSS0 9DSEEEh M@ bLLT I9NI-TODE Z SIP-CQULS

-% Document Sharing Hub


http://www.avadocuments.com/doc/jis-z-3001-1999
http://www.avadocuments.com/doc/jis-z-3001-1999

Term
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Reading

Pefinition

Informative
reference

LEnglish equivalent

2505 ImE

TATEMUKI SHISEI

Welding position to put bead vertically
from the top or bottom against a joint
whose welding axis is almost vertical.
Welding upward from the bottom is called
upward welding and welding downward
from the top is canlled downward welding.

vertical position,
upward welding,
downward welding,
downhill welding

25006 E@m(3 LX)
e

UWAMUKI SHISII

Welding position to weld while facing upward
from the bottom against a joint whose
welding axis is almost horizontal.

oy

overhead position
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(4.2.6)

Weldinp Phenomena S &
S
‘—_‘ ) Informative 2
Term . . reflerence .
No. . Reading Definition =
(Japanese character) English equivalent § 5
2601 P—2Xb54 AKU SUTORAIKU To generate arc instantaneously on base arc strike, "._-_‘
2 metal and then immediatecly cut it in arc stray flash, [
welding. Otherwise, defects caused stray arcing ~
thereby. w
— _ =)
2602 7-oWE AKU DENATSU Voltage between both ends of arc. gre voltage e
1
— = m
2603 7ok AKU CHO Distance between both ends of arc. arc length 3
o
2604 F-2944 AKU TAIMU Period of time during which are is generated | arcing time, .
- in arc welding operation. arc time =
.}
2605 7-o20R2HE AKU NO ANTEISE] Degree of stability of are, whieh means a arc stability
degree how are length, arc directivity, I
J etc. become constant.
—_— | £
2606 7 — A5k ASU SETSUZOKU To connect electrically the case of a welding | ground connection tﬂ
machine with the ground for safety. T
— =
2607 Ty .C &) JIKI FUKI Phenomenon in which arc deflects due to (magnetic) arc blow o
magnetic action of current. tn
. |
S e
2608 r 2Y—Z % KURININGU SAYO Phenomenon in which the action of the arc cleaning action -n
m removes the oxidized film to clean the a
surface of base metal in inert gas shielded ~
arc welding.
- i
2609 . A YOTEKI Particles of molten metal transferring from droptet
the tip of welding electrode or welding wire
to base metal.
Documents
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Informative

Term . . reference
No. Reading Definition
(Japanese character) English equivalent
2610 BREBHT YOTEKI [KO

A fact that molten metal is transferred from
the tip of welding electrode or welding wire e

to the base metal side.

droplet transfer,
metal transfer

2611 MM 7 — 08k

TANRAKU AXU
YOSETSU

Arc welding in which molten metal is
transferred to base metal every time wire is
contacted with molten pool in CO, gas
shielded arc welding, MIG welding, etc.,
which is also called SHOTO AKU YOSETSU
(Japanese).

short circuiting
arc welding

2612 R8T TANRAKU IXO A fact that the tip of welding wire is short- |short circuiting
circuited with base metal and the fused transfer,
metal is transferred to the base metal. dip transfer
2613 syoga—ILe GUROBYURU IKO Transferring of electrode tip molted by arc globular transfer
5 to base metal in the form of a large parcticle.

2614 2T -8BiF

SUPURE IKD

Transferring of electrode tip melted by arc
to base metal in the form of a smaller particle
than the diameter of wire.

spray transfer
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2615 B4 BOZAI SETSUZOKU Connection of one side terminal of welding workpiece conneciton L o
power source and base metal by welding work connection e
cable when welding operation is carried =
out (see Figure). v
N
w
o
o
]
™
=
)
-
e
=1
-9
0
2616 RHLRE TSUKIDASHI Extending length of welding wire from electrode extension, |
(74 vn—) NAGASA (WAIYA the end of contact tip. wire extension z
NO TSUKIDASHI 2
NAGASA) Contacl tip #
o
o
Welding wire
s wirs extension E‘
tn
N Arc lengih A
-~ ~J
L~
. =
2617 73X BO PURASU Connection in DC arc welding, where the electrode positive, s
base metal is connected with the negative DCEP o
gide of the power source and the welding
rod or electrode to the positive side. I
For welding wire, it is also called WAIYA
PURASU (Japanese).
Documents
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2618

w7142

BO MAINASU

Connection in DC arc welding, where the
base metal is connected with the positive
side of the power source and the welding rod
or electrode to the negative side.

For welding wire, it is also called WALYA
MAINASU (Japanese).

electrode negative,
DCEN

2619

AERR

YOSETSU DENRYT

Current caused to flow in order to give
the heat required for welding.

welding current

2620

BRI

YOSETSU SOXUDO

Speed of welding bead, which is usually
expressed by bead length per minute.

welding speed

2621

PR did

YOYU SOKUDO

Speed at which the welding rod melts per
unit time.

melting rate

2622

BAEY

YOCHAKU SOKUDO

Mass of deposited metal put per unit time.

deposition rate

2623

BAR>

YOCHAKU-RITSU

Ratio of the mass of deposited metal to the
mass of consumed welding electrode,
provided that the unused part of the
electrode should be excepted. For a

covered clectrode, the mass of the cover
is usually included, but excluded in
special cases. [t is also called YOCHAKU
KORITSU (Japanese).

deposition efficiency

2624

BREER

YOSETSU KIGD

Symbol for giving designation for welding
on a drawing (see JIS Z 3021)

welding symbol

Full document details: JIS Z 3001-1999
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2625 BEM YOSETSU JIKU Line passing throupgh the centroid of axis of a weld,
section of weld perpendicular to weld line, weld axis
and perpendicular to the section,

Axis of a weld

I\

2626 RE® YOSETSU SEN Assumed line for expressing the bead and weld line,
weld as o line. weld arc

2627 BREOROMA Y(__?ST__‘:_TSU NO Whole length of weld whose section has the  |effective length of
YUKO NAGASA dimensions as planned. weld

2628 TARDY A X SUMINIKU NO . Dimensions (S. S, $) used in design to fillet weld size
SAIZU designate the size of fillet welding metal. -
Cases of equal legs and unequeal legs are
included. For equal legs, the dimension is
the equilateral length (S ) of the greatest
rectangular equilateral triangle capable of
being drawn in the cross section of the
fillet weld metal, and for unequal legs, they
are the lengths of two sides (S, §)
containing the right angle of the greatest
rectangular triangle capable of being
drawn in the cross section of the fillet
weld metal.
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2628 (Continued)
Equa) legs concave Lqual degs convex Unequal legs
fi1Jet weld fillet weld Nillet weld
o
STTEN s T
T — }
E; 434'1 33
2629 M B(2¢(5) %) KYAKUCHO Distance from the root of joint to the toe of |leg (-~ of a fillet
(T X t0—) (SUMINIKU NO fillet weld. weld),
KYAKUCHO) leg length
Leg
f | o] |
Leg
2630 anr BB NODO ATSU See 2631 (theoretical throat) and 2632 throat (— of a fillet
(F2mD—) (SUMINIKU NO (actual throat). weld),
NODO ATSU throat thickness
2631 RRAOrY RIRON NODO ATSU | Throat used in design calculation. Height of | theoretical throat,
(T HAD—) (SUMINIKU NO

RIRON NODO
ATSU)

triangular fillet determined by the size of
the fillet, measured from the root of the

joint {See Figure of 2632 (actual throat)).

design throat
thickness (- of
a fillet weld)

Full document details: JIS Z 3001-1999

6661 - T00E Z

BB 9L) HhhebSS0 QO09EERh HH bbbT TINI-TODE Z SIF°ALS

[¥¥]
w

Documents

Document Sharing Hub


http://www.avadocuments.com/doc/jis-z-3001-1999
http://www.avadocuments.com/doc/jis-z-3001-1999

Informative N

Term . . reference P

No. Reading Definition S

(Japanese character) English equivalent =
e %
2632 xI20 R JISSAI NODO ATSU | Throat actually welded. The shortest actual throat (- of a b o
(+ ARND—) (SUMINIKU NO distance from the root to the surface of the fillet weld) g
JISSAI NODO ATSU)| section of a fillet weld. -
(%]
Actusl throat xf-;_-‘ Actual throat SL ™
s o

» '\ =~ M'\-
RE N _l_Ii S
1
) Theoretical ) Theoretlcal g
J throat } throat o
Lt leg r
s nlze :-“-g
2633 B MR YOYU CHI Pool of the molten metal generated by the molten pool, -0
(L3W35 &) heat of arc or the like in welding. weld pool,
molten weld pool .
—_ &
2634 sL—% KURETA Indents daused at the end of bead. crater L-ﬂ
w
2635 ik (LA SHITAN Point at which a base metal surface and a toe (of weld) z
welding bead surface intersect. &
o
(44}
[,
ol |
=
N =y
(3,]
a b <
[ d e
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2636 IVFsY ENDO TABU Auxiliary plate attached to the end of a weld tab,
weld line. run-on tab,
run-off tab
2637 N3y SUKARAPPU Fan-shaped.notch provided on one of scallop
base metals to present the intersection of
weld lines.
_— Sealiop
2638 RS- UIBINGU Operation process of rods in which welding weaving
is performed while the welding rod is
moved back and forth almost perpendicularly
to the welding direction.
2639 K — ¥ BIDO Weld metal produced by one pass. bead,
weld bead,
melt run
2640 A : VR SUTORINGA BIDO Bead placed linearly without weaving. stringer bead
2641 Ry y SUPATTA Slag and metal particles scattering during spatiey N
welding in arc welding, gas welding, 1ISO 6520, 602 =t
brazing and soldering, etc. S
9
o
O w
O O
Documents
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2642 Aty 5 Rk SUPATTA Loss of metal due to spatter. spatter loss 3 S
SONSHITSU :
—
2643 x 37 SURAGU Nonmetallic substances generated on a weld. slag :
2644 X5 D T SURAGU HANMA Hammer whose tip is made thin for slag hammer =
removing slag, =1
o
2645 ] SO Layer of deposited metal composed of one layer g
or more passes. o
=
2646 1 O PASU One welding operation performed along a pass, ™
weld joint. Bead results from pass. weld pass, 2

run
2847 £ PRA PASUKAN ONDO The lowest temperature of pass before a interpass tempera- .
next pass starts in multipass welding. ture; x
An interpass temperature for one layer interlayer tempera- 3
per one pass is called interlayer tempera- ture =
ture. =)
o=
2648 KoYy BATARINGU To provide surfacing on the groove surface buttering 2
in order to prevent influences from base L
metal component and others in butt 2
welding. 3
-J
-3
=1
Documents
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2649 b VG TOKEKOMI Distance between the summit of molten part penctration

of base metal and the surface of the plane
to be welded.

Penctrotion

. 7N T N
Penciration .~ - { y J
=S A -
== Penetration

2650 REEAH

KANZEN TOKLEKOMI

Penetration over the entire area of the plate
thickness of a joint.

T joint Butt joint

b

complete joint
penctration,
full penetration
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=t [
2651 8 i A BUBUN TOKEKOMI Penetration that does not prevail on the partial (joint} § =
entire area of the plate thickness of a penctration %)
joint. ~N
a: Portle) penetration of a folnt b: partjul penetrution of u root w
o
)
i/ \ m
=z
b @
|l
Y <0
(>~ £
_—{ -
2652 AR NYUNETSU Heat quantity given to a weld from outside heat input, =
in welding. An arc is expressed by the energy input &
electric gnergy K (J/cm) generated per L
Unit length (1 cm) of welding bead in arc g
welding. When E (V) as arc voltage, o
I (A) as arc current, and ¢ (em/min) as (]
welding speed are respectively taken, o
said electric energy H is given by the -
following formula. <
_ 60 EF a9
H== i
Documents
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2653 % H(LLD) YOMORI Deposited metal piled over the surface excess weld wetal, v
more than a dimension i‘equir'ed in groove excessive convexily, o
or fillet weld. weld reinforcement =
1S0 6520, 502 and 503 (%)
W\ :
AZZZIN
\\ / ) w
(4 ! o
% 1’\< ? > a
/’ \\ H
ez t — [ '
m
— =
2654 nesn ZANRYU ORYOKU Stress remaining in structures or members. residual (welding) 'g
Stress e
3
2655 F m YONETSU Application of heat to a base metal prior to preheating -
the operation of welding or thermal cutting.
2658 # M(h) GONETSU Application of heat to a weld or a gas cutting zone | postheating -
afterward. 0
— w
2657 BB MAR YOSETSU GO Heat treatment provided to a weld or weld post weld heat o
NETSU SHORI structures after welding. Stress rclieving treatment ~
heat treatment is typical. o
tn
2658 BROT A YOSETSU HIZUMI Deformation caused in members by welding. welding distortion ig
=
2659 WUt & GYAKU HIZUMI Distortion preliminarily given in inverse preset distortion 3
direction by predicting angular and other o
deformation resulting from welding. -
N =
2660 E—=v2 PININGU Operation to provide plastic deformation on peening § |
a surface layer by continuously hitting a =
weld with a special hammer. —
B e
©®
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2661 G YOSETSUSEI Expression of the ability of base metal to  weldability §
be favorably welded by using welding rod 150 581, 1
or welding wire and welding method which
seem to be optimum for the base metal.
2662 AR SEN'lI ONDO Temperature at which the form of rupture transition tempera-
of material changes suddenly. ture
2663 BEWY YOSETSU JUNJO To determine an order by which each weld welding sequence
joint is connected when welding structures
are connected by many weld joints.
2664 BRNE YOCHAKU JUNJO Seguence in which deposited metal is deposition
deposited on a weld by welding operation sequence,
when one weld line is welded. For multi- cross-sectional
layer welding, it is called SEKISO JUNJO sequence
(Japanese).
2665 WXk ZENSHIN HO Method in which deposition is carried out progressive welding
(RMMBER (YOCHAKU JUNJO so that a welding method has the same (of deposition
—) NO ZENSHIN HO) direciton as a deposition direction. sequence)
Walding dlrection
Doposition direction
0X 616106
2666 x 8 & KOTAIHO Method in which deposition is carried out so backstep welding
CRMMED (YOCHAKY JUNJO that a welding direction becomes reverse (of deposition
) NO KOTAIHO) to a deposition direction. sequence)
Walding direction
Doposliion direction
oteleIole)
Documents
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2667 Fol N TAISHO-HO Method in which welding is carried out symmetrical sequence
from the longitudinal central part of a
weld line symmetrically to both ends, which
is also called FURIWAKE HO (Japanese).

2668 RE (& U TOBIISHI-HOD Welding method to be carried out dividing intermittent weld,

L) & a melt line by a fixed interval intermittently, | skip welding

which is also called SUKIPPU YOSETSU
(Japanese).

9669 70wy ok BUROKKU-HO Welding method performed by completing block sequence,
each one block in multi-layer welding. block welding

2670 nAy—Vik KASUKEDO-HO Welding method in which welding is cascade sequence
progressed left and right being deposited
from the center in multi-layer welding.

2671 —~65008 18 ICHIJITEKI Welding in which the welding of a sling temporary welding

YOSETSU fitting, the use of a .strongback, etc.

are temporarily carried out. They are
removed after having achieved respective
purposes and do not remain in final pro-
ducts.

2672 PN PL AT, SUTORONGU- A kind of jig temporarily attached for strongback

5 BAKKU preventing angular deformation and

distorsion as well as for correcting the
dislocation to each other of plates in

Full document details: JIS Z 3001-1999
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(Japanese character) English equivalent i

=4

©

2673 BHEn23 YOSETSU NO MAMA | A state of welding metal and heat-affected as welded 8
zone as they are welded, in which the ©
material qualities thereof are not changed P
by heat treatment, peening, etc. after o
annealing. —
%}
2674 mRs KOSOKU JIGU Jig by which the occurrence of a strain welding jig N
is lessened by giving constraint on a weld. w
o
2675 12(30)Yh7 UMORE AKU State in which wire is dipped into the molten | buried arc “."
—» pool dug with an are by keeping the length 2
of the are short. o
2676 ¥—h—L KTHORU Circular hole formed by penetration of a keyhole .-
heat source to the rear side of base metal 0
at the top of a molten pool. -
2677 X # Lt UNBO HI Ratio of the length of a weld bead formed elongation of bead i
per unit length of an electrode. =
-
Length of a weld bead % 100 w
Length of a molten electrode b
@
2678 m;L $) 7= SHO AKU Arc emitted firstly with a new electrode. initial arc o
- tn
2679 87— SAI AKU Arc emitted again after interrupting the arec. | rearec :3
wm
2680 ®BRYRT—} ATOMODORI _ _ Method for laylng a weld bead again retract start L
AW SUTATO UNBO HO | returning to a start point of welding after technique 3
emitting an arc 10mm to 20 mm in front a
(welding direciton) of the welding l

start point.
Documents
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2681 Bk KAKUSANSE] SUISO | Hydrogen of an atomic state capable of diffusible
moving freely in the crystal lattice of a hydrogen
weld metal part.
2682 EEF (RE SAIKO KATASA The change of hardness appears according maximum hardness
wRH—) (NETSUEIKYOBU to a distance from a weld bond part
NO SAIKO following the change of a structure.
KATASA) It is the maximum value of hardness of
this part.
2683 m B SEKISD Not less than two layers of welding operation | build-up
performed along a weld line.
2684 BT KAKU HENKEI Lateral bending deformation generated in a angular distortion.,
member or a structure due to welding. angular
misalignment
2685 =h {0 MECHIGAI Misalignment between reference lines of two base metals, linear_misalignment
150 6520, 507
e §— 3
2686 7154 1 FERAITO-RYO Content of ferrite structure contained in ferrite content
austenitic stainless steel weld metal.
A measuring method includes a magnetic
method and a method by structure diagram.
2687 N (7154 FN N Value obtained by specifying a ferrite N
¥ 2-5) {(FERAITO BANGO) quantity by comparison with a magnetic (ferrite number)
sensitivity taking the value obtained by N
measuring the thiclkness of nonmagnetic e
substance covered on a magnetic matarial S
with a magnetic film meter as a reference -
value. o
D
® @
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2688 soLdi

KUROMU TORYO

Expression of the index of ferrite formation
clements (Cr, Mo, Si, and Nb) having an
effect equal or superior to that of Cr when
a ferrite quantity is determined by a
structure diagram method. Chromium
equivalent is expressed by the following
formula.

Chromium equivalent =
$Cr+%Mo+1.5%8i+0.5%NDb

chromium
equivalent

6661 : 100€ Z

2689 SurnEl

NIKKERU TORYO

Expression of the index of austenite
formation elements (C, Mn, Ni, and N)
expressing an effect equal or superior to
that of Ni when a ferrite quantity is
determined by a structure diagram method.
Nickel equivalent is expressed by the
following formula.

(1) Nickel equivalent of Schaeffler
structure diagram

Nickel equivalent = 30 $ C + 0.5 % Mn
+ % Ni

(2) Nickel equivalent of Delong structure
diagram
Nickel equivalent = 30 $C + 0.5 % Mn
+ $Ni + 30 3 N

nickel equivalent
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(4.2.7) Welding Execution

Informative
Term . .. rcference
No. Reading Definition
t
(Japanese character) English equivalent
2701 ER R TSUKIAWASE Welding used to butt joints. butt welding
YOSETSU
2702 BEBHE (RE RYOMEN YOSETSU Welding performed from both sides: front both side welding
¢+ RFEN—) (TSUKIAWASE and back. It is also cailed RYOGAWA (- of butt joint)
TSUGITE NO YOSETSU (Japanese).
RYOMEN YOSETSU)
2703 GMEE (T4 RYOGAWA YOSETSU! Fillet welding for both ends of lapped both side welding
MEFEN—) (SUMINIKU portion. (— of fillet joint),
TSUGITE NO double welded
RYOGAWA joint
YOSETSU) L AN |
2704 AORE (TR RYOGAWA YOSETSU| Welding performed from both sides of T- both side welding
FH—) (TI-TSUGITE NO joint. (~ of 1-joint)

RYDGAWA
YOSETSU)

?ﬂllL
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No. (Japanesc character) Reading Definition : ‘ §
English equivalent -
— by
2705 KEDE KATAMEN YOSETSU | Welding performed from only one side of one side welding &
(ZREME (TSUKIAWASE butt joint. It is also called KATAGAWA (~ of butt joint), | ©
D—) TSUGITE NO YOSETSU (Japanese). single wclded joint l
KATAMEN .
YOSETSU) . .. 5
2706 KR KATAGAWA Welding performed from only one side of one side welding
(TAHRTF YOSETSU fillet joint. (- of fillet joint)
n—) (SUMINIKU TSUGITE
NO KATAGAWA T .
YOSETSU C &=
2707 Aoa% KATAGAWA Welding performed from only one side of one side welding
(TMFED—) YOSETSU (TI T-joint. (— of T-joint)
TSUGITE NO
KATAGAWA
YOSETSU)
T
2708 roo¥ey”7 NARO GYAPPU Welding performed with narrow gap narrow gap
o YOSETSU groove such as I-shape or near I-shape welding,
in butt welding of thick plates, which is narrow groove
also called KYO KAISAKI YOSETSU welding
(Japanese).
2709 I50-X8 ENKUROZU Arc welding performed by enclosing molten enclosed arc
® YOSETSU pool with a strap so that molten metal does welding
not flow out from a weld.
Documents
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