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1.1 AR B, 8 ARRGE I HEND
TR (RAKRREAR) DS AT LD AT L 283 &
WZ OOt 24 8 5 KOS &4 4
(CRA) DH AL 72T 7 —27 (GTA) ¥s#:0 B #l
A LR O P E REERAR BT DL THD, Thb
DY BRI, PERELEHEL TEH 5729012
WBRTR T AT DORIE, IR OREAENE, TAHERIE S
T DI+l WE DOEEE IR T 582 B
LT3,

2 §HE

2.1 AT, BAEDES AT LDOAT LA
B LOZFOMD CRA DEEDOEHRFOH AL
AT T =27 (GTA &5 H AR OB A LRI
O EFEER R T D, KRB AT 2T, it
BAERAN, DB HFa—7, B, 747407,
PNNVT, BT TRTY, o R —X MR EEND,

BER: ZORFUH —RIIZ O HICBEELZ2T
DOLEREEZ RO L2 B L TR, 2D A
Ao —ROERE L, TOEEICBWT, @)
BRBIOMEE FOMEXFEEMNLL, -6 H
AN BLH] =2 O o> Hil BR -~ 4% 2 1351
DTHB,

3 IR

3.1 AAFEIZ L > ThHR—=ZNDAT VAT,
F—AFFANRBLOBA — AT F AN RDI L —
RORT AR ES D,

3.2 AR LS THR—ENLTHE ML
BLOE 4L, BEERNT L —RD=vr V&4
JOEBEEA L —ROF 2 A EITRESND,

3.3 AHART, B 6 AF (150 mm) LD
WESEY AT LD R—R U MIATHND GTA
XD AN REERZLZEESDbEMTFORIHE
HAaha,

3.4 ARk, BB, B, GTA R4
BICLABE o A i A SIS,
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3.5 KAEARIL, 747 =TTy VAL TELT
SNDRBEO RSB,

3.6 AALREE, ENRBRLT O BAF ¥ RD
EEIZITE AL,
4 BPRAUH—F

1 PLTFOXEIZIICEENIEHHNTY AR
D—ERE725,
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5 FfE°
5.1 E7E

51.1  AEIXTZ 1A h (angular misalignment)
— WHEMEFTICRWT, BB O AL
(LU COBRHCAFIE T DR RE,

5.12  HZEEPE (autogenous weld) (2) — 747
—&BEL TITONDM G,

513  HE)7— 250 X 2 — 7 (automatic
arc welding downslope) — 7 — 73 HA HETIZEH
PR A B AL LD D L Z D S D RE ],

514 B AISR T F 4 A2 (axial misalignment)
— Bl T XE AR T > TOD BRSO HRLTE
ELTUWRNZ LIRS TRID T,

5.1.5 ANoF VX (backing gas) — IREFO
Fe (b o DO A ERKITWE DO KRZRI< EH
HUVNTIRIRL , ORI IS T 572012
TR F O NN EASIVD ATEMEAT A (7213
ZDIREW) o

516 £ —F(bead) (2) — JFHEE—RIHTBIE
e 7 6

517 E—pFF—N—F>7(bead overlap) — 7~
JVAREEIZBUNT, B SV AED R IV A
DOEL &, WEIL, 7V ADOERIHTH/ 35—
METHES,

51.8 E—FNZ#E (bead variation) — FEIEE D
ID B —RiE D2k &,

5.1.9  E—PJE (bead width) — 1D FOEHE —
ROWE, WH1X, T ORAMN TEH5, 22T TITRE D
INHRETH D,

5.1.10  H1LBRINH (center line shrinkage) — FEIK
S 2R B 8 D\ w8 B TR [E Y o I L2 Ko T
RS LD AN AL,

5111 UZ7—F7> (color line) — WEHEERCUTLE
R SND I RE B OFF A E FETE,

5.1.12  ZZ—(color) — VEHEH-CUT 53 0 DR
IZ X BEE X, Z¢ (discoloration) DIERER)TIL7
VW EE,

5.1.13  ~ZH& (concavity) (3) — WHEEROFK DY
Fa— 7 REE ORI L THA TWDHIREE, 1]

3 AHREERE D 51,

(1) Webster’s New World College Dictionary Fourth
Edition

(2) ANSI/AWS A3.0 Standard Welding Terms and
Definitions

(3) ASME BPE Bioprocessing Equipment Standard

ZE, IR O IR A A SHICKT U TEAZRMITIH
S THEHEEROIMAUH DT AR O E R 5 O fix
REEHEEL THIES D,

5.1.14 % LD (convexity) (3) —IEHE DR E M
Fa— T RBLE DR MR LTI Z> TODIREE,
X, EEHED 12 et 3 28T 6F L CIEL M 7258
IR > TS O SMAH DUV NZPEI O B2 A5
DKL L CHIES LD,

5.1.15  #/7 (coupon) — FEHEEME A EL TV
HZEHRRFET DO, ERICARIN AR
FTI,

5.1.16 457/ (coupon-in) — ZE6 YAk
FORBEBELATORIORADORIT,

5117  ®AEFS (coupon-out) —525 WK
FOREEEEAT ST OB DR,

5.1.18 Z£4 (discoloration) (3) — ~— A& @D
R ENODOTEDOEOEA, B IL, T O
BB OMBUC LA S O B L OWEE
EROIRHECEND B % 52 T T fEIk 2 5 A 95 17
1E (oxidation \Z BB T HND, T —1%, HEWE
TIPS TRENDIRNE, B L OTEVE AN
=T LSO B ETOHMMICHIDZE
DD,

5.1.19 X2 Xz— 7 (downslope) — HE) T —2
R PES 2 X7 — 7 (automatic arc welding
downslope) %2},

5.1.20 ~rX(dross) (2) — X727 (slag)DIEFEUE
M7 8,

5.1.21  HE electrode) (2) — 527" X7 > dip (
tungsten electrode) D IEFEREN) 72 FHGE,

5.1.22  EFEEEA~ P (enclosed weld head) — 3
— VRO —=T HABASTERT v SNIZER
PR SN, IBRBESNDIEHEA~VR,

51.23 & & (encroachment) — 1D ¥ D /% (
convexity) DIEFEHER 2

5.1.24 EEZ (examiner) — H-2HNT-AX A
—RICHERL T BN EINEIRTE T DD, FFED
SRV DOBREEZFEITHHVITENMEE T T 5 AW
o WAL, BIEER, MNIER, BAEETONE
BHAEFEITTD,

5.1.25 K (fluid) (1) — RIRET TR,
5.1.26 %K (gas) (1) — ME[RIZHZIEL, DR

EEBITHIZTIEN TEDMEDOTARDORE, 1K
K THLERTHRVERE,

5127 URKZ AT T — 205 (gas tungsten
arc welding (GTAW)) (3) — 27 A7 & (FF
THEENE) LV T — Ve DM OT — 5 HT57
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— IR ETuv A,
iz HEINS,

5128 z—(halo) — T ERZI>TAL
DL (discoloration) DIEFEHRER) 72 HFE,

5129 &Y (haze) — 1T BERZI>THELD
ZEE4 (discoloration) D IEREUER) 75 FHZE,

5130 #irs " 7— (heat tint/color) —¥RHET
v AL THU D ' (discoloration) DIEYET
j:fcﬁl/\)zﬁnl:lo

5.1.31 B2 (heat-affected zone (HAZ)) (2)
— B A R P O X DS R R DB Lo T
LCLEoTeR—2BBOH S

5.1.32 I FEH Ginclusion) (2) — 257, 797 A,
AT AT v, Wb, by TSN EIR D B,

5.1.33  ANIEHEUR (inert gas) — BE 1L, WE L
FHNTHRE B LRWRR, PRI

5.1.34 & Z (inspector) — VB2 TOMIEL
TANPE T LIt T A ANk LT 27
UGS T HETOREERGFMITHERL TWHD
LA T eI BRI E T B T VA A
THANY, RAEZ LA HE DT80 O 5B ks 5
1745, MAEEIIAEE ICL->TIRESh, FTAE
,FTEEZEORWAN, 2o =T IV T EITR I
BT 28O ENN, FTA & ORBEAEL THRE
THRAENT-HMIEREH LI TR AESEORE N
ANDOWT N TRIT IR B0,

5.1.35 L —X5F¢ (lathe welding) — FERRDIE TE
THEEMR TR TS, Fa—T7OE O A BN E
Tl I lla s, 22 CERT DL —RBEHEIL, 74
T—BBEOIR VAT IR A THD,

ot AL, VR RE

5.1.36  #K (liquid) (1) — [EUREIZERRY, 431
MFE AT E i @J<@“C49~5 /lh@]ﬁ—éi)‘ BEEE
FOT=DIZIRD IHOITHEFRITITRZ R L 720,

5.1.37 KV (liquid cylinder) — LIXULIE

71‘7 JEFEIZILD, TR RIKRDOIZRE TP 95
O\ S DWEAS L KIS N -8B D
VU‘/&“O

5.1.38  #E77 (meandering) (3) — 5% IEREIC
RELHOTIT L, WHEEAHZ VO TN R
B3 BDIEBEE —R D, HDWEZE BT H0ETT,

5.1.39  #LEFHE (orbital welding) (3) — U—2 D
[0 % FE R 23 [B1#5 35 (BB EEN2) 2812 koT
FTE DAL ICALE SN 2T 2 — 7 RS 2 IR
o H B E I3 U, KRS — RIS
oI, EEREL, /o747 —@E T ek R
Thd,

5.1.40  /#(E (oxidation) (3) — & J@ZFH COMEL
J8DTE AL, DRSS, IR rHIX, £E
(discoloration) U CRAHZENTEA,

5.1.41  /B{Ef (oxide island) — X772 (slag) DI
FEUER) 72 FH 58,

5.1.42  [ET) U4 (pressure cylinder) — [£71D
PSR Z IR T DD I HS DB R DT
U:/&vo

5.1.43 IR KNG (profile defect) — BERF D RIJE R
Tt | Z N JE AN 72 DT O R B E 7 I ZASE R

5.1.44 NI RYGRE T RT T — 205 (pulsed
gas tungsten arc welding) — LN —E MR TE
CTDHAR L T AT T — IV a e ADLEH,

5.1.45 N—T'X (purge gas) — WK TF-OPRM
(ID) HFEFHRT A BT HI-DIE A SNnAH R
EWT A (ETIH ADREW) ,

5.1.46 V—2 (purge) — ANIEMETITRWIRH S
T AZ BT DI O R TF O S E E TN
WCAIETEH A (FTZIIHTADIREY) ZEANTHE

5.1.47 —h(root) — /L— P (root surface)D
FEAETIIR VR,

5.1.48 /L—PE (root surface) (2) — ¥REEA DR
BN FATS NN TII AW B O 88 H L7 i,

5.1.49  [AIEAEHERF] (rotation delay) — 7 —27 3
KL Tbr—2REEELUIGD 2 ETOIEFURFRH]

o

5.1.50 >— L YR (shield gas) — FEMEVARELH
ERIAKDOOREL, LT —7fhE 2Rt 5
RIEMET A (ET21IH ADIEAW)

5.1.51 XZ77(slag) (2) — (GO ¥ERE T vEA
ZBWTIER R AW E A VAR % L 2 U C ARk
ENAHIEER AR,

5.1.52  RIAITEEE Gack weld) (2) — Fei&HI708R
BEMTONDETIHEEM O EIELLT A A b
L CIREF A7 Th A8,

5.1.53  F— 7k (ail-out) (2) — HE) 7T —2%

FEST 2R 2 — 7 (automatic arc welding downslope)
DFFFFEUER 22 I 5E,

5.1.54 #2227 (tungsten) — X2 AT HE
R D FEAEHERY 72 H) 5o

5.1.55 2" X7 @ #E (tungsten electrode) (2)
— T, BLTOEENEOAT Y, FliTN—A
B I TAERRIEOa R —xh, EEL
CHT AT D )T 4T — VBB T, 7 —7
WSS,
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