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Foreword

ISO (the International Organization for Standardization) is a worldwide federation of national standards
bodies (ISO member bodies). The work of preparing International Standards is normally carried out
through ISO technical committees. Each member body interested in a subject for which a technical
committee has been established has the right to be represented on that committee. International
organizations, governmental and non-governmental, in liaison with ISO, also take part in the work.
ISO collaborates closely with the International Electrotechnical Commission (IEC) on all matters of
electrotechnical standardization.
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xplanation on the meaning of ISO specific terms and;expressions related to conformif
ent, as well as information about ISO’s adherence to. the WTO principles in the Technic
to Trade (TBT), see the following URL: Foreword —Supplementary information.

mittee responsible for this document is ISO/TC 44; Welding and allied processes, Subcommitte
resentation and terms, in collaboration with Commission VI, Terminology, of the Internation
of Welding (1IW).

t edition of ISO/TR 25901—1, togetherwith the other parts of ISO/TR 25901, cancels ar
[SO 857—1:1998 and ISO/TR 25901:2007, of which it constitutes a revision.

25901 consists of the followihg parts, under the general title Welding and allie
b — Vocabulary:

1: General terms [ TechnicalReport]

3: Welding processes{Pechnical Report]
4: Arc welding fTechnical Report]

wing partsiare under preparation:

2: Saféty and health [Technical Report]
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Welding is to form the subject of a future part 5.

Requests for official interpretations of any aspect of this International Standard should be directed to
the Secretariat of ISO/TC 44/SC 7 via your national standards body. A complete listing of these bodies
can be found at www.iso.org.
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Welding and allied processes — Vocabulary —

Part 1:
General terms

[y

Scope

—3

his part of ISO/TR 25901 contains general terms and definitions applicable to welding a
Focesses.

= T

tf does not contain terms and definitions related to specific processes or partictilar aspects of
nd allied processes that are covered in other parts of this Technical Report‘(see Foreword) of
[§0 standards.

job)

Ig the main body of this part of ISO/TR 25901, terms are arranged.in a systematic order.
provides an index in which all terms are listed alphabetically “with reference to the apj
stibclause. In addition, it provides French translations, coveringtwo of the three official ISO 13
(English, French and Russian). German translations are also‘provided; these are published u
r¢sponsibility of the member body for Germany (DIN), andare given for information only.

NOPTE1 Only the terms given in the official languages (Ehglish, French and Russian) are to be cons
I§0 terms and definitions.

NOTE 2  All these terms and definitions are also available on the ISO Online Browsing Platform (OBP
W

ww.iso.org/obp/ui/

2| Terms and definitions

Fpr the purposes of this document, the following terms and definitions apply.
211 Terms related to welding and allied processes

1.1 General terms

2
2(1.1.1
welding

jdining process in which two or more parts are united producing a continuity in the natu
workpiecematerial(s) by means of heat or pressure or both, and with or without the use of filler
(2.1.10:4)

nd allied

welding
in other

Annex A
ropriate
nguages
nder the

idered as

: https://

re of the
material

Nptel to entry: Welding processes may be used also for surfacing (2.1.9.1) and remelting.

2.1.1.2
fusion welding

welding (2.1.1.1) involving localized melting without the application of external force in which the

fusion surface(s) has (have) to be melted with or without addition of filler material (2.1.10.4)

2.1.1.3
weld
result of welding (2.1.1.1)

Note 1 to entry: The weld includes the weld metal (2.1.2.1) and the heat-affected zone (2.1.2.2).

© ISO 2016 - All rights reserved
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weldment
assembly incorporating one or more welded joint(s) (2.1.4.2)

2.1.1.5

parent material
base material

material

2.1.1.6

to be joined, or surfaced, by welding (2.1.1.1), braze welding or brazing

parent

material thickness

nominal

2.1.1.7

parent
base m¢
metallic

2.1.1.8
manual

welding
hand

2.1.1.9

partly mechanized welding

semiaut]
manual V

2.1.1.10
mechan
fully me
welding

electron

Note 1 to
possible.

2.11.11
automat
welding

during the process

Note 1 to
possible.

2.1.1.12
robotic

aterial thickness

thickness (2.1.7.7) of the materials to be welded
netal

tal
parent material (2.1.1.5)

welding
2.1.1.1) in which the electrode (2.3.8) holder, gun, torch (2.3.9) or"blowpipe is manipulated |

omatic welding
pelding (2.1.1.8) where wire feed is mechanized

ized welding

chanized welding

(2.1.1.1) where the required welding“parameters (2.4.1) are maintained by mechanical
c means

ic welding
2.1.1.1) in which alkeperations are performed without welding operator (2.5.25) interventid

entry: Manualadjustment of welding parameters (2.4.1) by the welding operator during welding is n

welding

entry: Manual adjustment of welding parameters by the welding operator (2.5.25) during welding |i

y

r

welding

2.1.1.13
gouging

T de IO Ty

thermal cutting process variation that forms a groove by melting or burning

2.1.1.14

arc gouging
gouging (2.1.1.13) using an arc cutting process variation

2.1.1.15

air-arc gouging
gouging (2.1.1.13) using a carbon electrode (2.3.8) and compressed air

© ISO 2016 - All rights reserved
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2.1.2 Characterization of welds

2.1.21
weld metal
all metal melted during welding (2.1.1.1) and retained in the weld (2.1.1.3)

2.1.2.2

heat-affected zone

HAZ

portion of non-melted parent metal (2.1.1.7) whose microstructure has been affected

211.2.3
weld zone
zpne containing the weld metal (2.1.2.1) and the heat-affected zones (2.1.2.2)

211.2.4
deposited metal
filler metal that has been added during welding (2.1.1.1)

2{1.2.5

fuision line
interface between the weld metal (2.1.2.1) and the non-melted pagrent metal (2.1.1.7) as determined on
the cross section of a weld (2.1.1.3)

2{1.2.6

fusion zone
in) the weld metal (2.1.2.1), part of the parent metal (2.1.1.7) that has been melted, as determing¢d on the
cfoss section of a weld (2.1.1.3)

211.2.7

ajl-weld metal

Weld metal (2.1.2.1) consisting of deposited metal (2.1.2.4) without dilution (2.1.2.12)
2

\0

1.2.8

eld pool

njolten pool

bol of liquid metal formed during fusion welding (2.1.1.2)

pte 1 to entry: In electroslag welding, the term includes the slag (2.1.10.9) bath.

5 welded
ndition of thelweld (2.1.1.3) after welding (2.1.1.1), prior to any subsequent thermal, mechdnical, or
chemical treatments

p
N
2{1.2.9
a
C

Npte 1 to.entry: For alloys that may undergo natural ageing (e.g. some aluminium alloys), the as welded [condition
1qsts only-for a limited period of time.

21122.10

ferrite number
FN

arbitrary standardized value designating the ferrite content of nominally austenitic or austenitic-
ferritic (duplex) type stainless steel weld metal (2.1.2.1) based on its magnetic properties

2.1.2.11

metallurgical deviation

<welding> changes in the mechanical properties and/or metallurgical structure of the weld metal
(2.1.2.1) or heat-affected zone (2.1.2.2) compared to the properties of the parent metal (2.1.1.7)

© IS0 2016 - All rights reserved 3
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2.1.2.12

dilution

mixing of melted parent metal (2.1.1.7) and deposited metal (2.1.2.4) expressed as a ratio of the melted
parent metal to the total melted mass

2.1.2.13
dilution rate
dilution (2.1.2.12) expressed as a percentage

2.1.2.14
residualwelding stress

joint effjciency
ratio of skrength of a joint (2.1.4.1) to the strength of the parent metal (2.1.1.7), expressed as a percentage

2.1.3 Imperfections

2.1.31
imperfection
discontifuity in the weld (2.1.1.3) or a deviation from the intended geometry

Note 1 tolentry: Imperfections are cracks, lack of penetration, paresity, slag (2.1.10.9) inclusions.

2.1.3.2
internal imperfection
imperfection (2.1.3.1) that is not open to a surface or not directly accessible

2.1.3.3
systematic imperfection
imperfections (2.1.3.1) that are repeatedly’distributed in the weld (2.1.1.3) over the weld lengths to he
examinefd

2.1.3.4
projectdd area
area whdre imperfections (2:1)3.1) distributed along the volume of the weld (2.1.1.3) under consideratign
are imaged two-dimengionally

2.1.3.5

hot crack(s)
material|separations occurring at high temperatures along the grain boundaries (dendrite boundarieg)
when th¢ levellof strain and the strain rate exceed a certain level

Note 1 to entr

2.1.3.6
solidification crack
hot crack (2.1.3.5) formed during solidification from the liquid phase of weld metals (2.1.2.1)

Note 1 to entry: It usually extends up to the surface of the weld metal, but sometimes can be subsurface.

2.1.3.7

liquation crack

hot crack (2.1.3.5) formed by liquation in the heat-affected zone (2.1.2.2) of the parent material (2.1.1.5)
or in multirun welds where weld metal (2.1.2.1) is reheated by subsequent runs (2.1.8.4)

4 © IS0 2016 - All rights reserved
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2.1.3.8
ductility dip crack
hot crack (2.1.3.5) formed during welding (2.1.1.1) by a reduction in hot ductility

Note 1 to entry: As with a liquation crack (2.1.3.7), it can occur in the heat-affected zone (2.1.2.2) of the parent
material (2.1.1.5) or in multirun welds.

2.1.3.9

cold crack(s)
local rupture (intergranular or transgranular) appearing in a weld (2.1.1.3) as a result of a critical
MbInation of MICTOSIIUCTUTE, STress and nydrogen content

(@)

2{1.4 Type of joints

21141
joint
junction of workpieces or the edges of workpieces that are to be joined or hayébeen joined

2{1.4.2
welded joint
a(sembly that is produced by welding (2.1.1.1) together two or more/parts

211.4.3
nmultiple joint
ype of joint (2.1.4.1) where three or more parts meet at any'required angles to each other

—

211.4.4
pprallel joint
type of joint (2.1.4.1) where the parts lie parallel t0.each other

X AMPLE In explosive cladding.

E

2{1.4.5
bjutt joint
type of joint (2.1.4.1) where the parts lie in the same plane and against one another at an|angle of
1B5° to 180°

2(1.4.6
Ttjoint
ahgle joint (2.1.4.8) whexe the parts meet each other forming a T-shape

211.4.7
13p joint
type of joint (2{I"4.1) where the parts lie parallel to each other (0° to 5°) and overlap each other

2{1.4.8
apgle joint
type-of joint (2.1.4.1) where one part meets the other at an acute angle greater than 5° but hot more

axn 0ONOo
11da11r VU

Note 1 to entry: For a fillet weld (2.1.6.11), the angle is over 5° and less than 45°.
Note 2 to entry: For a butt weld (2.1.6.3), the angle is between 45° to 90° inclusive.

2.1.4.9
corner joint
type of joint (2.1.4.1) where two parts meet at their edges at an angle between 30° and 135° to each other

2.1.4.10
edge joint
type of joint (2.1.4.1) where two parts meet at their edges at an angle of 0° to 30°

© IS0 2016 - All rights reserved 5
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2.1.4.11
cross joint
type of joint (2.1.4.1) where two parts lie crossing over each other

EXAMPLE Wires that cross over each other.

2.1.4.12
cruciform joint

type of joint (2.1.4.1) where two parts lying in the same plane each meet, at right angles, a third part

lying between them

2.1.4.13
homogepeous joint
welded jgint (2.1.4.2) in which the weld metal (2.1.2.1) and parent material (2.1.1.5) have no significal
differenges in mechanical properties and/or chemical composition

Note 1 to pntry: A welded joint (2.1.4.2) made of similar parent materials (2.1.1.5) without filler niebal is considerg
homogengous.

2.1.4.14
heterogeneous joint
welded jgint (2.1.4.2) in which the weld metal (2.1.2.1) and parent material (2.1.1.5) have significal
differenqes in mechanical properties and/or chemical composition

2.1.4.15
dissimilar material joint

welded jgint (2.1.4.2) in which the parent materials (2.1.1.5) have significant differences in mechanic
properties and/or chemical composition

2.1.5 Joint preparations

2.1.5.1
edge pre¢paration
surface prepared on the edges of a part to be-welded

2.1.5.2

joint pr¢paration

weld pre¢paration

configurption of the workpieces(to be joined after each individual part has been suitably prepared an
assembled

2.1.5.3
fusion face
surface qf the parent.metal (2.1.1.7) to be melted during welding (2.1.1.1)

2.1.54
feather gdge

Nt

d

ht

d

completé¢ absence of a root face (2.1.5.10)

2.1.5.5

gap

air gap

distance at any cross section between edges, ends or surfaces to be joined

2.1.5.6
edge distance
distance between the centre of a weld (2.1.1.3) and the nearest edge of the workpiece

6 © IS0 2016 - All rights reserved
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2.1.5.7

root

DEPRECATED: root of weld

zone on the opposite side from where the welding (2.1.1.1) was performed

2.1.5.8
root gap
gap (2.1.5.5) between the root faces (2.1.5.10)

2.1.5.9

root radius
radius of the curved portion of the fusion face (2.1.5.3) in a part prepared for a single-], single-Y
"~ double-U weld

]

2|1.5.10

rpot face

pprtion of a fusion face (2.1.5.3) that is not beveled or grooved
2

I3

1.5.11
nd
hrt of a fusion face (2.1.5.3) that supports the weld pool (2.1.2.8)

p

Npte 1 to entry: An example is the horizontal area between the root face(2.1.5.10) and the curved part
pleparation.
2
b
a

1.5.12
evel angle
hgle between the bevel of a joint (2.1.4.1) member and a‘plane perpendicular to the surface of the

N

1.5.13

ncluded angle

roove angle

hgle between the planes of the fusion faées (2.1.5.3) of parts to be welded

o og =

2{11.6 Types of welds

2(1.6.1

full penetration weld

eld (2.1.1.3) with a compléte fusion penetration (2.1.7.3)

W
2(1.6.2
partial penetration weld

eld (2.1.1.3) in'which the fusion penetration (2.1.7.3) is intentionally less than full penetration

W
2{1.6.3
butt weld
groove'weld

eld(2.1.1.3) other than a fillet weld (2.1.6.11) made in a groove or in a square preparation

double-]

ofaJorU

member

2.1.6.4
single-J butt weld
butt weld (2.1.6.3) in a single-] preparation

2.1.6.5
double-] butt weld
butt weld (2.1.6.3) in a double-] preparation

2.1.6.6
single-U butt weld
butt weld (2.1.6.3) in a single-U preparation

© ISO 2016 - All rights reserved
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double-U butt weld
butt weld (2.1.6.3) in a double-U preparation

2.1.6.8

single-V butt weld
butt weld (2.1.6.3) in a single-V preparation

2.1.69

double-V butt weld

butt weld

2.1.6.10

square butt weld

butt welg

2.1.6.11
fillet we
triangul
or lap joi

2.1.6.12
plug we
weld (2.1
as to joir

2.1.6.13

seal weld

weld (2.1
2.1.6.14

slot weld

weld (2.]
peripher]

2.1.6.15

intermittent weld

series of

2.1.6.16

staggered intermittent weld
intermitgent weld (2.1.6.15)"on each side of a joint (2.1.4.1) arranged so that the welds on one side 1

opposite
Note 1 to

Note 2 to

(£.1.6.3) 1n a double-V preparation

 (2.1.6.3) in a square preparation

Id

ht (2.1.4.7)

d
.1.3) made by filling a circular or elongated hole in one part®f a workpiece with filler metal {
it to the surface of an overlapping part exposed through-{he hole

.1.3) intended primarily to provide tightness against leakage of gas or fluid

.1.3) between two overlapping parts<made by depositing a fillet weld (2.1.6.11) round tH
y of a hole in one part so as to join it'to-the surface of the other part exposed through the holg

weld elements made at intervals along a joint (2.1.4.1)

to the spaces,on/the other side along the joint

entry: Theseare usually fillet welds (2.1.6.11) in T-joints (2.1.4.8) and lap joints (2.1.4.7).

entpyTA'staggered intermittent weld is illustrated in Figure 1.

r weld (2.1.1.3) between two or more parts for joining a T-joint (2.1.4.6)¢corner joint (2.1.4.9

<

)

e

© ISO 2016 - All rights reserved
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A

24

[EnN

weld

N

workpiece

Figure 1 — Staggered intermittent weld

N

1.6.17

hain intermittent weld
intermittent weld (2.1.6.15) on each side of a joint (2.1.4.1) arranged so'that the welds lie opposite to one
hother along the joint

=]

jo5)

=z

pte 1 to entry: These are usually fillet welds (2.1.6.11) in T-joints (24.4.8) and lap joints (2.1.4.7).

Npte 2 to entry: A chain intermittent weld is illustrated in Figure 2.

———

S e See— '

Ky

[

weld

DN

workpiece
Figure 2 — Chain intermittent weld

2(1.6.18
flare-bevel weld
Litt'weld (2.1.6.3) between a joint member with a curved surface and another with a planar syrface

S

2.1.6.19
flare-V weld
butt weld (2.1.6.3) between two members with curved surfaces

2.1.7 Weld details

2.1.7.1
weld width
shortest distance between the outer toes of the surface of a weld (2.1.1.3)

© IS0 2016 - All rights reserved 9
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weld thickness

thicknes

2.1.7.3
fusion p
depth to

2.1.7.4

s of the weld metal (2.1.2.1), including any reinforcements

enetration
which the fusion face (2.1.5.3) of the parent metal (2.1.1.7) has been fused

penetration depth

deposit
DEPREC
thicknes

2.1.7.5

leg lengt

distance
(2.1.6.11

2.1.7.6
throatt
thicknes

2.1.7.7
nomina
thicknes

2.1.7.8

nomina
design v
weld (2.1

Note 1 to

hickness
ATED: weld metal thickness
5 of the weld metal (2.1.2.1), excluding any reinforcement

h
from the actual or projected intersection of the fusion faces (2.1.5.3) and thee€ of a fillet we|d
), measured across the fusion face

hickness
5 of a fillet weld (2.1.6.11)

thickness
5 specified in material standards without tolerances

throat thickness
hlue of the height of the largest isosceles triangle that can be inscribed in the section of a fill
.6.11)

QO
~

entry: Nominal throat thickness is illustrated in Figure 3 as item 1.

]

2
\

N

Key

1 nominal throat thickness

2 deep

10

penetration throat thickness

Figure 3 — Nominal throat thickness

© ISO 2016 - All rights reserved
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2.1.79

deep penetration throat thickness
nominal throat thickness (2.1.7.8) or effective throat thickness (2.1.7.10) to which a certain amount of
fusion penetration (2.1.7.3) is added

Note 1 to entry: Deep penetration throat thickness is illustrated in Figures 3 and 4 as item 2.

2.1.7.10
effective throat thickness
design value of the height of the largest triangle that can be inscribed in the section of a fillet weld

N =

O N

h

~

N

(£Ie1T)

Npte 1 to entry: Effective throat thickness is illustrated in Figure 4 as item 1.

——

24
effective throat thickness
deep penetration throatthickness
Figure 4 — Effective throat thickness
1.7.11
ctual throat thickness

roat thickness (2.1.7.6) of the finalized weld (2.1.1.3)

pté-1'to entry: Actual throat thickness depends on the chosen design throat thickness (2.1.7.12).

2

1.7.12

design throat thickness
throat thickness (2.1.7.6) specified by the designer

2
2

.1.8 Welding execution

.1.8.1

welding process
particular method of welding (2.1.1.1) involving the application of certain metallurgical, electrical,
physical, chemical or mechanical principles

© ISO 2016 - All rights reserved
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2.1.8.2
welding technique
manner in which an electrode (2.3.8), a blowpipe or a similar appliance is manipulated

2.1.8.3

keyhole technique

welding technique (2.1.8.2) in which concentrated heat source penetrates through a workpiece, forming
a hole (keyhole) at the leading edge of the weld pool (2.1.2.8)

Note 1 to entry: As the heat source progresses, the hole moves with it.

2.1.84
run
pass
bead
metal me¢lted or deposited during one passage of an electrode (2.3.8), torch (2.3.9) or blowpipe

Note 1 tolentry: The term pass is commonly used in beam welding.

2.1.8.5
stringer bead
run (2.1.B.4) formed without appreciable weaving

2.1.8.6
temper pbead
<multirup welding> run which normalizes the runs (2.1.8.4) below and provides preheating (2.4.13) for
the succ¢ssive runs

2.1.8.7

bead on|plate

single rup (2.1.8.4) made with filler material (2.1.10.4),0n the surface of a parent material (2.1.1.5)
2.1.8.8

melt run

line of pgrent material (2.1.1.5) that has beer’melted by passing a welding heat source such as a flamg,
arc, electron or laser beam along the surfaée of the material

Note 1 tolentry: No filler material (2.1.40:4) is used.

2.1.89
melting|rate

burn-off rate

mass or |ength of electroge’(2.3.8) consumed per unit of time

2.1.8.10

depositl(:n rate
mass of netalideposited per unit of productive weld time

2.1.8.11
capping run
<multilayer welding> run(s) (2.1.8.4) visible on the weld face(s) after completion of welding (2.1.1.1)

2.1.8.12

cosmetic run

cosmetic pass

run (2.1.8.4) for superficial remelting of the weld (2.1.1.3) in order to enhance appearance

2.1.8.13
layer
stratum of weld metal (2.1.2.1) consisting of one or more runs (2.1.8.4)
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2.1.8.14
finishing welding

production welding (2.5.15) carried out in order to remove casting defects and core openings to ensure

the agreed quality of castings

2.1.8.15
overlap
<lap joint> minimum distance between the edges of overlap plates

Note 1 to entry: The term “overlap” also represents the concept defined in 2.1.8.16.

2{1.8.16
oyerlap
<nultirun welding> portion of the welding run (2.1.8.4) remelted by the adjoining run

pte 1 to entry: The term “overlap” also represents the concept defined in 2.1.8.15.

N
2{1.8.17
bead toe

Igngitudinal boundary line between the runs (2.1.8.4), or between a run dndthe parent material

2|1.8.18

weld toe

bpundary between the surface of the weld (2.1.1.3) and the parent metal (2.1.1.7)
2

r

r

1.8.19

pot run

Dot pass

first run (2.1.8.4) deposited in the root (2.1.5.7) of amultirun weld (2.1.1.3)

N

1.8.20

illing run

multilayer welding> run(s) (2.1.8.4) deposited after the root run(s) (2.1.8.19) and before thg
in(s) (2.1.8.11)

—

S A

1.8.21

SN

ck run
DEPRECATED: sealing run
final run (2.1.8.4) deposited-on the root (2.1.5.7) side of a fusion weld (2.1.1.3)

1.8.22
bntinuous weld
eld (2.1.1.3) extending along the entire length of a joint (2.1.4.1)

1.8.23
ngle-runwelding
elding>(2.1.1.1) in which the weld (2.1.1.3) is made in one run (2.1.8.4)

N ST UN S ON

1.8.24

single-side welding
one side welding
welding (2.1.1.1) in which the weld (2.1.1.3) is made from one side of the workpiece

2.1.8.25

both-side welding

double-side welding

two side welding

welding (2.1.1.1) in which the weld (2.1.1.3) is made from both sides of the workpiece

© ISO 2016 - All rights reserved
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both-side single-run welding
both-side welding (2.1.8.25) in which the weld (2.1.1.3) is made by single runs (2.1.8.4) from each side

2.1.8.27

both-side multirun welding
multirun welding from both sides
both-side welding (2.1.8.25) in which the weld (2.1.1.3) is made by multiruns from each side

2.1.8.28

multiru
welding (

2.1.8.29
back-ste
weld seq
the gene

Note 1 t

(2.1.6.15)

2.1.8.30
back-ste
welding {
to the ge
overlaps

2.1.8.31
tack wel
weld (2.1
(2.1.1.1)

2.1.8.32
tack wel

making ¢f a tack weld (2.1.8.31)

2.1.8.33
tacking
tacking
run (2.1

are made¢

2.1.8.34
welding
completd

2.1.8.35
workpld

h welding
2.1.1.1) in which the run (2.1.8.4) is made on a previous run

p sequence
ience (2.1.8.36) in which short lengths of run (2.1.8.4) are deposited in a direction opposite to
Fal progress of welding (2.1.1.1) the joint (2.1.4.1)

entry: The short lengths eventually produce a continuous weld (2.1.8.22) ‘er~an intermittent wefd

p welding
echnique (2.1.8.2) in which short lengths of weld (2.1.1.3) aré.deposited in a direction opposite
neral progress of welding (2.1.1.1) the joint (2.1.4.1), in suich a way that the end of one length
the beginning of the previous length

d
.1.3) used to fix the workpieces or assemblies.tobe joined in their proper position for welding

ding

run
pass
8.4) made to hold theyparts to be welded in proper alignment until the final welds (2.1.1.3)

h

cycle
series of gvents involved in the making of a weld

CcE

area(s) i

2.1.8.36

lialatl 1 2 i xad s PR | 4+
I VWIIICII UIIT VWUI RTI 5 AdULLIVILICS dlIT LdlITITU UUl

weld sequence
order in which welds (2.1.1.3) are made on a workpiece

2.1.8.37

weld run sequence
order in which the runs (2.1.8.4) of a weld (2.1.1.3) are made

14
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2.1.8.38

temporary weld

weld (2.1.1.3) made to attach a piece(s) to a weldment (2.1.1.4) for temporary use in handling, shipping
or working on the weldment

2.1.8.39
stud welding
joining of a metal stud or similar part to a workpiece

Note 1 to entry: Welding (2.1.1.1) may be accomplished by arc, resistance, friction or other suitable process with
of without external gas shielding.

N

1.8.40

ield weld

te weld

eld (2.1.1.3) made outside workshops usually at the place of final installation

—

= »n

1.9 Surfacing

19.1
hirfacing
bposition of material on a surface to obtain desired properties andyor dimensions

1.9.2
verlay welding
yrfacing (2.1.9.1) by means of welding (2.1.1.1)

SN QO u N N

%)

2(1.9.3
hpeat resistant overlay welding
ovVerlay welding (2.1.9.2) in which the cladding (2:1.9.10) is used to obtain improved heat resistance

2{1.9.4

cprrosion resistant overlay welding

overlay welding (2.1.9.2) in which the eladding (2.1.9.10) is used to obtain improved corrosion r¢sistance
2{1.9.5

buttering

oVerlay welding (2.1.9.2) té provide a suitable transition between the parent material (2.1]1.5) and

wn

Wbsequent welds (2.1.1.3)

1.9.6
pffering
Littering (2.1.9.5) prior to welding (2.1.1.1) together of highly dissimilar materials

Eilding up
ild up

2
b
b
2(1.9.7
b
b
oVérlay welding (2.1.9.2) to obtain or restore required dimensions

2.19.8
hardfacing
overlay welding (2.1.9.2) to increase wear and/or impact resistance

2.1.99

strip surfacing

strip cladding

overlay welding (2.1.9.2) with a strip electrode (2.3.8)

2.1.9.10
cladding
material deposited on the parent material (2.1.1.5) in order to produce a clad material
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2.19.11
cladding process
surfacing (2.1.9.1) used for applying cladding (2.1.9.10)

Note 1 to entry: Cladding processes are overlay welding (2.1.9.2), hot rolling, explosive welding, etc.

2.1.10 Welding consumables

2.1.10.1
welding consumable
materiallconsumed in the making of a weld (2.1.1.3)

Note 1 tofentry: The term includes filler material (2.1.10.4) and auxiliary material (2.1.11.1).

2.1.10.2
consumable insert
fusible insert

filler material (2.1.10.4) that is placed at the root (2.1.5.7) of the joint (2.1.4.1) before welding (2.1.1.1) o
be completely fused into the weld metal (2.1.2.1)

2.1.10.3
consumapable electrode
electrodg (2.3.8) that is consumed during welding (2.1.1.1) and forms a part of the weld (2.1.1.3)

2.1.10.4
filler material
welding ¢onsumable (2.1.10.1) added during welding (2.1.1.1) teform the weld (2.1.1.3)

2.1.10.5
filler rod
rod
welding|rod

filler material (2.1.10.4) in the form of a rod which can be a part of the welding (2.1.1.1) circuit

2.1.10.6
solid rogl
filler rod|(2.1.10.5) that is solid, not being a part of the welding (2.1.1.1) circuit

2.1.10.7
filler wige
filler material (2.1.10.4) in th&form of a wire which can be a part of the welding (2.1.1.1) circuit

2.1.10.8
flux

welding|flux
substantially nen*metallic auxiliary material (2.1.11.1) used to clean the surfaces of the joint (2.1.4.1
chemically, £0 prevent atmospheric oxidation, and to reduce impurities or float them to the surface |n
the form|of3lag (2.1.10.9)

i
f—

2.1.109

slag

non-metallic substance that results from fusion of an electrode (2.3.8) covering or a flux (2.1.10.8), and
which, after solidification, partly or totally covers the weld metal (2.1.2.1)

2.1.10.10
shielding gas
protective gas used to prevent or reduce atmospheric contamination
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2.1.10.11
clad steel

combination of two or more dissimilar metals bonded inseparably together by a cladding process

(2.1.9.11)
Note 1 to entry: The parent metal (2.1.1.7) is always steel.

2.1.10.12
baking
heating of welding consumables (2.1.10.1) to produce a specific diffusible hydrogen level in

the weld

3

etal (Z1.Z1)

pte 1 to entry: Baking is usually carried out by the consumable manufacturer.

rying

N
2({1.10.13
d
<pelding> heating of welding consumables (2.1.10.1) to remove moisture

2{1.10.14

drying oven

heated receptacle in which the welding consumables (2.1.10.1) are dried to remove or keep o
nmjoisture

1.11 Welding materials

2

2(1.11.1

apxiliary material

welding consumable (2.1.10.1) not part of the finishedweld (2.1.1.3)
N

2

g

pte 1 to entry: Auxiliary materials are shielding gases (2.1.10.10), fluxes (2.1.10.8), etc.

1.11.2

hs shield

shroud of gas surrounding the weld zone (2.1.2.3) to protect the weld pool (2.1.2.8) from
¢action with the surrounding atmosphere

—

211.11.3
trailing gas shield
ditional supply of shielding gas (2.1.10.10) protecting the weld (2.1.1.3) and the weld area durin

o8]

N

1.11.4
arrier gas
hs used to trafisport metal powder to the weld pool (2.1.2.8)

<)

pte 1 to entry: Typical carrier gases are nitrogen, helium and argon.

SN =z 09

it all the

chemical

g cooling

2.1.11.6

backing gas
root gas
gas used for gas backing (2.1.11.7)

2.1.11.7
gas backing
backing (2.1.11.5) using gas primarily for the purpose of preventing atmospheric reaction

© ISO 2016 - All rights reserved
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2.1.11.8

purging gas
gas used for the purpose of replacing the atmosphere in a hollow section and subsequently for gas
backing (2.1.11.7)

2.1.11.9
backing flux
flux (2.1.10.8) used for flux backing (2.1.11.10)

2.1.11.10
flux backing
backing (2.1.11.5) using flux (2.1.10.8) primarily for the purpose of preventing atmospheric reaction

Note 1 tolentry: In submerged arc welding flux backing may also reduce the risk of a weld pool (2.1.2.8) cellaps¢.

2.1.11.11
material backing
backing (2.1.11.5) using material for the purpose of supporting molten weld metal (2.1.2.1)

2.1.11.12
permangent backing

material| backing (2.1.11.11) that is not intended to be removed from the' workpiece after welding
(21.1.1)

Note 1 tofentry: It may be partially fused or remain unfused.

2.1.11.138
temporary backing
materiallbacking (2.1.11.11) intended to be removed fromthé workpiece after welding (2.1.1.1)

2.1.11.14
run-on plate
piece of material that extends beyond the beginning of the joint (2.1.4.1), enabling the full section pf
weld (2.1.1.3) to be obtained at the beginning.of a joint

2.1.11.15
run-off plate
piece of material that extends beyond the end of the joint (2.1.4.1), enabling the full section of weld
(2.1.1.3) [to be maintained up to the-eénd of a joint

2.2 Terms related to tésting

2.2.1 General tests

2.211
macrosdopiciexamination
examinalfion“of a test specimen (2.2.1.6) by the naked eye, or under low magnification (generally legs
than 50 ), with or without pfrhing

2.21.2

microscopic examination

examination of a test specimen (2.2.1.6) by a microscope with a magnification of generally 50x to 500x,
with or without etching

2.2.1.3
all-weld metal test
test to determine the properties of all-weld metal (2.1.2.7)
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2.2.1.4
all-weld metal test specimen
test specimen (2.2.1.6) that is composed of all-weld metal (2.1.2.7) over the portion to be tested

2.2.1.5
test piece
welded assembly which is used for testing purposes

2.2.1.6
test specimen
pprtor portion cutfrom the test piece (Z.2.1.5) in order to perform specified destructive testing)(2.2.3.1)

212.1.7

testing organization
ifiternal or external organization carrying out destructive testing (2.2.3.1) or non-destructive testing
(2.2.4.1)

N

2.2 Weldability tests

N

2.21
racking test
t¢st to determine the susceptibility to cracking of the weld metal (2.1.2.1) or parent metal (2.1.].7)

)

N

2.2.2
bld cracking test
racking test (2.2.2.1) to determine the susceptibility tor¢old cracking of a welded joint (2.1.4.2]

a6

2.2.3
pt cracking test
racking test (2.2.2.1) to determine the susceptibility to hot cracking of a welded joint (2.1.4.2)

Q=N

212.2.4

tested welding consumable
welding consumable (2.1.10.1) or censumable combination tested in accordance with appropriate
standards for the testing of weldifig consumables

2|2.3 Mechanical tests

212.3.1

destructive testing
testing to detect¢ntérnal or external imperfections (2.1.3.1), or assess mechanical or metdllurgical
properties by miechanical means, which generally result in the destruction of the material

2{2.3.2
face bend test
bend.test'where the surface of the weld (2.1.1.3) is in tension

212:3.3
face bend test specimen
test specimen (2.2.1.6) used in a face bend test (2.2.3.2)

2.2.34
root bend test
bend test where the root (2.1.5.7) of the weld (2.1.1.3) is in tension

2.2.3.5
root bend test specimen
test specimen (2.2.1.6) used in a root bend test (2.2.3.4)

© IS0 2016 - All rights reserved 19


https://standardsiso.com/api/?name=3531f84cefabbf8618e88a6184bcf88c

ISO/TR 25901-1:2016(E)

2.2.3.6
side bend test
bend test in which the face of the transverse section of the weld (2.1.1.3) is in tension

2.2.3.7
side bend test specimen
test specimen (2.2.1.6) used in a side bend test (2.2.3.6)

2.2.3.8

longitudinal bend test specimen
test specfmen (2.2.1.6] Tor a bend test that is longitudinally bisected by the portion of the weld (Z.1.1L3})
included|in it

2.2.39
transverse bend test specimen
test specfmen (2.2.1.6) for a bend test that is transversely bisected by the portion of thé weld (2.1.1.3)
included|in it

2.2.4 Non-destructive tests

2.244
non-desfructive testing
act of determining the suitability of some material or component for its intended purpose using
techniques that to do not affect its serviceability

2.2.4.2
indicatipn
<non-dedtructive testing> representation or signal from a discontinuity

2.2.4.3
linear indication
<non-dedtructive testing> indication (2.2.4.2) having a length greater than three times its width

2.24.4
non-lingar indication
<non-dedtructive testing> indication (2.2.4.2) having a length less than, or equal to three times its width

2.2.4.5
testing level
degree o¢f thoroughness and. selection of parameter settings with which a non-destructive testing
(2.2.4.1)|method is applied

2.2.4.6
evaluation level
test leve] above which an indication (2.2.4.2) is evaluated

2.2.4.7
recordinglevel
<non-destructive testing> evaluation level (2.2.4.6) from which an indication (2.2.4.2) is recorded

2.3 Terms related to welding equipment

2.31
welding equipment
individual apparatus used in welding (2.1.1.1)

EXAMPLE Power source, wire feeder, etc.
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2.3.2
welding unit
welding installation (2.3.3) including auxiliary apparatus

EXAMPLE Jigs and fixtures, robot(s), manipulators (2.3.4) and rotating devices.

2.3.3

welding installation
DEPRECATED: welding plant
complete apparatus used in welding (2.1.1.1) consisting of welding equipment (2.3.1) and welding
afcessories (2.3.0)

2(3.4
manipulator
device to hold, tilt and rotate the workpiece to the desired position

213.5
welding accessories
afixiliary items used in welding (2.1.1.1)

33|

KAMPLE Welding guns, welding heads, gas cylinders, cables, torches (2.3.9), safety equipment, et¢

213.6
ajc. welding generator
welding (2.1.1.1) generator producing alternating current

213.7
dlc. welding generator
elding (2.1.1.1) generator producing a direct currefit

3.8
ectrode
pbmponent that transfers electrical energy, to the metal in order to form a weld (2.1.1.3) or make a cut

0O O N =

dpvice that conveys all services necessary to the arc for welding (2.1.1.1), cutting or allied procgsses
E

KAMPLE Current, gas, coolant or wire electrode (2.3.8)

2|4 Terms relatedto welding parameters

2(4.1
elding parameters
nformation néeded for the performance of welding (2.1.1.1) with a specified welding procedurg (2.5.3)

= <

Npte 1 tecentry: Examples of welding parameters are: welding consumables (2.1.10.1), welding currenf, welding
voltdge, ‘travel speed (2.4.7), pre- and post-heating times and temperatures, interpass temperatures (2.4.12), and
weld sequence (2.1.8.36).

2.4.2

welding variable

variable which influences the characteristics of the welded joint (2.1.4.2)

2.4.3
welding data
numerical values for welding variables (2.4.2)

244
essential variable
welding parameter (2.4.1) that requires qualification
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non-essential variable
welding parameter (2.4.1) addressed in the welding procedure specification (2.5.4) but not requiring
qualification

2.4.6
welding

speed

<fusion welding> length of a single or multirun weld (2.1.1.3) completed in a unit of time

2.4.7

travel speed

rate at

2.4.8
welding
time req

2.49

dwell time

<fusion

2.4.10

heat inTt
energy introduced into the weld region during welding (2.1.1.1)

Note 1 to

2.4.11
heat tinj
duration

2.4.12
interpag
tempera
parent m

Note 1 to

2.4.13
preheat

heating ¢f an appropriate area-of a workpiece before welding (2.1.1.1), normally to achieve the prehe

tempera

2.4.14

preheat
preheat
tempera

hich the heat source progresses relative to the workpiece(s)

time
hired for making a weld (2.1.1.3), excluding preparatory or finishing operations

belding> time during which the energy source pauses at any point in each oscillation

entry: Heat input is usually expressed per unit length.

e
of each successive current impulse

s temperature
fure in the most recently completed-run (2.1.8.4) of a multirun weld (2.1.1.3) and adjacel
etal (2.1.1.7) immediately prior to.thé application of the next run

entry: It is normally expressedas a maximum temperature.

ing
ure (2.4.14)

temperature
Ing temperature

n

fure of-the workpiece in the weld zone (2.1.2.3) immediately prior to any welding (2.1.1.1

ht

i
Nt

operatio

2.4.15
preheat

maintenance temperature

minimum temperature in the weld zone (2.1.2.3) to be maintained if welding (2.1.1.1) is interrupted

2.4.16

post-weld heat treatment
application of heat to an assembly after welding (2.1.1.1), brazing, soldering, thermal spraying or cutting

Note 1 to

22

entry: Post-weld heat treatment is typically used as a stress relief treatment.
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2.5 Terms related to welding management, personnel and organization

2.5.1
welding coordination
coordination of manufacturing operations for all welding (2.1.1.1) and welding-related activities

2.5.2

welding inspection

conformity evaluation of welding variables (2.4.2) by observation and judgment accompanied as
appropriate by measurement or testing

Npte 1 to entry: Welding inspection is a part of welding coordination (2.5.1).

215.3

welding procedure

specified course of action to be followed in making a weld (2.1.1.3), including the welding process(es)
(2.1.8.1), reference to materials, welding consumables (2.1.10.1), preparatiod, preheating (214.13) (if
necessary), method and control of welding (2.1.1.1) and post-weld heat treatment (2.4.16) (if felevant),
ahd necessary equipment to be used

2{5.4

welding procedure specification

WPS

dpcument that has been qualified and provides the required ~ariables of the welding procedute (2.5.3)
t¢ ensure repeatability during production welding (2.5.15)

N

5.5

randard welding procedure specification
elding procedure specification (2.5.4) which hasbeen qualified by a welding procedure test (4.5.7) not
¢lated to the manufacturer and qualified by anexaminer (2.5.29) or examining body (2.5.30)

4 = @

pte 1 to entry: A standard welding procedure'may then be made available to any manufacturer.

5.6

eliminary welding procedure.-specification
PS

bcument containing the required variables of the welding procedure (2.5.3) which has to be ghalified

elding procedure test
elding (2.1.1.1) and*esting of a standardized test piece (2.2.1.5), as indicated in the preliminary welding
rocedure specification (2.5.6), in order to qualify a welding procedure (2.5.3)

5.8

re-production welding test
weldingtest having the same function as a welding procedure test (2.5.7), but based on a non-$tandard
gst piece (2.2.1.5), representative of the production conditions

N
2
Y
P
d
215.7
W
W
p
2
P

~

259
function test
test of a welding unit (2.3.2) set-up in accordance with a welding procedure specification (2.5.4)

2.5.10
production sample testing
testing of actual welded products sampled from a continuous production

2.5.11

production test

welding test carried out in the production environment with the welding unit (2.3.2), on actual products
or on simplified test pieces (2.2.1.5), before or during an interruption of normal production
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2.5.12

welding procedure qualification record

WPQR

record comprising all necessary data needed for qualification of a preliminary welding procedure
specification (2.5.6)

2.5.13

previous welding experience
practice authenticated by test data demonstrating that established welding procedures (2.5.3) in
production welding (2.5.15) have been capable of consistently producing welds of acceptable quality
over a pgriod of time

2.5.14
welding|conditions
conditions under which welds are made

Note 1 td entry: Welding conditions can include environmental factors (e.g. weather), stress’and ergonomiic
factors (elg. noise, heat, cramped working conditions) and workpiece-related factors [e.g. parent metal (2.1.1.7),
joint preppration (2.1.5.2) and welding procedure (2.5.3)].

2.5.15
productjon welding
welding (2.1.1.1) carried out during manufacture before final delivery tothe end user

2.5.16
work instruction
simplifigd specification of the welding procedure (2.5.3), suitable for direct application in the workshop

2.5.17
quality level
description of the quality of a weld (2.1.1.3) on the basis of type, size and amount of selected imperfections
(2.1.3.1)

2.5.18
range of qualification
extent of qualification for an essential variable (2.4.4)

2.5.19
fitness-for-purpose
ability of a product, process orservice to serve a defined purpose under specific conditions

2.5.20
batch
collectioh of one or mare units of product, made in a single production run

2.5.21
weld batch
several yvelds made by the same welder (2.5.24) or welding operator (2.5.25) using a single welding
procedure{2-5-23

2.5.22

qualified person

person whose competence and knowledge have been obtained by education, training and/or relevant
practical experience

Note 1 to entry: In order to demonstrate the level of competence and knowledge, a qualification test may be
required.

2.5.23
welding coordinator
qualified person (2.5.22) responsible for welding coordination (2.5.1)
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2.5.24

welder
person who holds and manipulates the electrode (2.3.8) holder, torch (2.3.9) or blowpipe during welding
(2.1.1.1)

2.5.25

welding operator
person who controls or adjusts any welding parameter (2.4.1) for mechanized welding (2.1.1.10) or
automatic welding (2.1.1.11)

2
W
p
(4

2

<

2
W
q
2
e
p
N
2
e
0

N

5.26

eld setter

erson who sets up welding equipment (2.3.1) for mechanized welding (2.1.1.10) or automati
p.1.1.11)

5.27

manufacturing organization

pte 1 to entry: In certain cases, an external independent examining body can be required.

" welding

welding> workshop or site or both which is (are) under the same technical and quality management
5.28

elding inspector

Lalified person (2.5.22) responsible for welding inspection (2.5.2)

5.29

kKaminer

erson who has been appointed to verify compliance with the applicable standard

pte 1 to entry: In certain cases, an external independent,examiner can be required.

5.30

kamining body

Fganization that has been appointed to verify compliance with the applicable standard
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Annex A
(informative)

Alphabetical index of English terms with French and German

translations

English term Subclause French translation German translation
A SV
a.c. weld|ng generator  |2.3.6 générateur de soudage c.a. Wechselstrom-Schweifdgeneratorj
actual thiroat thickness [2.1.7.11 gorge réelle %gttrsli;}tlgfg(eeNahtdiCke;
air gap See: gap (2.1.5.5)
air-arc gpuging 2.1.1.15 gougeage air-arc Lichtbogenfugen mit Druckluft
all-weld mmetal 21.2.7 métal fondu hors dilution reines-Schweifdgut
all-weld netal test 2213 essai du métal fondu hors dilution |Vérsuch an reinem Schweifsgut
igé‘g’iii ;netal test 2214 ﬁg;(s)lfj\i/{eut;eog’essai du métal fondu SchweiRgutprobe
angle joipt 2.1.4.8 assemblage en angle Schragstof3
arc gouging 2.1.1.14 gougeage a l'arc Lichtbogenfugen
as weldefl 2.1.29 brut de soudage im Schweifdzustand
automatic welding 21111 soudage automatigue automatisches Schweifien
auxiliary] material 21111 produit consommable auxiliaire |Hilfsstoff
xQ B
back run| 2.1.8.21 reprise-atenvers Kapplage
backing 2.1.11.5 dispositif envers Schweifdbadsicherung
backing flux 2.1.119 flux envers Pulver zur Schweif3badsicherung
backing gas 2.1.11.6 gaz envers Wurzelschutzgas
back-step sequence 2.1.8.29 séquence a pas de pelerin Pilgerschrittfolge
back-step welding 2.18.30 soudage a pas de pélerin Pilgerschrittschweifden
baking 2410.12 étuvage Ricktrocknen
base material See: parent material (2.1.1.5)
base mefal See: parent metal (2.1.1.7)
batch 2.5.20 |lot Los
bead See: run (2.1.8.4)
bead on plate 2187 passe déposé aufgetragene Schweifraupe
bead toe 2.1.817 raccordement Raupeniibergang
bevel angle 2.1.5.12 angle du chanfrein Flankenwinkel
sztlg-i;ige multirun 2.1.8.27 soudage multipasse des deux cotés IS)S}iS,:eeiigegss mehrlagiges
Sv(;tl}cll-iflige single-run 2.1.8.26 soudage monopasse des deux cotés|Schweiflen in Lage und Gegenlage
both-side welding 1.8.25 soudage des deux cotés beidseitiges Schweifien
buffering 1.9. exécution d'une couche tampon Puffern
build up See: building up (2.1.9.7)
building up 2197 |soudage de reconstitution Auftragung
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English term Subclause | French translation | German translation
burn-off rate See: melting rate (2.1.8.9)
butt joint 2.1.4. assemblage bout a bout Stumpfstof3
butt weld 2.1.6.3 soudure bout a bout Stumpfnaht
buttering 2.19.5 beurrage Puffern
C
capping run 2.1.8.11 passe terminale Decklage
arrier gas 21114 gazvecteur Trigergas
dhain intermittent weld |2.1.6.17 z;lrﬁiélil;(ie;ud;sscontinues ;Z?&?ég:ﬁ?e’ un{t\erb@ pene
dlad steel 2.1.10.11 acier plaqué plattierter Stah}\’ v
dladding 2.19.10 placage Plattieren (\'\’
dladding process 2.19.11 procédé de placage Plattier@\é)ss
dold crack(s) 2.1.39 fissure(s) a froid Kaly;i@,(é'j
dold cracking test 2.2.2.2 essai de fissuration a froid l@&{gsprﬁfung
donsumable electrode 2.1.10.3 g':)eri:st(l)‘rc;ldnel;glseible; électrode ’ \%(Qt\)schmelzende Elektrode
donsumable insert 2.1.10.2 insert consommable; inser;t fésible Schweifdzusatzeinlageteil
dontinuous weld 2.1.8.22 soudure continue (-\(< nicht unterbrochene Naht
dorner joint 2.1.49 assemblage en angle Qtevrieur Eckstof3
dorrosion resistant N . .
dverlay welding 2.19.4 rechargement z;)n‘%t}rrosmn Schweifdplattieren
dosmetic pass See: cosmetic run &2’)‘6\‘/
dosmetic run 2.1.8.12 passe dgﬁage Kosmetiklage
dracking test 2.2.2.1 essa‘i'dkt\‘ﬁssuration Risspriifung
dross joint 2.1.411 ‘ %?fi}ib;age de fils (ou de ronds) Kreuzungsstof3
druciform joint 2.1.4.12 C‘)\\ assemblage en croix Doppel-T-Stof3
R D
d.c. welding generator ;’@\\‘ générateur de soudage c.c. Gleichstrom-Schweif3gengrator
Esiiirll)eesr;etration thr;i)h gorge a pénétration profonde Nahtdicke mit tiefem Einhrand
deposit thickness c,\‘/ See: penetration depth (2.1.7.4)
deposited met‘a-LQv 2124 métal déposé reines Schweifdgut
d eposition,Q%‘ 2.1.8.10 vitesse de dépot Abschmelzleistung
design t@a’cvthickness 21712 gorge théorique Sollnahtdicke
desl;QlRT?le testing 2.2.3.1 essai destructif zerstoérende Priifung
d i&lo‘n 21.2.12 dilution Aufmischung
dilution rate 2.1.2.13 taux de dilution Aufschmelzgrad
dissimilar material joint |2.1.4.15 ?S:fg?gj}%%g;ﬁgg?j&ee?blage de Mischverbindung
double-] butt weld 2.1.6.5 soudure en double ] Doppel-HU-Naht; Doppel-J-Naht
double-side welding See: both-side welding (2.1.8.25)
double-U butt weld 2.1.6.7 soudure en double U Doppel-U-Naht
double-V butt weld 2.1.69 soudure en X Doppel-V-Naht
drying 2.1.10.13 séchage Ricktrocknen
drying oven 2.1.10.14 four de séchage Trockenofen
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English term Subclause French translation German translation

fissure par manque de ductil-
ductility dip crack 2.1.3.8 ité; fissure due a une baisse de Riss durch Verformbarkeitsabfall

ductilité
dwell time 249 temps de maintien Verweilzeit

E
edge distance 21.5.6 distance au bord (de la piece) Randabstand
edge joint 2.1.4.10 assemblage sur chant Stirnstof3
edge preparation 2.1.51 préparation des bords Fugenvorbereitung Cn
effectivefthroat thickness|2.1.7.10 gorge efficace wirksame Nahtdicke (\'\V
electrod¢ 2.3.8 électrode Elektrode ko(.l/v
essential variable 244 variable essentielle wesentliche Einflusig(éf?e
evaluatign level 2.2.4.6 niveau d’évaluation Beobachtungss@@}ne
examinef 2.5.29 examinateur Priifer q\/o
examining body 2.5.30 organisme d’examen Priifstellg(Q‘ )
F o

face bend test 2.2.3.2 essai de pliage endroit obe@\ﬁge Biegepriifung
face bentll test specimen |2.2.3.3 éprouvette de pliage endroit < ;ﬁ;g;iﬂ%i Stumpfnaht-
feather e(dge 2.1.54 aréte vive du chanfrein O\) scharfe Steglangskante
ferrite nfimber 2.1.2.10 indice de ferrite; FN X ‘\\\ K Ferritzahl
field weld 2.1.8.40 soudyre sur chantier ; @Nure Baustellennaht

sur site QS\
filler material 2.1.10.4 g;(;)ci)u()i;td'app({\l‘\té)@tériau Schweifdzusatz
filler rod 2.1.10.5 baguette g'@Fort Schweifdstab; Stabelektrode
filler wirle 2.1.10.7 fil d’app@:t\ Schweifddraht; Drahtelektrode
fillet weld 2.1.6.11 soqd@)é)d'angle Kehlnaht
filling rup 2.1.8.20 ‘@as\s'é de remplissage Fiilllage(n)
finishing welding 2.1.8.14 (\§ \oudage de finition Fertigungsschweifden
fitness-fgr-purpose 2.5.1 >~ aptitude a I'emploi Gebrauchstauglichkeit
flare-beviel weld 2.16%@ ’ soudure en demi-V a bord évasé; |aufgeweitete HY-Naht

A\ soudure évasée a chanfrein

flare-V weld ~ ngiﬁ_.lﬂ :gzgﬁig Zga\g gebé);"(\i/s évasés; aufgeweitete Y-Naht
flux \0\(‘ 2.1.10.8 flux Schweifdpulver
flux bacling SV 2.1.11.10 protection envers par flux Pulver-SchweifRbadsicherung
FN ()\,\‘ See: ferrite number (2.1.2.10)
full penekrafiomwetd— 26+ ~sotrchrrerpreiepenetration ~hrrehgeschwetfte-Natt

welding

fully mechanized

See: mechanized welding (2.1.1.10)

function

test

2.59

|essai de fonctionnement

Funktionspriifung

fusible insert

See: consumable insert (2.1.10.2)

Kehlflanke; Fugenflanke;

fusion face 2.1.5.3 face a souder Stirnfliche

fusion line 2.1.2.5 zone de liaison Schmelzlinie
fusion penetration 2.1.7.3 pénétration Einbrand

fusion welding 2.1.1.2 soudage par fusion Schmelzschweifden
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English term Subclause French translation German translation
fusion zone 2126 zone de dilution aufgeschmolzener Grundwerkstoff

G

gap 2.1.5.5 écartement des bords; jeu Luftspalt; Spalt
gas backing 21.11.7 protection gazeuse envers Gaswurzelschutz
gas shield 2.1.11.2 protection gazeuse Gasschutz
gouging 2.1.1.13 gougeage Fugen
roove angle See:included angle (2.1.513)
droove weld See: butt weld (2.1.6.3) y\@
H QY
Hardfacing 2.19.8 | rechargement dur | Schweiﬁpanz‘er'fk e
HAZ See: heat-affected zone (2.1.2.2) AQ'\
Heat input 2.4.1 apport de chaleur Wéirmg&g\g"ingung
5;?5i;2515tant overlay 2.19.3 rechargement réfractaire S\@eifgplattieren
Heat time 2411 temps chaud f(}\romimpulszeit
Heat-affected zone 2.1.2.2 zone affectée thermiquement;(m Warmeeinflusszone; WEZ
Heterogeneous joint 2.1.4.14 assemblage hétérogéne o heterogene Verbindung
Homogeneous joint 2.1.4.1 assemblage homogéng\()‘< homogene Verbindung
Hot crack(s) 2.1.3.5 fissure(s) a chaud \\Y i Heif3riss(e)
Hot cracking test 2.2.2.3 essai de fissurati%QQ!\\ chaud Heifsrisspriifung
¥
imperfection 2.1.31 défaut \&v Unregelmafiigkeit
ipcluded angle 2.1.5.1 angle‘qi&;/erture Offnungswinkel
iphdication 2.2.4.2 inQ@aon Anzeige
iptermittent weld 2.1.6.15 . (bs'{eu‘aure discontinue unterbrochene Naht
ihternal imperfection 2132 )Q'aéfaut interne innere Unregelmafigkeit
interpass temperature [2.4.12, °. température entre passes Zwischenlagentemperatuf
o )
jpint 4.1 assemblage; joint Schweif3stofd
jpint efficiency (1216 coefficient de joint Ausnutzungsgrad der Verpindung
jpint preparationAO)\J 21.5.2 préparation de joint Schweifdnahtvorbereitung
Y K
foyholeocfiaue (2183 | SoudsEeentroudesernuteslgiicocntecni
X L
lﬁ)\ 2.1.5.11 lévre Lippe
lap joint 2.1.4.7 assemblage a recouvrement Uberlappstof3
layer 2.1.8.13 couche Lage
leg length 2.1.7.5 coté Schenkellédnge
linear indication 2.2.4. indication linéaire linienartige Anzeige
liquation crack 2.1.3.7 fissure par liquation Wiederaufschmelzungsriss
lscr))régiirtnlﬁlinal bend test 2.2.3.8 éprouvette de pliage longitudinal |Langsbiegeprobe
M
macroscopic examination |2.2.1.1 examen macroscopique makroskopische Untersuchung
manipulator 2.34 manipulateur Dreh-Kipp-Tisch
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English term Subclause French translation German translation
manual welding 2.1.1.8 soudage manuel Handschweifien
manuf_actl_lrlng 2.5.27 constructeur ou fabricant Herstellungsorganisation
organization
material backing 211111 support envers Schweifibadsicherung

material thickness

See: parent material thickness (2.1.1.6)

soudage mécanisé; soudage

mechanized welding 2.1.1.10 totalement mécanisé mechanisches Schweifien

melt run 2.1.8.8 ligne de fusion Blindraupe ohne Zusatzwerksteff
melting fate 2.1.89 vitesse de fusion Abschmelzgeschwindigkeit.
metallurgical deviation |2.1.2.11 altération métallurgique metallurgische Abweichung
microscdpic examination |2.2.1.2 examen microscopique mikroskopische Untersuchung

molten ppol

See: weld pool

(2.1.2.8)

multiple joint

2.1.4.3

assemblage a joints multiples

Mehrfachstofd

multirurf welding

2.1.8.28

soudage multipasse

Mehrlagenschweifden

multirup welding from
both sidgs

See: both-side multirun welding (2.1.8.27)

N A0
nominal fhickness 21.7.7 épaisseur nominale Nenndicke
nominal fhroat thickness|2.1.7.8 gorge nominale Nahtdicke
non-destfructive testing (2.2.4.1 contrdle non destructif zerstorungsfreie Prifung
non-essential variable |2.4.5 variable non-essentielle unwesentliche Einflussgrofie
nonlineaf indication 2.244 indication non linéaite nichtlinienartige Anzeige

90.®

welding

one side welding See: single-side welding (2.1:8.24)
overlap %}g}g’ recouvrément Uberlappung
overlay Wwelding 2.19.2 rechargement par soudage Auftragschweifien

QN P
parallel joint 2144 assemblage a recouvrement total |Parallelstof3
parent niaterial 2.1.1.5 matériau de base Grundwerkstoff
parent mpterial thickness|2.14 épaisseur du matériau de base Dicke des Grundwerkstoffes
parent nietal 201.7 métal de base metallischer Grundwerkstoff
partial penetration weld }2.1.6.2 soudure a pénétration partielle nicht durchgeschweifdte Naht
partly mpchanized 2.1.1.9 soudage semi-automatique; teilmechanisches SchweiRen

soudage partiellement mécanisé

pass See: run (2.1.8.4)

penetratjor_depth 2.1.7.4 profondeur de pénétration Nahtdicke

permanent backing 2.1.11.12 support envers subsistant Beilage

plug weld 2.1.6.12 soudure en bouchon Lochnaht

post-weld heat treatment |2.4.16 El;;::;cl(;r;:nt thermique apres Warmenachbehandlung
preheat maintenance 241 ten,nperature de maintien du Haltetemperatur
temperature préchauffage

preheat temperature 2414 température de préchauffage Vorwdrmtemperatur
preheating 2.4.13 préchauffage Vorwédrmen

preheating temperature

See: preheat temperature (2.4.14)
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English term Subclause French translation German translation
preliminary we}d.ing. 256 descriptif d’u.n mode opératoire de |vorldufige Schweiflanweisung;
procedure specification |= soudage préliminaire; DMOS-P pWPS
Ferset- production welding 2.5.8 Egg;ﬁgﬁjﬁ;&?dage de vorgezogene Arbeitspriifung
g;g\éir?grsl Cv(\e/elding 2.513 expérience en soudage E?gﬁfﬁﬁge schweifdtechnische
E::)t(ii]:l;tlon sample 2.5.10 re)s;iz:]ll]srlgnenchantlllons de Stichprobenpriifung
Hdroduction test 2.5.11 essai de production Fertigungspriifung ,\Q)
Hroduction welding 2.5.15 soudage de production Schweifden in der F&iéung
Hdrojected area 2134 surface projetée projizierte Fléclﬁt{ i
durging gas 2.1.11.8 gaz de purge Spiilgas (\'\'
gWPS See: preliminary welding procedure specification (M)Aﬁu-)v

Q Qv
dualified person 2.5.22 personne qualifiée q\(ﬁxl'ﬁ‘fizierte Person
duality level 2.5.17 niveau de qualité (ﬁéwertungsgruppe

R R
rpnge of qualification 2.5.18 domaine de validité $ O Geltungsbereich
recording level 2,247 niveau de notation AQ\ Registrierschwelle
residual welding stress  |2.1.2.14 contrainte résidue@\& soudage |Schweifdeigenspannung
robotic welding 21112 soudage robotig\é\\)‘ Roboterschweif3en
rod See: filler rod (2.1.10.5) QS\‘O
root 21.5.7 racine A@ Nahtwurzel
rpot bend test 2.2.34 essai@‘ﬁ’liage envers wurzelseitige Biegepriifuhg
rpot bend test specimen [2.2.3.5 P\el@%wette de pliage envers ‘g;;;;l:sli)teige Stumpfnaht-
ot face 2.1.5.10 ‘\\'fnéplat Steg; Stegflanke
root gap 2.1.5.8 - ,V écartement a la racine Stegabstand
rpot gas Se?'.%\king gas (2.1.11.6)
oot of weld @%oot (2.1.5.7)
root pass N ee: root run (2.1.8.19)
rpot radius N7 |2.1.59 rayon a fond de chanfrein Fugenradius
rpot run /LQV 2.1.8.19 passe de fond Wurzellage
rjun AVS 2.1.84 passe; cordon de soudure Schweifdraupe
run-off@? ) 2.1.11.15 appendice de fin de cordon Auslaufstiick
run«,ﬁ\n%'f\ate 2.1.11.14 appendice de début de cordon Anlaufstiick

N S

seal weld 2.1.6.13 |soudure d’étanchéité |Dichtnaht
sealing run See: back run (2.1.8.21)
semiautomatic welding |See: partly mechanized welding (2.1.1.9)
shielding gas 2.1.10.10 gaz de protection Schutzgas
side bend test 2.2.3.6 essai de pliage coté Seitenbiegepriifung
side bend test specimen |2.2.3.7 éprouvette de pliage coté gteliltrirrljl;ileaghetprobe einer
single-] butt weld 2.1.64 soudure en J; soudure en demi U  |HU-Naht; J-Naht
single-run welding 2.1.8.23 soudage monopasse Einlagenschweifien
single-side welding 2.1.8.24 soudage d'un seul coté einseitiges Schweifden

© ISO 2016 - All rights reserved

31


https://standardsiso.com/api/?name=3531f84cefabbf8618e88a6184bcf88c

ISO/TR 25901-1:2016(E)

English term Subclause French translation German translation
single-U butt weld 2.1.6.6 soudure en U U-Naht
single-V butt weld 2.1.6.8 soudure en V V-Naht
site weld See: field weld (2.1.8.40)
slag 2.1.109 laitier Schlacke
slot weld 2.1.6.14 soudure sur entaille Schlitzschweifdung
solid rod 2.1.10.6 baguette pleine Massivstab
solidificationcrack 2136 fissure de solidification Erstarrungsriss
square bjitt weld 2.1.6.10 (sjc;t;it;re bouta bout sur bords [-Naht K\Q\%
. : -V
‘s;:l%gered intermittent ) 1 ¢ 16 soudure discontinue alternée ggﬁsvgéizéiairéterbmi};ii& :
standard weldir_lg _ 255 descriptif d'un mode opératoire de | Schweifanweis ST
procedufe specification |~ soudage standard Standardschw; erfahren
strength{weld 2.1.2.15 soudure résistante Festigkeit;(@.htv
stringer pead 2.1.8.5 passe étroite StrichIP,Q’Q%‘
strip cladding See: strip surfacing (2.1.9.9) \G)V
strip surfacing 2199 placage avec électrode en feuillard ]ﬁna‘plattieren
stud welfling 2.1.8.39 soudage de goujon PR Bolzenschweien
surfacing 2.19.1 rechargement O\) Beschichten
systematic imperfection {2.1.3.3 défaut systématique , ‘\\\ - systematische Unregelmafiigkeit
T 2
tack weldl 2.1.8.31 soudure de pointagt’,\_\(\v Heftschweifinaht
tack Weltlling 2.1.8.32 pointage . O.® Heftschweifden
tacking pass See: tacking run (2.1.8.33)‘4\"
tacking fun 2.1.8.33 passe d\eﬁ&‘r&tage Heftlage
temper HYead 2.1.8.6 pasgq\&a‘ﬁtorevenu Vergiitungslage
temporaly backing 2.1.11.13 sg;&pb\rt envers temporaire Unterlage
temporaly weld 2.1.8.38 g}oﬁdure provisoire Montagehilfsschweifinaht
test piec¢ 2.2.1.5 {-Q‘ assemblage de qualification Priifstiick
test spedimen 2.2.1,@\y éprouvette Probe
tested welding @3&2/ prodqit Fonsommable de soudage gepriifter SchweiRzusatz
consumdgble PN soumis a essai
testing lgvel Q:m& niveau d’examen Priifklasse
testing organizati@s\v‘ 2217 organisme de controle Priifstelle
throat thickne&%v 2.1.7.6 gorge Kehlnahtdicke
T-joint f&‘(‘ 2.1.4.6 assemblageen T T-Stof3
torch o) 2349 torche Brenner
trailing gas shield 2.1.11.3 E;;Efac;(ijon gazeuse arriere; mitgefiihrter Gasschutz
transverse bend test 2.2.39 éprouvette de pliage transversal |Querbiegeprobe
specimen
travel speed 2.4.7 vitesse d’avance Vorschubgeschwindigkeit

two side welding See: both-side welding (2.1.8.25)
w
weld 21.1.3 soudure Schweifdnaht
weld batch 2.5.21 lot de soudures Schweifdlos
weld metal 2.1.21 métal fondu Schweifdgut
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