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IpexucioBue

VY4eOHO-MeTOANYECKOe TTOCOOHE COCTOUT M3 TPEX PasleioB, B KO-
TOPBIX PACCMATPUBAIOTCS BUABI CBAPHBIX COCIUHEHUM, UX 3JIEMEHTHI
W XapakTepucTUKUA. B mocoOue BKIFOUEHBI TEKCTHI U3 OPUTHHAIBHOM
Hay4YHO-TEXHUYECKON aHITIMHCKOM U aMEpUKAHCKOM JINTepaTyphl IO CIie-
nuanbHOCTH «OO0OpYIOBaHHE W TEXHOJOTHSI CBAPOYHOTO IPOU3BOI-
CTBay, IpeIHA3HAYCHHBIC I ayAUTOPHON M CAMOCTOATEIHHONU PabOTHI
CTYIEHTOB. B Kaxzaplil ypoK BXOIAT TaKXke 3aJaHUs MO Pa3BUTHIO Ha-
BEIKOB TIEpeBOIa C aHIIIMHCKOTO sI3bIKa Ha PYCCKUH, BeleHHs Oecenbl
[0 OCHOBHBIM MpoOieMaM, 3aTPOHYTHIM B TOCOOWMH, 3aJaHUS IO TIie-
PEBOYy C PYCCKOTO S3bIKa HA AHTIIMMCKUHM, OTPabOTKE JEKCHYECKHX
Y TPaMMAaTUYECKUX TPYIHOCTEW, BCTPEUAIOIINXCSA B TEKCTaX.

IIpenHazHaueHO IJi1 CTYACHTOB CTaplIUX KypCOB MAIIMHOCTPOU-
TEJBHBIX CHEUUATbHOCTEH, U3YUAIOIIHUX CBAPOYHBIE MPOLIECCHI.



Unit 1
Weld Joints. Parts of a Joint

Preview. In this unit you will study different types of weld
joints, ways of edge preparation and standard terms for the
description of parts of a joint.

Warming-up.

1.1. Match the words in A with the definitions in B.

A B

1. A lap joint a. A joinery technique in which two
members are joined by simply butting
them together

2. A butt joint b. A joinery technique in which two
members are located at right angles to
each other

3. An edge joint ¢. A joinery technique used to join the

edges of two or more members lying in
the same plane

4. Corner and tee joints | d. A joinery technique used to produce a
joint by overlapping two ends or edges

1.2. Before you start reading the text try to answer the following
questions.

1. What parameters are welds classified by? 2. What types of welds
do you know? 3. How can joints be subdivided within these types?
4. What does the choice of weld depend on?
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1.3. Look through the text and grasp the general idea.

Weld Joints

The weld joint is where two or more metal parts are joined by weld-
ing. Welds can be geometrically prepared in many different ways. The
five basic types of weld joints are the butt, corner, tee, lap, and edge.
Other variations exist as well — for example, double-V preparation joints
are characterized by the two pieces of material, each tapering to a single
centre point at one-half their height. Single-U and double-U preparation
joints are also fairly common —instead of having straight edges like
the single-V and double-V preparation joints, they are curved, forming
the shape of a U. Lap joints are also commonly more than two pieces
thick — depending on the process used and the thickness of the material,
many pieces can be welded together in a lap joint geometry.

= T

A. Butt joint B. Corner joint

C. Tee joint D. Lap joint

E. Edge
Basic weld joints

A butt joint is used to join two members aligned in the same plane.
This joint is frequently used in plate, sheet metal, and pipe work. A joint
of this type may be either square or grooved.



Corner and tee joints are used to join two members located at right
angles to each other. In cross section, the corner joint forms an L-shape,
and the tee joint has the shape of the letter T.

Various joint designs of both types have uses in many types of metal
structures. A lap joint, as the name implies, is made by lapping one piece
of metal over another. This is one of the strongest types of joints avail-
able; however, for maximum joint efficiency, you should overlap the
metals a minimum of three times the thickness of the thinnest member
you are joining. Lap joints are commonly used with torch brazing and
spot welding applications. An edge joint is used to join the edges of
two or more members lying in the same plane. In most cases, one of
the members is flanged. While this type of joint has some applications
in platework, it is more frequently used in sheet metal work. An edge
joint should only be used for joining metals 1/4 inch or less in thickness
that are not subjected to heavy loads.

Often, particular joint designs are used exclusively or almost ex-
clusively by certain welding processes. For example, resistance spot
welding, laser beam welding, and electron beam welding are most fre-
quently performed on lap joints. However, some welding methods, like
shielded metal arc welding, are extremely versatile and can weld virtu-
ally any type of joint. Additionally, some processes can be used to make
multipass welds, in which one weld is allowed to cool, and then another
weld is performed on top of it. This allows for the welding of thick
sections arranged in a single-V preparation joint, for example. The type
of joint selected for any welding job may materially affect the quality
and strength of the weld; the cost of labour and materials; the time and
expense involved in preparing, jigging, and positioning the work; and
other factors of like importance. The selection of the proper joint type
depends on a number of factors, such as joint thickness and material,
desired physical properties in the finished joint, size of the pieces being
welded, accessibility of the joint, fit-up obtainable, available edge prepa-
ration equipment, number of pieces to be welded, and specifications of
regulatory codes (if applicable). (3219)

From http://64.78.42.182/sweethaven/BldgConst/Welding/lessonmain.asp?
lesNum=3&modNum=2



1.4. Vocabulary to the text “Weld Joints”. Try to memorize the fol-
lowing words and word combinations:

1) a weld, » — cBapHO#i 1I0B;

2) to be subjected to heavy loads — momBeprarscsi OOJBIINM Ha-
rpy3Kam;

3) to taper ['teipa], v — CXOAUTH Ha KOHYC, CYKAThCS;

4) a preparation joint — HOATOTOBJIEHHOE COCAMHEHHE IO CBApPKY;

5) to curve [k3:v], v—usrubarbcs;

6) a right angle — mipstmotii yrour;

7) a cross section — IornepevyHoe CeYeHue;

8) a multipass weld — MHOTOIIPOXOMHBIH IIOB;

9) the finished joint — 4ncToBOii WOB;

10) applicable ['aeplikobl], adj — npuMeHUMBIIA, IPUTOIHBIIA;

11) accessibility [ok,sest’bilot1], 7 — gocTymHOCTE, YI00CTBO OCMOT-
pa u o0CITyKUBaHUS,

12) to fit-up, v — cOopka coemuHEHUS IO CBApPKY;

13) positioning [pa’zif(e)niy], 7 — ycraHoOBKa B yI0OHOM IS CBAPKH
TIOJIOKEHUH.

Word study

1.5. Read the words correctly. Consult the dictionary if necessary.

Geometrically, frequently, to characterize, various, structure, how-
ever, quality, to arrange, physical, strength, applicable, accessibility, to
affect, angle, virtually, regulatory, jigging, particular, height.

1.6. Read the text again and find the correct endings for the phrases
below.

1. Double-V preparation joints are characterized

a) by the two pieces of material each tapering to a single centre point
at one-half their width;

b) by the two pieces of material each tapering to a single centre
point at one-third their height;

c) by the two pieces of material not tapering to a single centre point
at one-half their height;

d) by the two pieces of material each tapering to a single centre
point at one-half their height.



2. A butt joint is used

a) to join two members located at right angles to each other;

b) to join two members aligned in the same plane;

¢) to join two members by lapping one piece of metal over another;

d) to join the edges of two or more members lying in the same plane.

3. When making up a lap joint, for maximum joint efficiency

a) you should overlap the metals a minimum of three times the thick-
ness of the thickest member you are joining;

b) you should overlap the metals a minimum of four times the thick-
ness of the thinnest member you are joining;

¢) you should overlap the metals a minimum of three times the thick-
ness of the thinnest member you are joining;

d) you should overlap the metals not more than three times the thick-
ness of the thinnest member you are joining.

4. An edge joint should only be used

a) for joining metals one forth inch or less in thickness that are not
subjected to heavy loads;

b) for joining metals one forth inch or more in thickness that are
not subjected to heavy loads;

¢) for joining metals one forth inch or less in thickness that are
subjected to heavy loads;

d) for joining metals one fifth inch or less in thickness that are not
subjected to heavy loads.

5. Resistance spot welding

a) is most frequently performed on edge joints;

b) is most frequently performed on lap joints;

c) is less frequently performed on lap joints;

d) is most rarely performed on lap joints.

6. Shielded metal arc welding

a) can weld only joints that are not subjected to heavy loads;

b) is not versatile and can weld virtually only one type of joint;

c) is most frequently performed on lap joints;

d) is extremely versatile and can weld virtually any type of joint.

7. In cross section, the corner joint forms

a) an L-shape;

b) a T-shape;



¢) a U-shape;

d) a V-shape.

8. What is one of the strongest types of joints available?

a) a butt joint;

b) a lap joint;

¢) an edge joint;

d) a corner joint.

9. The selection of the proper joint type doesn’t depend on

a) the joint thickness and material;

b) the number of pieces to be welded;

¢) the accessibility of the joint;

d) the type of testing.

10. Some processes are most frequently performed on lap joints.
Choose the odd one out:

a) resistance spot welding;

b) electron beam welding;

¢) the electrogas welding;

d) laser beam welding.

1.7. Find in the text the English equivalents for the following
phrases.

Jlpyrue BapHaHTBI TakKe CYIIECTBYIOT; BMECTO HPSMOJIMHEHHBIX
KPOMOK; B 3aBUCHMOCTH OT HCIOJIB3YEMOro IpOoIecca; KaK INIAacUT Ha-
3BaHUC; NPUMCHSIOTCS B O00MX BHIAX METAUIMYCCKUX KOHCTPYKLUIA;
B 3 pasza mpeBbllIasi TOJNIIUHY CAMOTO TOHKOTO 3JIEMEHTA; OIUH U3 dJie-
MEHTOB JIeJIaeTcsi ¢ OTOOPTOBKOMW; ITOA HPSAMBIM YIJIOM APYT K JPYTY;
KOTOpbIe HE TOJBEpXKEHBI OONBIINM Harpy3KkaM; JaeTcs BOSMOXXHOCTb
OXJIQJIUTHCS; 3TO MO3BOJISET MPOM3BOAUTH CBApKY; OOJIBIIMX CEYCHUIA;
W JIPYyTUX CTOJb K€ BaYKHBIX (DAKTOPOB; KOJMYECTBO JEeTaiei, KOTOphIe
HEOOXOIMMO CBAPHTb.

1.8. Fill in the gaps with the necessary prepositions.

1. The weld joint is where two or more metal parts are | a) in
joined ... welding

2. An edge joint should only be used ... joining metals | b) of
1/4 inch or less in thickness




two pieces of material each tapering ... a single centre
point

3. Lap joints are commonly used ... torch brazing and | c¢) on
spot welding applications

4. A joint of this type may be ... square or grooved d) by
5. Welds can be geometrically prepared ... many different | e) over
ways

6. A lap joint is made by lapping one piece of metal ... | f) for
another

7. Corner joints are used to join two members located ... | g) either
right angles to each other

8. Instead ... having straight edges single-U and double-U | h) to
preparation joints are curved, forming the shape of a U

9. Many pieces can be welded together in a lap joint 1) with
geometry depending ... the process used and the thickness

of the material

10. Double-V preparation joints are characterized by the | j) at

1.9. Translate the following word combinations into Russian.

Two or more metal parts; the five basic types of weld; double-V
preparation joints; the two pieces of material each tapering to a single
centre point; two members located at right angles to each other; the
edges of two or more members lying in the same plane; one piece of
metal; sheet metal work; metals 1/4 inch or less in thickness; thick sec-
tions arranged in a single-V preparation joint; the type of joint selected
for any welding job; the pieces being welded; fit-up obtainable; avail-
able edge preparation equipment; available edge preparation equipment;

a number of pieces to be welded.

1.10. Make up a summary in English to the text “Weld Joints”.

1.11. Scan the text “Weld joints” and fill in the table using the in-

formation from the text.

Types of welds | Characteristics | Applications
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1.12. Read the text paying attention to the active terminological vo-
cabulary.

Parts of Joints

While there are many variations of joints, the parts of the joint are
described by standard terms. The root of a joint is that portion of the
joint where the metals are closest to each other. The root may be a point,
a line, or an area, when viewed in a cross section. A groove is an opening
or space provided between the edges of the metal parts to be welded.
The groove face is that surface of a metal part included in the groove.
A given joint may have a root face or a root edge. The root face is the
portion of the prepared edge of a part to be joined by a groove weld that
has not been grooved. As you can see, the root face has relatively small
dimensions. The root edge is basically a root face of zero width. The
groove face and the root face are the same metal surfaces in some joints.
The specified requirements for a particular joint are expressed in such
terms as bevel angle, groove angle, groove radius, and root opening.
The bevel angle is the angle formed between the prepared edge of a
member and a plane perpendicular to the surface of the member. The
groove angle is the total angle of the groove between the parts to be
joined. For example, if the edge of each of two plates were bevelled to
an angle of 30 degrees, the groove angle would be 60 degrees. This is
often referred to as the “included angle” between the parts to be joined
by a groove weld.

The groove radius is the radius used to form the shape of a J- or
U-groove weld joint. It is used only for special groove joint designs. The
root opening refers to the separation between the parts to be joined at
the root of the joint. It is sometimes called the “root gap.” To determine
the bevel angle, groove angle, and root opening for a joint, you must
consider the thickness of the weld material, the type of joint to be made,
and the welding process to be used. As a general rule, gas welding
requires a larger groove angle than manual metal-arc welding. The root
opening is usually governed by the diameter of the filler material. This,
in turn, depends on the thickness of the base metal and the welding
position.
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Root penetration and joint penetration of welds
JOINT

RooT ROOT
PENETRATION JOINT PENETRATION PENETRATION
é PENETRATION
A B
ROOT
PENETRATION ROOT

PENETRATION

JOINT
PENETRATION

JOINT

ROOT PENETRATION

PENETRATION

JOINT
PENETRATION

FACE
REINFORCE-
MENT

FACE OF
WELD

ROOT
REINFORCEMEN

Weld reinforcement Simple weld bead

Having an adequate root opening is essential for root penetration.
Root penetration refers to the depth that a weld extends into the root of
the joint. Root penetration is measured on the centre line of the root cross
section. Joint penetration refers to the minimum depth that a groove (or
a flange) weld extends from its face into a joint, exclusive of weld rein-
forcement. As you can see in the figure, the terms, root penetration and
joint penetration, often refer to the same dimension. Weld reinforcement
is a term used to describe weld metal in excess of the metal necessary
to fill a joint. (2830)
From http://64.78.42.182/sweethaven/BldgConst/Welding/lessonmain.asp?
lesNum=3&modNum=2

1.13. Try to memorize the following words and word combinations:

1) a groove, n — MOATOTOBKA (pa3zenka) KPOMOK IO/ CBAapKy;

2) a root, n — KOpeHb 11IBa, BEPIIHHA Pa3AeiKH KPOMOK, [IPOCTpaH-
CTBO MEXKJIy CBApPHBACMBIMH KPOMKAaMH B MECTE MX HaHOOJbIIETo COMH-
KEHHS;

3) a groove face — cBapuBaeMasi KpOMKa, MOBEPXHOCTDb Pa3ICIIKH;
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4) a groove weld — 1IIOB ¢ pa3aeikoll KpOMOK;

5) relatively ['relotivli], adv — OTHOCHTENBEHO, CPABHUTENLHO;
6) a bevel ['bev(e)l] angle — yroa ckoca KpOMKH;

7) a groove angle — yron pasieiiku KpOMOK;

8) an included angle — yroxn pa3nenku (pacKphITHSI) KPOMOK;
9) a groove radius — paguyc 3aKpyTJICHUS KPOMKH;

10) a root opening — 3a30p MEXIy CBAPHBAEMBIMH KPOMKaMU;
11) to govern ['gav(e)n], v — ympasisth, 00yCIOBINBATS;

12) root penetration — mporuiaBiieHye (IIpoBap) KOPHS IIBa;
13) joint penetration — nporutaBiacHUe (TIPOBap) COCAMHCHHUS;
14) to extend, v — pactmpsaThCs, VATUHATHCS,

15) weld reinforcement [,ri:in’f>:smont] — ycusenune msa;
16) in excess of — 6osnblie, CBbIIIE, CBEPX HOPMBI.

Word Study

1.14. Read the words correctly. Consult the dictionary if necessary.
Diameter, variations, area, zero, width, view, groove, requirement,
particular, perpendicular, angle, radius, design, measure.

1.15. Translate the following sentences into Russian paying attention
to the words underlined.

1. A groove is an opening or space provided between the edges of
the metal parts to be welded. 2. The root face, also shown in view A,
is the portion of the prepared edge of a part to be joined by a groove
weld. 3. The groove radius is the radius used to form the shape of a
J- or U-groove weld joint. 4. The root opening refers to the separation
between the parts to be joined at the root of the joint. 5. Weld rein-
forcement is a term used to describe weld metal in excess of the metal
necessary to fill a joint. 6. To determine the bevel angle, groove angle
and root opening for a joint, you must consider the thickness of the
weld material, the type of joint to be made, and the welding process to
be used. 7. To determine the bevel angle, groove angle and root opening
for a joint is necessary to get a high quality weld.
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1.16. Fill in the gaps with the necessary prepositions.

1. Root penetration refers ... the depth that a weld | a) at ... of
extends into the root of the joint

2. The root opening refers to the separation b) on
between the parts to be joined ... the root

the joint

3. The root may be a point, a line, or an area, when
viewed ... cross section

¢) from ... into

4. The groove radius is the radius used to form the | d) by ... of
shape ... a J- or U-groove weld joint

5. While there are many variations of joints, the | e) to

parts of the joint are described ... standard terms

6. The specified requirements for a particular joint | f) in

are expressed ... such terms bevel angle, groove

angle, groove radius, and root opening

7. This depends ... the thickness of the base metal | g) of

and the welding position

8. The root opening is usually governed ... the h) in ... of
diameter ... the filler material

9. Root penetration is measured ... the centre line ... | i) by

the root cross section

10. Joint penetration refers to the minimum depth | j) in ... as
that a groove weld extends ... its face ... a joint,

exclusive of weld reinforcement

11. Weld reinforcement is a term used to describe | k) on ... of

weld metal ... excess ... the metal necessary to fill a
joint

1.17. Read the text again and choose the correct variant to the fol-

lowing.

1. What is the portion of the joint where the metals are closest to

each other?
a) groove;
b) a root;
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¢) a root opening;

d) an included angle.

2. What configuration doesn’t the root have in the cross section?

a) line;

b) point;

c) curve;

d) area.

3. The root edge

a) is basically a root face of zero width;

b) is basically a groove face of zero width;

¢) is basically a root face of two in. width;

d)is basically a root face of zero thickness.

4. A groove is

a) an opening or space provided under the edges of the metal parts
to be welded;

b) an opening or space provided between the edges of the metal
parts to be welded;

¢) an opening or space provided between the edges of the metal parts
to be cut;

d) an opening or space provided between the surface of the metal
parts to be welded.

5. The bevel angle is the angle formed

a) between the weld reinforcement and a plane perpendicular to the
surface of the member;

b) between the prepared edge of a member and a plane perpendicular
to the surface of the member;

c¢) between the prepared edge of a member and a plane parallel to
the surface of the member;

d) between the prepared edge of a member and a plane perpendicular
to the centre line of the root cross section.

6. What is a groove angle? It is

a) the angle between the surface of the member and the plane per-
pendicular to the edge of it;

b) the prepared edge of a member and a plane perpendicular to the
surface of the member;

c) the partial angle of the groove between the parts to be joined;

15



d) the total angle of the groove between the parts to be joined.

7. What is not necessary to consider to determine the bevel angle,
groove angle and root opening for a joint?

a) the type of joint to be made;

b) the thickness of the weld material;

c¢) the weld reinforcement;

d) the welding process to be used.

8. Weld reinforcement is a term used to describe

a) weld metal in excess of the metal necessary to fill a joint;

b) the filler metal used to make up a weld;

¢) the molten metal necessary to fill a joint.

1.18. Scan the text and fill in the left part of the table using the
information from the text. Find the information in the Internet and your
textbooks to fill in the right part.

Term | Definition in English | Translation | Definition in Russian

1.19. Before reading the text “Heat-affected Zone” try to answer the
following questions.

1. What in your opinion influences the heat-affected zone?

2. What are the characteristics of the process of shielded metal arc
welding?

3. What are the characteristics of the process of gas metal arc weld-
ing?

4. What are the characteristics of the process of submerged arc weld-
ing?

5. What are the characteristics of the process of gas tungsten arc
welding?

6. How do these characteristics influence the heat-affected zone?

1.20. Read the text “Heat-affected Zone” paying attention to the ac-
tive terminological vocabulary to check if your predictions were correct.

Heat-affected Zone

The zone of interest for the welder is the heat-affected zone. This
zone includes that portion of the base metal that has not been melted;

16



however, the structural or mechanical properties of the metal have been
altered by the welding heat. Because the mechanical properties of the
base metal are affected by the welding heat, it is important that you
learn techniques to control the heat input. One technique often used to
minimize heat input is the intermittent weld. In the picture you can see
the HAZ of a pipe weld, with the blue area being the metal most affected
by the heat.

FUSION ZONE

HEAT-AFFECTED ZONE

Zones in a weld. The effects of welding on the material surrounding
the weld can be detrimental — depending on the materials used and the
heat input of the welding process used, the HAZ can be of varying size
and strength. The thermal diffusivity of the base material plays a large
role —if the diffusivity is high, the material cooling rate is high and the
HAZ is relatively small. Conversely, a low diffusivity leads to slower
cooling and a larger HAZ. The amount of heat injected by the welding
process plays an important role as well, as processes like oxyacetylene
welding have an unconcentrated heat input and increase the size of the
HAZ. Processes like laser beam welding give a highly concentrated, lim-
ited amount of heat, resulting in a small HAZ. Arc welding falls between
these two extremes, with the individual processes varying somewhat in
heat input. To calculate the heat input for arc welding procedures, the
following formula can be used:

V-I-60

@= ( S+ 1000

where () = heat input (kJ/mm), V = voltage (V), I = current (A) and
S = welding speed (mm/min). The efficiency is dependent on the weld-
ing process used, with shielded metal arc welding having a value of

) x Efficiency,
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0.75, gas metal arc welding and submerged arc welding, 0.9, and gas
tungsten arc welding, 0.8.

From http://en.wikipedia.org/wiki/Welding# note-27# note-27

1.21. Vocabulary to the text “Heat-affected Zone”. Try tomemorize
the following words and word combinations:

1) a heat-affected zone — 30Ha TEPMUYECKOTO BIHSHUS;

2) to alter ['o:lta], v — MeHsATBCS;

3) heat input — BBOJ Ter1a;

4) an intermittent weld — MpepBIBUCTHIN IIIOB;

5) to surround, v — OKpy»Xarhb;

6) detrimental [,detr’’ment(o)1], adj — BpeaHbIii, naryOHLI;

7) thermal diffusivity — TemaonpoBogHOCTh, K03()(UIMEHT TerIo-
MPOBOJHOCTH;

8) conversely ['konvs:sli], adv— o0paTHO, NPOTHBOMOJIOKHO, Ha-
obopor;

9) to result in, v— npuBecTH K...;

10) voltage ['voltig], n — dIeKTpHYECKOE HANPSIKEHHE;

11) current ['kar(o)nt], n — sneKTpUYeCcKuii TOK;

12) a value ['veelju:], n — 3Hauenwue.

Word Study

1.22. Read the words correctly. Consult the dictionary if necessary.

To minimize, procedure, formula, technique, to vary, diffusivity, to
inject, voltage.

1.23. Translate the following sentences into Russian paying attention
to the underlined words.

1. One technique often used to minimize heat input is the intermittent
weld. 2. The effects of welding on the material surrounding the weld can
be detrimental—depending on the materials used and the heat input of the
welding process used. 3. The welder must also carefully add filler metal
at the proper times doing manual GTAW. 4. Gas tungsten arc welding
is a process used to produce high-quality welds in virtually all weldable
metals. 5. Having initiated the arc between the welding electrode and
the base metal, the welder controls correct arc length. 6. The electrodes
on small spot welders, used to weld thin materials, may be air-cooled.
7. The welding machine electrodes are flat plates called platens. 8. This
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causes the materials being joined to vibrate at a corresponding rate. 9. A
coupling system transmits the mechanical vibration to the welding tip
and thus into the metals being joined. 10. The pressure used is less
and the welding time is shorter, than those used in resistance welding.
11. Aluminum welded by the cold welding has a tensile strength of up
to 152 MPa.

1.24. Translate the following sentences into Russian paying attention
to the underlined words.

1. In the picture you can see the HAZ of a pipe weld, with the
blue area being the metal most affected by the heat. 2. Arc welding
falls between these two extremes, with the individual processes varying
somewhat in heat input. 3. The efficiency is dependent on the welding
process used, with shielded metal arc welding having a value of 0.75.
4. Double-V preparation joints are characterized by the two pieces of
material, each tapering to a single centre point at one-half their height.
5. This type of joint having some applications in platework, it is more
frequently used in sheet metal work. 6. The HAZ includes the portion
of the base metal that has not been melted, the structural or mechanical
properties of the metal having been altered by the welding heat. 7. The
diffusivity being high, the material cooling rate is high and the HAZ is
relatively small. 8. Many variations of joints being used, the parts of
the joint are described by standard terms. 9. The heat of the electric arc
being controlled by the current setting and by the arc length, electrode
diameter and flux material will determine the type (ac or dc) and amount
of welding current required. 10. With the tungsten electrode being not
consumed, it does not melt and enter the weld.

1.25. Match the two halves of the sentence fragments to make logi-
cal statements.

1.26. Translate the following text from Russian into English.

IIpaBunbHas pas3aenka KpOMOK CBapMBaeMbIX JeTajel o0ecrednBaeT
KaueCTBEHHBII U MOMHBIN IpoBap. B TekcTe ObLTH NpuBeneHb! Hanbomee
4acTo MpUMeHsieMble (GOPMBI Pa3IeIKH KPOMOK JIMCTOB ISl ITOTY4CHHS
OIHOCTOpOHHEro mBa. CoyeTaHWe MUHHMAIBHOIO 3a30pa MEXIy Ha-
KIIOHHBIMH KPOMKAaMH CBapUBAEMBIX JIUCTOB U YIJIa MEKIY 3TUMU JBYMS
HAKJIOHHBIMH KPOMKaMHU JIOJKHO BBIOMpAThCS TaKUM 0Opa3oM, YTOOBI
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1. The heat-affected zone in-
cludes that portion of the base

metal

a) it is important that you learn
techniques to control the heat
input

2. Because the mechanical prop-

erties of the base metal are
affected by the welding heat

b) the material cooling rate is
high and the HAZ is relatively
small

3. One technique often used to
minimize heat input

¢) that has not been melted

4. The HAZ can be of varying
size and strength

d) resulting in a small HAZ

5. If the diffusivity is high

e) depending on the materials
used and the heat input of the
welding process used

6. Processes like laser beam
welding give a highly concen-

trated, limited amount of heat

f) with gas metal arc welding and
submerged arc welding having a
value of 0.9

7. The efficiency is dependent

) is the intermittent weld

on the welding process used

00eCIeunBaIOCh pABHOMEPHOE M MOJHOE IPOBAPHBAHUE 10 KOPHS IIIBa.
OnrtuManibHasi KOMOMHAIHSA 33/IaHHBIX TAPAMETPOB ONpeessIeTcs 00Ib-
UM 9UCiIoM (hakTopoB. CIMIIKOM Majblid 3a30p M MaJbIi yrojl MOTYT
He o0ecneyuTh MONHBIA mpoBap. HempaBuibHOe codyeTaHWE LIMPHHEL
Y ITyOWHBI I1Ba MIPUBOIUT K 0Opa30BaHUIO TPEIIWH B IIBE. (656)

1.27. Answer the following questions.

1. What are the five basic types of weld joints? 2. Can you define a
butt joint? an edge joint? a lap joint? corner and tee joints? 3. Where are
they mainly used? 4. What does the type of joint selected for any weld-
ing job affect? 5. What is a multipass weld? 6. What factors influence
the selection of the proper joint type? 7. What configuration can a root
have? 8. How can the bevel angle and the groove angle be compared?
9. What is a groove radius? 10. How is the root penetration measured?
11. What zone is interesting for the welder? 12. Why does a welder have
to control the heat input? 13. Why can the effects of welding on the ma-
terial surrounding the weld be detrimental? 14. How does the thermal
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diffusivity of the base material influence the HAZ? 15. Can you classify
the welding processes according to the size of the HAZ?

1.28. Make up and practice short situations using the following
words and word combinations:

1) can be geometrically prepared, basic types of weld joints, aligned
in the same plane, at right angles to each other, for maximum joint
efficiency, of two or more members lying in the same plane;

2) are most frequently performed, any type of joint, to make multi-
pass welds, may materially affect, the quality and strength of the weld,

3) the parts of the joint, closest to each other, viewed in cross sec-
tion, an opening or space;

4) the HAZ, has not been melted, the structural or mechanical prop-
erties, the intermittent weld, the blue area;

5) can be detrimental, varying size and strength, the thermal diffu-
sivity of the base material, the amount of heat injected.

1.29. Make up dialogues using the word expressions of Ex. 1.28.
Writing.

1.30. Read the text and translate it in written form.

Welding Positions

The importance of welding in the flat position whenever possible
cannot be stressed too strongly. The quality of the weld is better, the
operation easier and faster. However, occasions will arise when it is nec-
essary to work on parts fixed in position under which condition welds
must be deposited horizontally, vertically and overhead. It must be re-
alized at the very beginning that welding in these positions is difficult
and will require constant practice to develop skill.

As in the case of welding in the flat position, it is best to start
practicing by first running bead welds in the various positions. Then as
facility is gained on these operations practice may be continued on butt
and fillet welds (tee and lap joints) in these positions.

One of the first facts noted when welding in these positions is that
the force of gravity tends to cause the molten metal to drip (fall) down.
The technique used, therefore must be designed to overcome this and
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since it is difficult it is best to approach this by steps. To accomplish
this, start by making horizontal bead welds on plates inclined at 45 de-
grees. When this has been mastered so that uniform beads can be made
consistently, practice on welding vertically may be started. Again begin
with an easy operation such as running beads vertically on plates set at
45 degrees.

To progress with this practice it is necessary now to move the plates
into vertical position. Welding vertically may be performed either by
carrying the weld upward or starting from the top and welding down.
It is generally conceded that working upward is easier and therefore,
bead welds in this manner should be practiced. Since bead welds are of
limited practical value, this experience must be extended by practicing
on butt welds in the vertical and horizontal patterns.

In use, the beveled plate edges should be spaced on the backing strip
and the strip tack welded to the plates on the reverse side. (1938)
From http://www.key-to-steel.com/default.aspx?ID=CheckArticle&LN=RU&
NM=192



Unit 2
Butt Joint Welds

Preview. In this unit you will get more detailed information

about butt joints.

Warming-up.

2.1. Before reading the texts of the Unit “Butt Joint Welds” try to
answer the following questions.

1. What types of butt joints can you name? 2. Is the choice of the
type dependant on the material thicknesses? 3. What are the applications
of each type?

2.2. Match the words in column A with their definitions in col-
umn B.

A B
1) groove a) the separation between the parts to be joined
at the root of the joint
2) root face b) the portion of the prepared edge of a part to
be joined by a groove weld that has not been
grooved

3) reinforcement | c) an opening or space provided between the
edges of the metal parts to be welded

4) stringer bead | d) a term used to describe weld metal in excess
of the metal necessary to fill a joint.

5) root opening | ¢) the portion of the joint where the metals are
closest to each other

6) tack f) a weld bead made without much weaving
motion
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7) root g) to hold parts of an assembly in proper align-
ment temporarily until the final welds are
made.

2.3. In pairs/groups discuss the following.

What type of butt joint weld would you choose to:
e weld parts less than 5/16-inch thick;

e weld parts more than 5/16-inch thick;

e get multipass submerged arc welds;

e two-pass submerged arc welds.

2.4. Read the text making paying attention to the active vocabulary
to check if your predictions were correct.

Square Groove Butt Joint Welds

Good quality single pass welds up to 5/16-in. thick can be made
using the square groove butt joint without root opening and with suitable
backing.

Weld reinforcement, which tends to become excessive for thicker
welds, can be controlled by adjusting the root opening. Variations in root

opening, alignment of welding wire with the joint,
{ and the amount of weld metal required generally

limit the thickness of this type of weld to 3/4-in.

Two pass welds up to 5/8-in. thick are made with-

out root opening. It is essential in two-pass welds
that the edges be closely butted since weld backing is not used. The
maximum permissible root opening is 1/32-in. unless the joint is backed
sufficiently to prevent the welding composition from flowing through
the root opening. With such support greater root openings can be used.
When the root opening exceeds 1/16-in., however, the opening should
be closely filled with submerged arc welding flux ahead of the weld.
The maximum root opening is approximately 1/8-in. because of the dif-
ficulty of refusing the welding flux at the base of the first pass weld.
If the root gap is maintained constant for the entire length of the seam,
plate up to 3/4-in. can be welded with square butt joints. The first weld
is a backing weld made on the reverse side of the joint; the work is then
turned over and the finishing weld is made. The finishing weld pene-
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trates down into and refuses a portion of the backing weld to ensure a
continuous weld structure throughout the plate thickness.

A satisfactory method of getting the required penetration of the fin-
ishing weld without excessive reinforcement is to back gouge a groove
1/8 to 5/16-in. deep in the top of the joint after the backing weld has
been made. When gouging is used, no additional preparation or clean-
ing is needed except to remove any adhering slag. The advantage of the
square groove butt joint is that it requires a minimum of edge prepara-
tion yet produces good quality welds with adequate penetration. (1995)

From http://www.esabna.com/EUWeb/SA_handbook/585sa2 28.htm

2.5. Vocabulary to the text “Square Groove Butt Joint Welds”. Try
to memorize the following words and word combinations:

1) square butt groove — moAroToBka (paszeika) CTHIKOBOIO COCIH-
HeHHs 6e3 cKkoca KpOMOK;

2) weld backing — moaknaaka Mmoj moOB;

3) to penetrate ['penitreit] — MPOHUKATH, IPOILIABIATE;

4) root face — MOBEPXHOCTh MPHUTYILICHHS (KPOMKH);

5) single pass — OJHOPOXOAHBIN;

6) excessive [1k’ses1v], adv — upe3MepHblIii, M30bITOYHBII;

7) alignment [o’lainment], #n — pacnonoKeHUE 110 OAHON JIMHHUHU, BbI-
paBHUBaHHE;

8) to adjust [o’&ast], v— HacTpauBarh, peryJaupoBarh;

9) essential [1'sen(t)[(o)l], adj — 00sA3aTeNbHBIN, HEPEMEHHBIN;

10) permissible [po’misabl], adj — nomycTumpbiii;

11) sufficiently [so/fif(o)ntl1], adv — nocrarouno;

12) composition, n — CTPYKTypa, COCTaB;

13) to maintain [memn’tein], v — noauepKuBaTh, COXPaHATh,

14) to refuse [r'fjuz], v— 30. nepemniasisTh;

15) gouging ['gaudgiy] — MOBEPXHOCTHAS Pe3Ka, CTPOXKKA,;

16) adhering [od’hioriy] slag — npuiunmmii miax.

Word Study

2.6. Read the words correctly. Consult the dictionary if necessary.
Sufficiently, adjusting, approximately, amount, permissible, main-
tain, reverse, gouge, throughout, adhere, adequate, ensure.
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2.7. Translate the following word combinations into Russian.

Good quality single pass welds up to 5/16-in. thick; a square groove
butt joint without root opening; weld reinforcement; alignment of weld-
ing wire with the joint; the amount of weld metal required; two pass
welds up to 5/8-in. thick; submerged arc welding flux ahead of the weld;
the welding composition; a satisfactory method of getting the required
penetration; the finishing weld without excessive reinforcement.

2.8. Translate the following sentences into Russian paying attention
to the underlined words.

1. The power source may also be a capacitor-discharge type. 2. Weld
reinforcement, which tends to become excessive for thicker welds, can
be controlled by adjusting the root opening. 3. Submerged arc welding
can be used to make horizontal fillet welds. 4. When the root opening
exceeds 1/16-in., the opening should be closely filled with submerged
arc welding flux ahead of the weld. 5. Arc stud welding may be done
using a dc power source similar to those used with the shielded metal arc
welding process. 6. Prior to welding, the studs generally have a small nib
or bump which is to help initiate the arc. 7. Current and gas flow rates
must be carefully regulated to prevent too large a keyhole. 8. The welder
should wear flash goggles, approved clothing, safety shoes, and leather
gloves. 9. Single pass welds up to 5/16-in. thick can be made using
the square groove butt joint without root opening. 10. Friction welding
is a specialized process and has applications only where a sufficient
volume of similar parts is to be welded because of the initial expense
for equipment and tooling. 11. Welders must wear an approved helmet,
gloves, and protective clothing.

2.9. Translate the following sentences into Russian paying attention
to the underlined words.

1. Two pass welds up to 5/8-in. thick are made without root opening.
2. The joint is backed sufficiently to prevent the welding composition
from flowing through the root opening. 3. If the root gap is maintained
constant for the entire length of the seam, plate up to 3/4-in. can be
welded with square butt joints. 4. The work is then turned over and the
finishing weld is made. 5. A satisfactory method of getting the required
penetration of the finishing weld without excessive reinforcement is to
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back gouge a groove 1/8 to 5/16-in. deep in the top of the joint after the
backing weld has been made. 6. When gouging is used, no additional
preparation or cleaning is needed except to remove any adhering slag.
7. A backing weld is made on the reverse side of the joint. 8. The heat-
affected zone includes that portion of the base metal that has not been
melted. 9. However, the structural or mechanical properties of the metal
have been altered by the welding heat. 10. Metal thicknesses up to 76 cm
have been welded with this process.

2.10. Match the two halves of the sentence fragments to make logi-
cal statements.

1. When the root opening ex- a) unless the joint is backed
ceeds 1/16-in.
2. When gouging is used b) using the square groove butt

joint without root opening
and with suitable backing

3. Two pass welds up to 5/8-in. | c) plate up to 3/4-in. can be

thick welded with square butt joints
4. The advantage of the square | d) the opening should be closely
groove butt joint filled with submerged arc
welding flux ahead of the
weld

5. The maximum root opening | ¢) is that it requires a mini-
is approximately 1/8-in. mum of edge preparation yet

produces good quality welds

with adequate penetration

6. If the root gap is maintained | f) is a backing weld made on

constant for the entire length the reverse side of the joint
of the seam
7. Good quality single pass g) because of the difficulty of
welds up to 5/16-in. thick refusing the welding flux at
can be made the base of the first pass weld
8. Weld reinforcement h) no additional preparation or

cleaning is needed except to
remove any adhering slag
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9. The first weld i) are made without root open-
ing
10. The maximum permissible j) can be controlled by adjusting
root opening is 1/32-in. the root opening

2.11. Answer the following questions.

1. How can good quality single pass welds up to 5/16 inch thick
be made? 2. What limits this dimension and how can we overcome this
limitation? 3. What parameters limit the thickness of this type of weld
to 3/4 inch? 4. Why is it essential that the edges in two-pass welds
be closely butted? 5. How can we prevent the welding composition
from flowing through the root opening? 6. What should be done if the
root opening exceeds 1/16 inch? 7. Why is the maximum root open-
ing limited? 8. How does gouging simplify the process? 9. What is a
satisfactory method of getting the required penetration of the finishing
weld without excessive reinforcement? 10. What is the advantage of the
square groove butt joint?

2.12. Make up a summary in English of the text “Square Groove
Butt Joint Welds”.

2.13. Project Work. Choose several plate thicknesses within the
proper range and speak about joining these plates using the information
from the text and the Internet. You may simulate this process on your
computer (make up a presentation) and demonstrate the results to your
group-mates.

2.14. Read the text paying attention to the active vocabulary.

Single-V Groove Butt Joint Welds

Single-V Groove with Root Face is used with non-fusible backing
for single-pass butt welds of 5/16-in. or greater thickness. For most
industrial applications, the maximum thickness is
in the neighbourhood of 1-1/4 to 1-1/2-in. The
root face has several advantages. The square edges
simplify assembly.
Excellent penetration and reinforcement can be
obtained and normal practical variations in voltage, current, welding
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speed, and edge preparation cause minimum damage to the backing.
Relatively small quantities of wire are used because V preparation gives
the desired penetration without excessive current and the volume of the
V is considerably less than that required by other welding methods.
With non-fusible backing, the root face dimension is 1/8 to 3/16-in.
Root gap should not exceed 1/16-in. Fusible metallic backing is also
used with this preparation with a root gap of at least 1/8-in. The sin-
gle-V groove butt joint with root face and without external backing
is also used for two pass welds where plate thickness exceeds 5/8-in.
The first weld, usually the larger, is the backing weld made in the
V side of the joint; the work is then turned over and the finishing
weld made on the flat side. The finishing weld penetrates down into
and refuses a portion of the backing weld to ensure complete penetra-
tion.

The root face is approximately 3/8-in. for all commercially welded
plate thicknesses. The plate edges must be tightly butted (1/32-in.
maximum gap) as with the square butt joint. When the welding compo-
sition is retained by a support below the joint, slightly greater root gaps
are permissible; if the root gap exceeds 1/16-in., submerged arc welding
flux should be tamped into the gap ahead of the weld.

The Single-V Groove without Root Face is commonly used for
nearly all thicknesses when using submerged arc backing flux. It is not
commonly used below 3/8-in. thickness since ade-
quate penetration can be obtained for these thick-
nesses without bevelling. The single-V groove butt
joint without root face must always have weld
backing since the mass of metal at the joint root
is not sufficient to provide weld metal support. Reasonable misalign-
ment in fit-up and variation in root gap can be tolerated when using
submerged arc backing flux because the granular material will shift to
accommodate them. Copper backing is not recommended because of the
tendency of the weld metal to fuse to the backing piece. Fusible metallic
backing is acceptable if there is no objection to its remaining as part of
the completed weld. (2542)

From http://www.esabna.com/EUWeb/SA_handbook/585sa2 28.htm
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2.15. Vocabulary to the text “Single-V Groove Butt Joint Welds”.
Try to memorize the following words and word combinations:

1) in the neighbourhood ['neibohud] of — npubnusurensHO;

2) assembly [o'sembli], n — cOopka;

3) to cause [ko:z], v — BBI3BIBaTh, OBITH IPUIHHON;

4) to turn over, v — IIepeBOpavNBaTh;

5) to retain [r1'tein], v — ynepKuBaTh, COXPaHAT;

6) a support [so'po:t], 7 — cynmnopr; cHaGKeHUE;

7) slightly [’slaitli], adv — HeMHorO, Cierka;

8) bevelling — ckammBaHue KPOMKH, pa3ieiaka KPOMOK;

9) reasonable ['ri:z(o)nobl], adj — 060cHOBaHHBIIA;

10) fit-up, n — cO6opka, coemuHEHNE 0[] CBAPKY;

11) to tolerate ['tol(e)reit], v— momyckars;

12) to accommodate [o’kpmodeit], v — npucnocabnusarb(cs);

13) to shift, v — nepeaurarn(cs);

14) acceptable [ok’septobl], adj — npuememsbIii;

15) an objection [ob’d&gek|[(o)n], n — Bo3pakeHue.

Word Study

2.16. Read the words correctly. Consult the dictionary if necessary.
Neighbourhood, advantages, variations, simplify, voltage, penetra-
tion, considerably, fusible, ensure, permissible, bevelling.

2.17. Translate the following words into Russian paying attention to
the underlined prefixes.

Misalignment, independent, disassembly, refuse, unbend, imperfect,
m_isco—nnection, i_nassoluble, @fusible, @ﬂuxibrc, discanection,
impermeable, nonconsumable, indiffusible, disassociation, nonharden-
able, uncoated, retest, rewelding,_imporosity, cﬁcontinuity, noﬁagnetic,
ungrea_se, restrik_e, repr_ecipitation,_disintegratiﬂl, uncombir?d, removal,
Epure, E%ad, ige;plosive, @p(ﬁus, @sociat;@shielded._

2.18. Translate the following sentences into Russian paying attention
to the underlined words.

1. This joint type is to be used with non-fusible backing for single-
pass butt welds of 5/16-in. or greater thickness. 2. For most industrial
applications, the maximum thickness is to be in the neighbourhood of
1-1/4 to 1-1/2-in. 3. The purpose of the finishing weld is to ensure
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a continuous weld structure throughout the plate thickness. 4. Rela-
tively small quantities of wire are to be used because V preparation
gives the desired penetration. 5. Fusible metallic backing is to be used
with this preparation with a root gap of at least 1/8-in. 6. The weld
metal is to be fused to the backing piece. 7. The backing is to be non-
fusible to provide the root face dimension in the range from 1/8 to
3/16-in. 8. The mass of metal at the joint root is not sufficient to pro-
vide weld metal support. 9. A satisfactory method of getting the required
penetration of the finishing weld without excessive reinforcement is to
back gouge a groove 1/8 in. deep. 10. Copper backing is not to be
used because of the tendency of the weld metal to fuse to the backing

piece.

2.19. Fill in the gaps with the necessary prepositions.

1. For most industrial applications, the maximum a) without
thickness is ... the neighbourhood ... 1-1/4 to
1-1/2-in.

2. With non-fusible backing, the root face dimension | b) since
is 1/8 to 3/16-in.

3. the work is turned ... and the finishing weld made | ¢) as
on the flat side

4. The plate edges must be tightly butted (1/32-in. d)in ... of ...
maximum gap) ... with the square butt joint

5. V preparation gives the desired penetration ... e) for

excessive current and the volume of the V is con-
siderably less than that required by other welding

methods

6. When the welding composition is retained ... a f) with
support below the joint, slightly greater root gaps
are permissible

7. The single-V groove without root face is com- g) by
monly used ... nearly all thicknesses when using
submerged arc backing flux

8. It is not commonly used below 3/8-in. thickness | h) over
... adequate penetration can be obtained for these
thicknesses without bevelling
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9. Copper backing is not recommended ... the ten- | i) because of
dency of the weld metal to fuse to the backing
piece

2.20. Right or wrong?

1. Single-V Groove without Root Face is used with non-fusible
backing for single-pass butt welds of 5/16-in. or greater thickness.
2. When using Single-V Groove with Root Face the maximum thickness
of the plate is in the neighbourhood of 1-1/4 to 1-1/2-in. 3. The single-V
groove butt joint with root face and without external backing is used
for two pass welds where plate thickness exceeds 5/8-in. 4. With fusible
backing, the root face dimension is 1/8 to 3/16-in. 5. With non-fusible
backing, the root face dimension is 1/8 to 3/16-sm. 6. The finishing
weld penetrates down into and refuses a portion of the backing weld to
ensure complete penetration. 7. The plate edges must be tightly butted
(1/16-in. maximum gap) as with the square butt joint. 8. The single-V
groove without root face is commonly used for nearly all thicknesses
when using submerged arc backing flux. 9. The single-V groove with-
out root face is commonly used below 3/8-in. thickness since adequate
penetration can be obtained for these thicknesses without bevelling.
10. Titanium backing is not recommended because of the tendency of
the weld metal to fuse to the backing piece.

2.21. Read the text paying attention to the active vocabulary to
check if your predictions were correct.

Groove Butt Joint Welds

Double-V Groove Butt Joint is the basic joint design for two-pass
submerged arc welds. It is commonly used for thickness up to 2-in., and
even greater thicknesses have been welded suc-

cessfully. For thicknesses above 2-in., however, the

joint for multipass welding is recommended. The

double-V groove joint is normally designed with

a large root face to provide adequate support for

the initial weld which serves as backing for the weld from the opposite
side. The maximum possible misalignment in fit-up is 25 per cent of
the root face. The root faces must be closely butted along their entire
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length. The maximum permissible root gap is 1/32-in. If the root gap
is larger the flow of material through the gap, when making the initial
weld, must be prevented. Several methods are used. A small stringer
bead can be laid manually in the bottom of the v in which the finishing
weld is to be made. A length of wire may be tacked into the finishing
weld. Submerged arc backing flux may be tamped into the gap ahead of
the weld. The stringer bead, wire, or backing flux should be removed
before making the finishing joint if a high-quality joint is required. To
ensure 100-per cent penetration and the removal of any slag or porosity
in the bottom of the backing weld, the finishing weld should penetrate
into and refuse the backing weld to a depth of 3/16 to 5/16-in. Since
this joint is widely used in pressure vessel fabrication, one limitation
should be noted. When making circumferential welds, the ratio of joint
thickness to cylinder diameter must be at least 1/25. Otherwise, the large
pool of molten metal will tend to run, causing unstable welding action
and undesirable weld shape. Manual weld backing is sometimes used
with the double-V groove butt joint when the joint has a small (1/8-in.
maximum) root face and a root gap of about 1/8-in. If conditions require
that the manual weld be thicker than 3/8-in., however, the single-V and
U groove butt joint is preferred.

The Single-U Groove Butt Joint is often used for multipass sub-
merged arc welds. Any thickness of material can be welded using this
joint design. A small manual backing weld is of-
ten made from the reverse side of the joint. If the
manual weld is not made, the root faces must be
closely butted (1/32-in. maximum root gap). For
extremely thick material, double-U groove butt
joints may be used. These are essentially two single-U groove butt joints
with a common root. If a manual weld is used to back the first sub-
merged arc weld pass, it may be desirable to remove it later if maximum
quality is required. The use of gas metal-arc manual welds eliminates
the need for removal prior to submerged arc welding. Because of the
internal and external slag-free nature of gas metal arc deposits, subse-
quent submerged arc welds of excellent quality can be produced over
them. (2843)
From http://www.esabna.com/EUWeb/SA_handbook/585sa2 28.htm
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2.22. Vocabulary to the text “Groove Butt Joint Welds”. Try to mem-
orize the following words and word combinations.

1) Single-V Groove (butt) — V-o0pa3Has pasienka (CTHIKOBOTO CO-
€IMHEHHSI) CO CKOCOM JIBYX KPOMOK;

2) Single-U Groove (butt) — V-o0pa3Has pa3menka (CTBIKOBOTO CO-
eIWHEHHS]) C OMHUM KPHBOJHWHEIHBIM CKOCOM JIByX KPOMOK;

3) Double-V Groove (butt) — X-o0pa3Has pazaenka (CTBIKOBOTO CO-
eIUHEHUS) ¢ IBYMS (CHMMETPHYHBIMU) CKOCAMH JBYX KPOMOK;

4) Double-U Groove (butt) — X-o0pa3Hast pasaenka (CTBIKOBOTO CO-
eIWHEHMs]) C IByMsI KpUBOJIMHEHHBIMU CKOCaMH JIBYX KPOMOK;

5) stringer bead — Baymuk, HaIIaBJICHHBIH O€3 IMOMEPEYHBIX KoJieOa-
HUU 2JIEKTPOJa, TOPEIIKH;

6) to tack — cBapuBaTh MPUXBATOYHBIM ILIBOM;

7) initial [1'n1f(e)l], adj — HaYaIBHBIA, HCXOMHBIN;

8) backing weld — momBapoJHBIi OB,

9) circumferential [so,kamf(o) ren(t)[(o)l]] weld — konbleBoii (Kpy-
TOBOH) IIIOB;

10) pressure vessel — cocyn BEICOKOTO AaBIICHUS, aBTOKJIAB.

Word Study

2.23. Read the words correctly. Consult the dictionary if necessary.
Reinforcement, approximately, misalignment, bevelling, relatively,
subsequent, successfully, neighbourhood.

2.24. Pick out in the text all the expressions with the following
words and give their Russian equivalents. Make up sentences of your
own with these expressions.

Root; joint; backing; groove; thickness.

2.25. Translate the following word combinations into Russian.

Single-pass butt welds; relatively small quantities; desired penetra-
tion without excessive current; square groove butt joint without root
opening; the basic joint design; excessive reinforcement; for most in-
dustrial applications; the internal and external slag-free nature of gas
metal arc deposits; subsequent submerged arc welds of excellent qual-
ity; maximum permissible root gap.
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2.26. Make up and practise short situations using the following
words and word combinations:

1) weld reinforcement, flowing through the root opening, weld back-
ing, reverse side of the joint;

2) root face, non-fusible backing, minimum damage to the backing;

3) adequate penetration, without bevelling, reasonable misalign-
ment;

4) multipass welding, large root face, initial weld, several methods
are used;

5) manual backing weld, from the reverse side of the joint, need for
removal.

2.27. Make up dialogues using the word expressions of Ex. 2.26.

2.28. Put the verbs in brackets into the necessary form (Active or
Passive). Translate the following sentences into Russian paying attention
to the underlined words.

1. Any thickness of material can ... (to weld) using this joint design.
2. The root faces must ... closely (to butt) along their entire length.
3. The single-V groove butt joint without root face must always... (to
have) weld backing. 4. The stringer bead, wire, or backing flux should
... (to remove) before making the finishing joint if a high-quality joint is
required. 5. A small stringer bead can ... (to lay) manually in the bottom
of the v in which the finishing weld is ... (to make). 6. Root gap should
not ... (to exceed) 1/16-in. 7. For extremely thick material, double-U
groove butt joints may ... (to use). 8. Weld reinforcement, which tends
to become excessive for thicker welds, can ... (to control) by adjusting
the root opening. 9. When the root opening exceeds 1/16-in., however,
the opening should ... closely (to fill) with submerged arc welding flux
ahead of the weld. 10. For instance, the 1G position weld refers to a
groove weld that is ... (to make) in the flat position. 11. It is important
that you have a good understanding and can ... (to apply) the techniques
for welding in each of the test positions.

2.29. Scan the text and find the correct answers.

1. In which cases is square butt welding used? 2. Why are relatively
small quantities of wire used in Single-V Groove welding with Root
Face? 3. What kind of backing is recommended for Single-V Groove
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welding without Root Face? Prove your answer. 4. What kind of joint
is used for two-pass submerged arc welds? 5. How can the flow of
material through the gap be prevented when making a double-V butt
joint? 6. Why should the finishing weld penetrate into and refuse the
backing weld to a depth of 3/16 to 5/16-in when making a double-V
butt joint? 7. In which cases is double-U groove butt joint used?

2.30. Compare the types of butt joints.

Types Possible Number Dimensions Advantages
of welds | thicknesses | of passes | of root openings

2.31. Find in the texts the English equivalents for the following
phrases:

1) momnepkuBaeTcs MOCTOSHHBIM IO BCeW [nHE ImBa; 2) oOpart-
Hasl CTOpPOHA COCAMHEHHS; 3) CTPEMUTCS CTaTh YPE3MEPHBIM I Ooree
TOJICTBIX IIBOB; 4) CPaBHUTEIBHO HEOONBIIOE KOJIMYECTBO IPOBOJIOKH;
5) Tak Kak 3TO COCAMHEHHE YacTO MCIIONB3YyeTCs; 6) HEe MO3BOJISIET Ya-
CTH TIOABApOYHOrO IIBAa OCYIIECTBUTH IOJNHOE MPOIUIABICHHE; 7) TaK
KaK Hy>KHOE TIPOILIaBICHHE MOXKET OBITh JOCTHTHYTO O€3 pa3lesiku Kpo-
MOK; 8) 3a30p MEXIy CBAPHUBACMBIMHU KPOMKAaMH MOXKET OBITH OITyCTHM;
9) oTHOLIEHNE TONIIMHBI COEAUHEHHS K AnaMeTpy Huiauaapa; 10) 4To0st
obecrieunTh 100-poIIeHTHOE MPOTLIaBICHHE.

2.32. Group work. Describe main features of the types of welds
shown in the pictures. You may simulate this process on your computer
and demonstrate the results to your group-mates.

2.33. Make up a summary in English of the text “Groove Butt Joint
Welds”.

Writing.

2.34. Read the text and translate it in written form.

Overhead-Position Welding

Overhead welding is the most difficult position in welding. Not only
do you have to contend with the force of gravity but the majority of the
time you also have to assume an awkward stance. Nevertheless, with
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practice it is possible to make welds equal to those made in the other
positions.

To retain complete control of the molten puddle, use a very short arc
and reduce the amperage as recommended. As in the vertical position of
welding, gravity causes the molten metal to drop or sag from the plate.
When too long an arc is held, the transfer of metal from the electrode to
the base metal becomes increasingly difficult, and the chances of large
globules of molten metal dropping from the electrode increase. When
you routinely shorten and lengthen the arc, the dropping of molten metal
can be prevented; however, you will defeat your purpose should you
carry too large a pool of molten metal in the weld.

One of the problems encountered in overhead welding is the weight
of the cable. To reduce arm and wrist fatigue, drape the cable over your
shoulder when welding in the standing position. When sitting, place the
cable over your knee. With experience, cable placement will become
second nature.

Prepare the plates for overhead butt welding in the same manner as
required for the flat position. The best results are obtained when backing
strips are used; however, you must remember that you will not always be
able to use a backing strip. When you bevel the plates with a featheredge
and do not use a backing strip, the weld will repeatedly burn through
unless extreme care is taken by the operator.

For overhead butt welding, bead welds are preferred over weave
welds. Clean each bead and chip out the rough areas before placing the
next pass. Make the first pass with the electrode held at 90 degrees to
the plate. When you use an electrode that is too large, you can not hold
a short arc in the root area. This results in insufficient root penetration
and inferior joints. (1978)
From http://64.78.42.182/sweethaven/BldgConst/Welding/lessonmain.asp?
lesNum=7&modNum=7



Unit 3
Corner, Edge, Tee, and Lap Joints

Preview. In this unit you are going to study Corner, Edge, Tee,
and Lap Joints.

Warm-up.

3.1. Before reading the text try to answer the following questions.
1. Try to give the definition to comer joints as its name implies.

2. What are the angles between the plates to be welded?

3.2. Match the words in column A with the definitions in column B.

A B

1. A corner joint a) is used for making corners in plates
or foils that are too thin for other
types of weld

2. A flange joint b) is a butt weld between two pieces
that are perpendicular rather than
complainer

3. A melt through weld ¢) is used to connect two parts together

to form a corner

4. A butt weld corner joint | d) is a weld, where the corner is
assembled and the beam is used to
melt through the top component and
into the lower component

3.3. Brush up the following auxiliary words (due to, as well as,
either ... or, as) and fill in the following sentences with the proper one.
1. A butt joint may be ... square ... grooved. 2. Arc welding ... cutting
produce intense sound. 3. ... the name implies, a corner joint is used to
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connect two parts together to form a corner. 4. Copper backing in single
V-groove butt joints is not recommended ... the tendency of the weld
metal to fuse to the backing piece. 5. ... in the case with butt joints,
the edges of the plates to be welded by corner joints may be machined
prior to welding. 6. Because of ... the internal ... external slag-free nature
of gas metal arc deposits, subsequent submerged arc welds of excellent
quality can be produced. 7. ... the relatively low area of the weld, ...
aesthetic appearance a corner joint weld may not be strong enough.
8. Plasma arc welding is used for metal spraying ... for cutting. 9. ... the
high welding speeds, plasma arc welding is one of most efficient.

3.4. Read the text making use of the active terminological vocabu-
lary to answer the following questions.

1. What makes the difference of corner joints? 2. What are the main
types of corner joints? 3. How strong are the welds produced? 4. What
is used to reinforce the weld? 5. Where is a flange joint applied?

Corner Joints

One of the major types of welding connection is the corner joint.
As its name implies, this joint is used to connect two parts together to
form a comer. This weld type is extremely useful and can be preformed
with either a high or low energy density welder. There are a total of
four common sub types of corner joint, each, as usual, having its own
benefits and disadvantages.

The first common corner joint sub type is made by beveling both
parts, usually at 45 degrees for a 90 degree joint, then placing the two
faces together, and melting the outside edge. This is usually done with
a low energy density welder but a high-energy density welder can be
used. A weld bead may also be added to the inside of the comer to
reinforce the weld. This weld is fairly fast and easy to create, but can
have problems with strength due to the relatively low area of the weld,
as well as aesthetic appearance.

The second type of comer joint is essentially a butt weld between
two pieces that are perpendicular. This weld can be done with a low
energy density welder if the parts are small enough, but is usually done
with a high energy density beam. This allows deep penetration and can
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form a weld that is as strong as the base material. This advantage of
strength is countered by the increased proneness of joints to deformation,
as well as the increased difficulty and equipment cost of the weld. As
in the case with normal butt joints, the edges may be machined prior to
welding to improve fit, alignment or welding properties.

The third type of corner welds is the melt through weld. In this
weld, the corner is assembled and the beam is used to melt through the
top component and into the lower component. This type of weld works
best when the top piece is relatively thin compared to the bottom piece,
allowing it to be melted through with a minimal energy input. This type
of welds is preformed exclusively with high energy density sources.
This weld can be made easily without the need to precisely follow a
joint, but it can be weak due to the very low cross sectional area of the
weld. If necessary, multiple passes can be made if the bottom piece is
sufficiently thick, improving the weld strength.

The final major type of comer joints is truly a flange joint. This is
used for making corners in plates or foils that are too thin for the other
types of welds. To make this type of joints a 90-degree flange is made
in one of the components. This flange is then aligned to the other piece
to be welded, and the welder is run over the edges of the two parts. This
melts the edges together and forms the weld bead. This method can be
used with either a high or low energy density source and is fast and
reliable, but tends to make extremely weak joints due to the leverage
and odd stress angles that the flange causes. (2850)

From Joining Technologies | Newgate International Business Center (slightly
abridged).

3.5. Vocabulary to the text “Corner Joints”. Try to memorize the
following words and word combinations:

1) a corner joint — yIJioBoe COCIMHCHUCE,

2) a welder, n — cBapOYHBIH arperar;

3) a melt through weld — cBapHO#f IOB CO CKBO3HBIM MpOILIaBIe-
HUEM;

4) an input, n — TOABOIUMAs MOIITHOCTb;

5) a flange [fleend] joint —cBapHOE COECTUHEHHE, BBITOJIHCHHOE
10 OTOOPTOBKE;
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6) leverage ['li:v(o)rid], n — cuna, ycuiue;

7) an odd stress angle — HEOOBIYHBIN YToJ HANPSKCHHUS;

8) proneness [prounnes], 7 — MOABEPKEHHOCTH YEMY-JIUOO;
9) a weld bead [bi:d] — HamIaBIEHHBIN BaJMK CBApHOTO IIIBA.

3.6. Read the following words correctly (consult, if necessary, a dic-
tionary).

Implies, extremely, essentially, beveling, relatively, perpendicular,
exclusively, precisely, reliable, prior to, aligned, sufficiently.

3.7. Match the two halves of the sentence fragments to make logical
statements.

1. A corner joint can be pre-
formed with a) the relatively
low area of the weld

a) the relatively low area of the

2. Corner joints can have prob-
lems with strength due to

b) if the bottom piece is suffi-
ciently thick, improving the
wells strength

3. Multiple passes can be made

¢) when the top piece is rela-
tively thin compared to the
bottom piece, allowing it to be
melted through with a mini-
mal energy input

4. Flange joints tends to make
extremely weak joints due to

d) the leverage and odd stress
angles that the flange causes

5. Melt through weld works best

e) either a high or low energy

density welder

3.8. Find in the text the English equivalents for the following
phrases.

CoenuHeHNE CBApKOH; KaK IOJpa3yMeBacT Ha3BaHHE; B OOLIEH CIIOX-
HOCTH — YeThIpe OOBIYHBIX IMOATHIIA; MPU MOMOIIM Pa3IelKd KPOMOK
obenx nerajeii; 4ToOBl YCHIINTH ILIOB; CBapOYHAsl YCTAHOBKA C HH3KOU
(BBICOKOI) TUIOTHOCTBIO SHEPTHHM; Olarofapsi CpaBHUTENBFHO MaJloi 30HE
LIBAa; 3TO JeJaeT BO3MOXKHBIM INIyOOKOE MPOIUIABICHHE; MOBBILIICHHAS
CKJIOHHOCTh COCIMHEHMs K IedopMauuny; Iepesn cBapkoil; oTOOpPTOBKa
B 90°; meraib, KOTOPYIO HEOOXOAUMO CBAPHUTh.
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3.9. Scan the text and fill in the table using the information from the
texts.

Subtype Energy source | Quality
of corner joint or welder of weld

3.10. In pairs discuss the reasons that make corner joints weak?
3.11. Make the text retelling using the table from ex. 3.9.

3.12. Before reading the text below translate the following sentences
paying attention to the infinitives underlined.

1. The parts to be welded are placed together with the outside edge
melted. 2. The method to be applied is fast and reliable, but tends to
make extremely weak joints. 3. The top piece to be placed is thin
enough compared with the bottom piece. 4. This type of welds tends
to make extremely weak joints due to the stress angles to be caused by
a flange. 5. The edges of the plates to be welded by corner joints may
be machined prior to welding. 6. The method to be chosen for welding
the pieces depends upon the material, configuration and other reasons.
7. T-joints occur when the members to be welded come together at right
angles. 8. A root face is a portion of the prepared edge of a part to be
joined by a groove weld. 9. Friction welding is a process to be applied
where a sufficient volume of similar parts is provided because of the
initial expense for equipment and tooling. 10. The new technology is
widely approved because of its effectiveness and the possibility of the
equipment to be adjusted for the new process easily.

3.13. Before reading the text try to recollect what other types of
joints you know.

Other Types of Joints Part 1

Edge Joints

Edge joints are often used when the members to be welded will
not be subjected to great stresses. Edge joints are not recommended
where impact or great stress may occur to one or both of the welded
members. An edge joint occurs when the edges of parallel or nearly
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parallel members meet and are joined by a weld. If required, the joints
can be altered by grinding, cutting or machining the edges into a groove.

The groove can be a square, beveled, V, J, or U. The main purpose
of the groove is to allow proper penetration or depth of fusion. Complete
joint penetration refers to weld metal that extends completely through
the groove and has complete fusion into the base metal.

Lap Joints

Another joint design used a great deal in the welding industry is
the lap joint. In order to weld two overlapping pieces of metal, the lap
joint is used by means of connecting fillet, plug, slot, spot, projection,
or seam welds. A single lap joint is welded from one side; however a
single lap joint welded from two sides has a greater strength. The lap
joint is the most common joint used in welding, since they are most
applicable in welding thin materials.

A lap joint has good mechanical properties, especially when welded
on both sides. The type of weld used on a lap joint is generally a fillet
weld. If a groove weld is called for, it can be applied with a single or
double bevel. The groove weld may or may not be followed with a fillet
weld. The degree of overlap of the members is generally determined by
the thickness of plate. In other words, the thicker the plate, the more
overlap is required.

Fillet Welds

Fillet welds are approximately triangular in cross sectional shape
and are made on members whose surfaces or edges are approximately
90° to each other. Fillet welds can be as strong, or stronger than the base
metal if the weld is the correct size and the proper welding techniques
are used. When discussing the size of fillet welds, weld contour must
first be determined. Contour is the shape of the face of the weld.

There are three types of fillet weld contours: flat, convex, and con-
cave depending upon a cross section profile.

T-Joints

A T-joint occurs when the surfaces of two members come together
at approximately right angles, or 90°, and take the shape of a “T”. On
this particular type of joint, a fillet weld is used. T-joints possess good
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mechanical strength, especially when welded from both sides. They gen-
erally require little or no joint preparation and are easily welded when
the correct parameters are used. The edges of the T-joint may be left
square if only a fillet weld is required. For groove welding they may be
altered by thermal cutting, machining or grinding. (2700)
From Joining Technologies | Newgate International Business Center | (slightly
abridged).

3.14. Vocabulary to the text “Other Types of Joints. Part 1.

Try to memorize the following words and word combinations:

1) an edge joint — cTEIKOBOE COETMHEHUE;

2) grinding ['graindiyy], n — mumdosanue;

3) machining, n — o0paboTka (Ha cTaHKe);

4) a T-joint, tee joint — TaBpOBOE COCTUHCHUE;

5) a fillet weld — cBapHOIi OB YIIIOBOIA;

6) a lap joint — coennHeHNE BHAXJIECTKY;

7) to overlap, v —mepekpsIBaTh, YaCTHYHO ITOKPHIBATH, 3aXOIUThH
OJIMH Ha JIPYyTrou;

8) a fillet, n — kpoMKa, >ke1000K, yTITyOIeHHE;

9) a plug [plag], n —mpoOxka, 3armyIika, BTyJKa;

10) a slot, n — miesnp, mpopesb;

11) a spot, n — HEOONBIIOH yIACTOK, MATHBIIIKO;

12) a projection, n — BBICTYII, BEICTYIIAIOIIAS YacTh;

13) a seam weld — ponuKoOBEIil 110B;

14) to call for, v— TpeboBarb;

15) flat, adj — nnockwi;

16) convex [,kon’vex], adj — BBINYKIIbIIA;

17) concave [koy'ke1v], adj — BOrHYTBII.

3.15. In pairs discuss mechanical properties of each type of joints.
3.16. Make up and practise short situations with the following words
and word combinations:

1) corner joint, four sub types, low energy density welder, high en-
ergy density welder;

2) edge joints, subjected to great stresses, groove, penetration or
depth of fusion;

3) t-joint, right angle, fillet weld, little or no joint preparation;
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4) lap joint, good mechanical properties, single or double bevel,
thickness of the plate;
5) fillet weld, triangular shape, base material, cross section profile.

3.17. Make up questions with the words and word combinations
from the previous exercise, and ask your partner.

3.18. Find in the text the English equivalents for the following
phrases.

BEITh moABepKEHHBIM OOJNBIIUM HAMPSHKEHUSIM; CAEIaTh BO3MOXK-
HBIM HEO0OXOOMMOE IMPOILIABICHUE; IIMPOKO HCIIOIb3YEMBIH; TpedyeTcs
CTBIKOBOM IIIOB; OIHOCTOPOHHUI CKOC KPOMKH; JBOHHOM CKOC KPOMKH;
YeM TOJILIE IUIACTHHA; TeM OoJble TpeOyeTcs HaxXJIeCT; B 3aBUCUMOCTH
OT MPOQWIIS TTOIIEPEYHOTO CEUCHUS; SIEMEHTBI COSIUHSIIOTCS TIOJ TIPH-
OMM3HUTENBFHO NPSMBIM YIIIOM; IproOpeTaroT Gopmy OykBbI T.

3.19. Define key words for each paragraph of the text “Other Types
of Joints. Part 1”.

3.20. Using the key words defined in the previous exercise shortly
describe each type of joints.

3.21. Translate the first paragraph of the following text in written
form without using a dictionary.

3.22. Scan the whole text and find additional information about
T-joints compared to the information from the text above. Work with
a partner.

Other Types of Joints. Part 2
T-joints
Tee joints are used when one part must be joined to the center of
another part forming a T. Like the other types of weld, there are several
ways that this joint can be prepared and welded, each with their own
benefits and disadvantages. Most methods of welding tee joints involve
welding the two joints between the parts, with either a high or low en-
ergy density beam. Like the other weld types, there are fundamental
differences in the processes used with these two types of weld. When a

tee joint is welded with either a high or low energy density system, the
process usually involves first placing and clamping (clamp — ckperuiiTs)
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the parts in the necessary configuration. If necessary, the parts may be
tack welded (tack weld — coenuHsaTh IPUXBATOYHBIM IIBOM) together to
make welding the final joint easer. This can, however, case complica-
tions in the final weld, which will be elaborated (elaborate — TmareasHO
obOpaborars) on later.

In the case of low energy density welding, the joint is made by
making a weld bead on one, or usually both, sides of the vertical plate.
This is usually done with filler wire, and forms a very strong weld,
usually with minimal distortion. However, it is not nearly as strong as
the base metal. In this case, there are relatively few problems associated
with spot welding before the final weld.

There are more options for welding tee joints with high energy den-
sity devices, such as the laser and electron beam. One option is to weld
in a manner similar to that used in low energy density processes, along
the joint. However, rather than simply welding on the surface, the beam
penetrates deep into the piece, making a weld that can be comparable in
strength to the base metal, Unfortunately, this method tends to case more
distortion of the workpiece than low energy density methods. Welding
both sides of the joint can help to correct this distortion, as well as
strengthen the weld.

The second option when welding tee joints with a high energy
density beam is to weld through the top of the “T” and into the per-
pendicular. This can be faster and easer, as it does not require that the
joint be followed exactly, but tends to be far weaker than a weld from
the side. This method also reduces distortion and is particularly well
suited for welding a relatively thick piece to a thin plate, as the beam
easily melts the thin plate that it must weld through but does not heat
the second plate excessively. (2350)

From Joining Technologies | Newgate International Business Center | (slightly
abridged).

3.23. Make up 3-4 questions to the text and ask them your partner.

3.24. Project work. Search Internet study magazine articles. Find the
information about types of joints for composite and other new materials.
Make presentations in PowerPoint.

3.25. Read the following text and translate it using the vocabulary.
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B 3aBUCHMOCTH OT B3aMMHOI'O PacIONOKEHHsI CBapUBAacMbIX JETa-
JIeH pa3nnuvaroT CIeAyIOIINe CBapHbIe COSANHEHUS: CTHIKOBBIE, YIJIOBBIE,
TOpIIEBBIE, BHAXJIECTKY U TaBPOBEIE.

CTBIKOBBIE COEAMHEHHUS SIBIAIOTCS Hambosee paclpoCTPaHEHHBIM
TUTIOM COEIMHEHWH IpU ra3oBoi cBapke. [Ipu cBapke mMeTasuia TOJIIH-
HOH 70 2 MM HPUMEHSIOT COCOUHEHHE BCTBHIK ¢ OTOOPTOBKOM KPOMOK,
BBIMOJIHSAEMOE 03 TPHCAJOYHOTO MeTalja, WM COEJUHEHHE BCTBIK
0e3 pa3fenKyd KpOMOK C IMPUMEHEHHEM IpUCaJ0YHON MpoBoioku. [Ipu
TOJIIIMHE MeTajla 2—5 MM CTHIKOBBIE COCIMHEHHMS BBIOIHSIIOT Oe3 pas-
JEIKA KPOMOK C 3a30pOM MEXJy CBapHBaeMbIMU KOHIIAMU. CBapuBas
METaJUIbl TOJIIMHON Oosee 5 MM, IPUMEHSIOT CTBHIKOBOE COCIUHEHHE
¢ V-o6pa3Hoi uinu X-00pa3Hol pa3ieiaKkoil KpOMOK.

VYIIoBBIE U TOPIEBBIE COSNNHEHHS TAaKXKe YacTO NMPUMEHSIOTCS PU
CBapKe METaJUIOB MAJIOH TONIIMHEL TopLeBble cCOeqUHEHHS O0OBIYHO BbI-
HOJHAITCS 0e3 NMPHCaZoyHOro MeTajla, M IIOB oOpasyercs 3a CueT
pacraBieHHs] KpOMOK OCHOBHOTO MeTaJla.

CoenuHeHNs BHAXJIECTKY M TaBPOBHIE MOXHO IPUMEHSTH MPH CBAp-
Ke JeTayneil Majnoi TommuHEL. [Ipu cBapke neranei TONIIMHONU OOibIne
3—4 MM coeIMHEHHMS 3TOrO TUIIA HEXeJaTeJbHbI, TaK KaKk OHH TPeOyroT
OoJiee MPONOIKUTENBHOIO HarpeBa MeTajia IIpH CBapKe, YTO MPUBOIAUT
K KOpPOOJIEHUIO CBAPHBAEMOTO M3JIEJINS UM 00pa30BaHMIO TPEIIHH.

CaapHble BB IO BUAY pa3ieisaioTcs Ha CTHIKOBBIE U yIIoBbIe. CThI-
KOBOM IIIOB pacIiojlaraercs Mexay KpOMKaMu OCHOBHOro meramia. Co-
€IMHEHNs] BHAXJIECTKY U TaBPOBBIC BBINONHAIOTCSA YIIIOBBIMH IIIBaMHU.
VYII0BOM IIOB HAKJIAABIBAECTCS HAa TOBEPXHOCTh CBAPHBAEMBIX YaCTEH
MeTaJa.

Writing.

3.26. Read the following text and translate it in written form.

A tack weld is a weld made to hold parts of an assembly in proper
alignment temporarily until the final welds are made. Although the sizes
of tack welds are not specified, they are normally between 1/2 inch to
3/4 inch in length, but never more than 1 inch in length. In determining
the size and number of tack welds for a specific job, you should consider
thicknesses of the metals being joined and the complexity of the object
being assembled. Plug and slot welds are welds made through holes
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or slots in one member of a lap joint. These welds are used to join
that member to the surface of another member that has been exposed
through hole. The hole may or may not be completely filled with weld
metal. These types of welds are often used to join face-hardened plates
from the backer soft side, to install liner metals inside tanks, or to fill
up holes in a plate. Resistance welding is a metal fabricating process in
which the fusing temperature is generated at the joint by the resistance
to the flow of an electrical current. This is accomplished by clamping
two or more sheets of metal between copper electrodes and then passing
an electrical current through them. When the metals are heated to a
melting temperature, forging pressure is applied through either a manual
or automatic means to weld the pieces together. Spot and seam welding
are two common types of resistance welding processes. Spot welding
is probably the most commonly used type of resistance welding. The
material to be joined is placed between two electrodes and pressure is
applied. Next, a charge of electricity is sent from one electrode through
the material to the other electrode. Spot welding is especially useful in
fabricating sheet metal parts. Seam welding is like spot welding except
that the spots overlap each other, making a continuous weld seam.

From http://en.wikipedia.org/wiki/Welding# note-27# note-27



Vocabulary

Acceptable, adj — npueMieMbIi
accessibility, # — TOCTYyITHOCTb, YTOOCTBO OCMOTpa M 0OCITY>KHBaHHUS
accommodate, v — IpHCIIOCa0IUBaTh(Cs)
adhering slag — npunmmmumi nak
adjust, v — HacTpauBaTh, peryJanupoBaTh
alter, v — MeHATbCA
alignment, n — pacnojoxeHHe M0 OIHOW JTMHUH, BEIPABHUBAaHHUE
angle, n — yron
bevel angle — yron ckoca KpOMKH
odd stress angle — HCOOBIYHBIN YTOJI HAITPSKCHHUS
included angle — yron pasaenku (pacKpbITHs) KPOMOK
applicable, adj — npuMeHUMBIH, IPUTOTHBIHA
assembly, n — cbopka

Bevelling — ckammBanne KPOMKH, pa3zeiika KPOMOK

Call for, v — TpeboBarhb

cause, v — BBI3bIBaTh, ObITh MPUUUHON

composition, # — CTPyKTypa, COCTaB

concave, adj — BOTHYTHIN

conversely, adv — o6paTHO, IPOTHBOITOJIIOKHO, HA0OOPOT
convex, adj — BBITYKIIBbIA

Cross section — MomepevyHoe ceueHue

current, 7 — SMEKTPHUUECKHIA TOK

curve, v — A3rudarscs

Detrimental, adj — BpenHbIN, aryOHbII

Excessive, adv —ape3MepHBINA, H30BITOTHBIN
in excess of — OombIe, CBBIIIE, CBEPX HOPMBI
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in the neighbourhood of — mpubnmu3uTENEHO
essential, adj — 00s3aTeNbHBIN, HEMPEMCHHBIH
extend, v — pacIupsITbCs, YIATUHITHCS

Fillet, n — kpoMKa, %eJT0O0K, yIIyOJICHHE
finished joint — yrcTOBOM MIOB

fit-up, n — cOopka coemuHEHHS TIO]l CBApKyY
flat, adj — nnockuit

Grinding, n — nmudoBanue
gouging — MOBEPXHOCTHAs pe3Ka, CTPOXKKa
govern, v — yIpaBIsATh, 00yCIIOBINBATh
groove, 7 — MOATOTOBKa (pa3/ielika) KPOMOK ITOJ] CBapKy
groove angle — yroi pa3aenku KpoMoK
groove face — cBapuBaeMasi KPOMKa, TOBEPXHOCTh pa3lelIKu
groove radius — paanyc 3aKpynJICHHS KPOMKH
groove weld — moB ¢ pa3genKoil KpOMOK
Single-V Groove (butt) — V-o6pa3nas pas3nenka (CTHIKOBOTO CO-
e/IMHEHMSI) CO CKOCOM JIByX KPOMOK
Single-U Groove (butt) — V-o0pa3Has pa3menka (CTBIKOBOTO CO-
€/IMHEHUS) C OJIHUM KPUBOJIMHEHHBIM CKOCOM JIBYX KPOMOK
Double-V Groove (butt) — X-o0pa3Has pa3jeska (CTBIKOBOTO CO-
eIMHEeHHs) ¢ ABYMs (CHUMMETPUYHBIMH) CKOCAMH JABYX KpO-
MOK
Double-U Groove (butt) — X-o0pa3Has pa3neika (CTHIKOBOTO CO-
eIMHEHNs) C BYMS KPUBOJIMHEWHBIMH CKOCAaMH JBYX KpO-
MOK

Heat-affected zone — 30Ha TepMHUYECKOTO BIUSTHUS

heat input — BBOA TerIa

Initial, adj — HayanbHBIN, UCXOMHBIH

input, 7 — OABOIUMAst MOILITHOCTh

Joint, n — coeauHeHne
joint penetration — mporiaBiIeHue (MPOBap) COCTUHEHUS
T-joint, tee joint — TaBpOBOE COCAMHCHHE
corner joint — yriioBoe COSIUHEHUE
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flange joint — cBapHOE COEIMHEHNE, BBHITOJHEHHOE TI0 OTOOPTOBKE

edge joint — CTBIKOBOE COCTUHCHUE
lap joint — coeqrHEHNE BHAXIIECTKY

Leverage, n — cuia, ycunue

Machining, n — o6paboTka (Ha cTaHKe)
maintain, v — NOAJCPKUBATh, COXPAHSIThH

Objection, n — Bo3paxkeHUE
overlap, v—IepeKpbIBaTh, YaCTUYHO ITOKPHIBATH, 3aXOIUTh
Ha JIpyrou

Plug, n — mpo0Oka, 3armyika, BTyJIKa

penetrate — MPOHUKATh, MTPOILIABIISTH

permissible, adj — nomycTumpblit

positioning, # — yCTaHOBKa B YIOOHOM JUIsSI CBAPKH IOJIOKECHUHU
preparation joint — IMOATOTOBICHHOE COEIMHEHHUE I10]] CBAPKY
pressure vessel — cocyn BBICOKOTO JTaBIIEHUS, aBTOKJIaB
projection, # — BBICTYII, BRICTYIIAIOMIAs YaCTh

proneness, # — IOABEPKEHHOCTh YeMY-JIM00

Reasonable, adj — 000CHOBaHHBIH

refuse, v — 30. eperiaBIsITh

relatively, adv — OTHOCUTENBHO, CPAaBHUTEIBHO
result in, v —npuBecTH K...

retain, v — ynep>KuBarb, COXpaHITh

right angle — mpstMoii yron

OIVH

root, n — KOpCHb IIB4, BEPIIHMHA PAa3aCIIKU KPOMOK, IIPOCTPAHCTBO MECK-
Ay CBApUBACMBIMH KPOMKaMH B MCCTEC UX HaHOOJIBIIEr0 COMUKCHUS

root face — MOBEPXHOCTh MPHUTYILICHHUS (KPOMKH)
root opening — 3a30p MEXAY CBAPHBAEMBIMH KPOMKaMHU
root penetration — mporuiaBieHue (IIpoBap) KOpHs IIBa

Shift, v —nepensurars(cs)
single pass — OIMHOIPOXOXHBIH
slightly, adv — nemHoro, cierka
slot, n — menb, mpope3b
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spot, n — HeOOBIIOH Y4aCTOK, MATHBIIIKO

square butt groove — noxroToBKa (pasaenka) CTEIKOBOIO COeJMHEHNUS 0e3
CKOCa KPOMOK

stringer bead — BanuMK, HAaIUIABICHHBI 0€3 TONEPEYHBIX KOJeOaHMH
ANEKTPOIA, TOPEITKU

subjected to heavy loads — moaBepraroumiicss OOJIBIINM Harpy3Kam

sufficiently, adv — mocrarouno

support, 7 — CyIIopT; CHaOKeHue

surround, v — OKpy>Karh

Tack — cBapuBaTh IPUXBATOYHBIM IIIBOM

taper, v — CXOIMTh Ha KOHYC, CYXKaThCsI

thermal diffusivity — TerionpoBogHOCTh, KO3(D(GHUIIMEHT TEILIONPOBOI-
HOCTH

tolerate, v — JOITyCKaThb

turn over, v — niepeBopaunBaTh

Value, n — 3HaucHue
voltage, n — anmexTpudeckoe HaMpsHKEHUE

Weld, n — cBapHOii moB
backing weld — mogBapoUYHBIi IOB
circumferential weld — kosbIeBO# (KpyroBoii) mos
fillet weld — cBapHOii 1I0B yIiIOBOM
intermittent weld — npepbrIBUCTHIN TOB
melt through weld — cBapHO#i OB cO CKBO3HBIM IPOILIABICHHEM
multipass weld — MHOTOITPOXOIHBIH 110B
seam weld — ponuKkoBBIi IOB
weld backing — monknanka moj mos
weld bead — HarnaBeHHBIN BaIMK CBApHOTO IIBa
welder, n — cBapo4HBIH arperar
weld reinforcement — ycuieHne msa
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Keys to the Exercises

1.1. 1(d), 2(a), 3(c), 4(b).
1.6. 1(d), 2(b), 3(c), 4(a), 5(b), 6(d), 7(a), 8(b), 9(d), 10(c).

1.8. 1(d), 2(H), 3(i), 4(2), 5(a), 6(c), 7(j), 8(b), 9(c), 10(h).

1.16. 1(e), 2(a), 3(D), 4(g), 5(i), 6(), 7(b), 8(d), 9(k), 10(c), 11(h).
1.17. 1(b), 2(c), 3(a), 4(b), 5(b), 6(d), 7(c), 8(a).

1.25. 1(c), 2(a), 3(g), 4(e), 5(b), 6(d), 7(.

2.2. 1(c), 2(b), 3(d), 4(D), 5(a), 6(2), 7(e).

2.10. 1(d), 2(h), 3(i), 4(e), 5(g), 6(c), 7(b), 8(), 9(f), 10(a).

2.19. 1 (d), 2(H), 3(h), 4(c), 5(a), 6(2), 7(e), 8(b), 9().

3.2. 1(c), (a), 3(d), 4(b).

3.7. 1(e), 2(a), 3(b), 4(d), 5(c).
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