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Graphical symbols for use on equipment—
Common symbols for electric welding equipment

1999- 05- 08 &7 1999-09- 01 &4

ERER AR E )R &4



GB/T 16273.3—1999

Rl G

FHREAETTHTHEREN 0NN ERARAS. XLBFF5 IS0 7000:198 & HER LS
— RIN—ERIPFHNF R ERHEA B TRYEB RS OEE . REHT IRRES.

ERER(REAEEFEIRINGEFTH . ZRAGEBHNCHEUT=MRE:

GB/T 16273.1—1996 R&BEARKS FEARKS

GB/T 16273.2—1996 W&EABEERS HNEKEANS

GB/T 16273.3—1999 R&MAEEHAT HRRAEHEAKES

KRN 1999 9 H 1 BREIM.

AGHEHETEGRRECSEESRNBHRFHRE .

rHREMLEEAEFSHFELERBRASAD,

ARREREAN . PEFELSHESLRBHITH LT RENS,

AREFEREA KR AR BIH . EEH.
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BEAEAEFS BHELSHFEABZS GB/T 16273.3—1999

Graphical symbols for use on equipment—

Common symbols for electric welding equipment

1 R

EREBEAETRIEHRBREFT. RERSHDERESHEABERS.
FIREEHTHRRSHRAEBHE HRB EREORERS,

2 SimeE

THREFETMA . BLEFFEPSI AMHRIERENEI ., FHRELRN, IREEY
HEK. FERERSEEIT. EAKXGENE T TEHTAFERN AR TR,
GB/T 2900.22—1985 B THZAARE HBEH
GB/T 3375—1994 BERE
GB/T 5465.2—1996 B S#&ABBRES (dt IEC 417:1994)
GB/T 15565—1995 BEREFE RiF
GB/T 16273.1—1996 ®&HEBHS EHAS Gdt ISO 7000)
GB/T 16802.1—1997 BEEFSH-RNY REARARBRS FIX-BEFIVUER
(eqv ISO 3461-1:1988)

3 R\

EEBEFTEANSARBRSHEXHRELGB/T 1556 MR E, SBBEAFXNAER
GB/T 2900. 2271 GB/T 3375 M#ME .
4 EEFS
HAREEAFERE]L,
5 EH
5.1 BBASHEMNME GB/T 16502.1—1997 55 7 EAMRE .
5.2 MERR1IPHEBFSHTFRMABMKISED.
5.3 RIFUTEEASUANARIARBEFASHAR AR SHHRNBUKE.

5.4 BERETSERIRLERANASHESGB/T162713. 1 BRAER. BRI WARTENS
GB/T 5465. 2 B S .

ERXEREEAREER 1999-05-08 #t £ 1999-09-01 b

1
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#£1 ARREAARXS

L H ok & B & 3 #woom

S
manual metal arc welding electrode holder
J

r FI&RKMAE ISO 7000(0463)
001 F
L

WAL SRR P /LRSS R DY | ISO 7000(0464)

wE
MIG/MAG torch
002
L J
r 9 BEMECEKR P IUE ISO 7000(0465)
TIG torch
[, J
r 5 X% 3 1SO 7000¢0459)
welding
004 o0t
L] L
=)
ER-3 1% 1SO 7000(0460)

manual metal arc welding

T
L
r
005 . j

. .
L .
- A AL M R I /LR B 1 SRR B | 1SO 7000(0461)
"
MIG/MAG welding
006
. .
L J

* PLBTR o O LS R B 578 1SO 7000 o BT 3t B 9 B 4B, FUR B S B F 1SO 7000 gy HIRIAF B . B
TH.
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r l A
L

# 1(8)
F g H kB ®& 5 & * * ]
- 1 BRMEERTPS 1SO 7000(0462)
TIG welding
007
. .
L 4
r 9 L% 983 IS0 7000(0468)
arc spot welding
008 [ 2N B N J
L J
r - AR KR /IB AR SRR Y | 1SO 700000469)
RR
MIG/MAG spot welding
009
[ X X ]
L J
r - BRMESAERIPAD 1SO 7000(0470)
TIG spot welding
010 é
o0oe
L. J
B {2 4 0 O R A PSR R /M A 4R TR | 15O 7000(0829)
BB RS
MIG/MAG spot welding with time control
011
1 B (B e R R MR A UK DR 4 R ISO 7000(0830)
TIG spot welding with time control
012
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% 1(8)
;3 B E & 5 & 23 A Z]
r " Eagvn: 4 ISO 7000(0471)
dip transfer
013 Y
——
[ -
I 9 L3V 4 130 70000472
U spray transfer
014 .':'..
[ |
r S Bt ¥ ISO 7000(0473)
\J pulse transfer
015 [ 4
—>0
[ ]|
- 1 -3 2.3 1SO 7000(0831)
continuous welding
(-
L .
r 9 wigm 1SO 7000(0832)
intermittent welding
S I (G ((G
L J
r - W2 v O AR O 4R 4 ISO 7000(0833)
weld with reduced initial and final current
o | =
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Q.
O

#2100
F 5 B ® &% % 1 # w® L]
r e 3N 180 7000(0492)
ignition
019
L J
r - EM3IA 1S0 7000(0475)
arc ignition by contact
020 '
\\: /
L]
[ .
r A L2 K 1SO 7000(0476)
arc ignition by high frequency
o, 4
021 . / =
. L)
- L
R
[ N
r o [ 3433 13S0 7000(0823)
wire feed drive
022
L J
r 9 g2 7.3 180 7000(0824)
wire feed drive ,continuous
L -J
r A L2118 333 1SO 7000(0825)
wire feed drive,interrupted
024
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r
[

* 18
5 % " i %
- £ ¢ ISO 7000(0467)
submerged arc welding
025
r 1 B CRm RN 1SO 7000(0466)
hopper (powder , flux)
e w
L J
- 9 WE R IS0 70000474
purging of air(by gas)
027 J [
[
r 1 RENE ISO 7000¢0451)
welding torch carrier
028 /
L o
r A . ISO 7000(0452)
gas supply
029
L <
r Q 33 Xid ISO 7000(0453)
workpiece connection
030
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# 18
L - H E K 5 F w " i)
C - SFETRHRE IS0 7000(0477)
plasmatorch
031 &
L i
- - FHTHR IS0 7000(0478)
plasma welding
032
4
——
L ]
r 1 HHTUH 1SO 7000(0479)
plasma cutting
033
— V —
L J
r FHTOUR ISO 7000(0480)
plasma gas
034
L
r 1 BHFRPSNM ISO 7000(0481)
U plasma shielding gas
035 L$ Jz J
[ J
r - BESHTREAR ISO 7000(0482)
— plasmatorch connection to electrode
036
L J




GB/T 16273.3—1999

# 18
L B B & B & .3 ® L3}
r - RS TIRERSE ISO 7000€0483)
+ plasmatorch connection to nozzle (positive
supply)
037
L J
r 1 E: 108 1SO 7000(0826)
pilot arc
038
L J
r 1 %¥BN 18O 7000(0827)
transferred arc
039
L /\ J
r - ERBU ISO 70000828
Non-transferred arc
040
[ v 4
r ) E3:3::1-4 1SO 70000493
1\ coordinate tracing
041 < —>
L \L .
r 1 L 3:C:¥: 3 I1SO 7000(0821)
¢ peak voltage
042
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* 18
F 5 B B & % % # # 7]
r A FR® ISO 7000(0454)
drooping voltage characteristic
043
L 4
r - Rk a3 IS0 7000(0455)
substantially level voltage characteristic
p—
044
L -
r - B EF ISO 7000¢0458)
current slope in
045 '
t ;1
[ J
r 1 BT ISO 7000(0822)
current slope out
t
L J
r - AT o B R AR 1SO 7000(0834)
LJ i resistance spot welding,double stroke
"
047 ‘?
[ _J
r 1 ROR BB 1SO 7000(0835)
spot welding,single spot welding
o E
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18
F = B ¥ &K % % #* i B
r A AR EERR I1SO 7000(0836)
spot welding ;repeat spot welding
L J
r 9 LELE R 2 ISO 7000€0837)
° seam welding with interrupted current
L
050 [ ]
L J
- 1 b2 2 P NE-T L L e 1S0 7000(0838)
Q continuous seam welding; continuous-cur-
rent seam welding
051 S ——
L J
r 1 W6 H) 1SO 76000839
squeeze time
" '
[ -
r 9 R 8l L B B ISO 7000(0840)
weld current time
053 ‘
L _l
r B # et 1SO 7000(0841)
hold time
054 '

10
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#1(8
F 5 B E & % & .3 # L}
r A LB R 1SO 7000(0842)
off time
" ‘
L J
r A EAcr L8 LB IS0 7000(0857)
cycle without welding current
e NP
[ J
r 9 LECE- LXK B 1SO 7000(0858)
cycle with welding current
os7 é
L -
r - FREER 15O 7000(0843)
l clamping without welding
058
L J
r 1 BNE S BEM IS0 7000(0844)
approach with minimum force
8
059
L J
r A EEEN A& ISO 7000(0845)
welding with constant force
060 ’ \
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x 180
F 5 ® # 8 % 23 B B
r 1 AEEHRE ISO 7000(0846)
welding with force variation
oot /—\—r\
L J
r 9 2YRELR 1SO 7000(0847)
full-wave welding current
062
[ 3
r - Rk 13 180 7000(0848)
half-cycle welding current
008 .‘
L J
r - Lk 1SO 7000(0849)
phase shift
064
[ 4
r - Bk eI IS0 7000(0850)
number of thermal pulses
065 I l l I
L 4
r B ® e [E 1SO 7000(0851)
cool time
066
L |

12
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£ 1(%)
r 8 ® K B % * #® B
r - 3 3 IS0 7000(0852)
/\/ cycle with increasing current “up slope”
067 ]
L J
r 9 BREN ISO 7000(0853)
/_\/ cycle with decreasing current “down slope”
068
L J
r q E 2 Lofut 1] 1SO 7000(0854)
control of “up slope” time
069
L .
r . 2907 5] 18O 7000(0855)
control of “down slope” time
070
[ J P

13
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fox & 3l

MY AR EE Y e oo rereretsrrenesineineinienies 063
B AR A P e oo v ereersrnsnnsanieniicnnens 035
-3 & 27 - SRIPIRRCVRTEROPRION « 032
eeee 031
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%x x & 3l

Approach with minimum force «ssssseesseserstasimirmmmmmanrittieeiireressreerniesmnerssesesaesassessssnnes e 059
Arc ignition by CONtact «rseersrrssseriueciiiiiiiiiiiienn i sst st tneces serara e easssseensicsannsnans 020

Arc ignition by high frequency -s+essssssetstssturennernsis triserestnssrstersresetnears erness e sneassaness (2]
008

Arec spot welding -+

Clamping without Welding L R T R R Py T R PO P PR O PP YR PPRYPTPPRSTIN 1.1
Continuous seam welding ;continuous-current seam welding ssseeessesriosrssnannain R R L R L ¢ Y §
Continuous welding R R R R L T e P D R 1 |
Control of “down slope” TIIME  *svssssrrsrenmntsiistiniiaistitciiiinaicttiitnscesnrrnnsssstisarasesesasssssasass (70

Control of “up slope” time -+

OOl HIIe  +svveeresesnusnrerreertarsssssansenenssseasssstoessanseessssrsassessans
Coordinate tracing D P T P P PP TN
Current slope in  sessssssssentanntms ittt st e s se e esstas e dhsseese s eee ee saestnsne senasnonsosnses (45

Current slope OLLE 4%¢ e veeer e oot et as et e it et ae srs srtebe st sbtaaa et aaiatiorsaetsesaasrnatasanssanantrsnnsenseess (46

067

Cycle with welding CUTTEIIL *oesesrse 000 sovoeasocarsansossocecarnsosassenssosenasstssennnnnne srrassesecesctaansiane 057

Cycle with decreasing current “down slope”

Cycle with increasing current “up slope” «--

Cycle without welding current seeeee L L R T T LT R T P PP PP PP P TP PYTPPPROPP PP TTPISRI PR Y- 1]
Dip transfer eccecessrecent ittt st i see s ettt ettt sa b b sse sas s sru s sre sen e 013
seesever 043
062

Gas supply  ssssssesesssscossrnmnnennes [N T 029

Drooping voltage characteristic =+« seessreesoeanns

Full-wave welding current <eeeee-

Half-cycle welding cUTrent sscssssesrsssessstucssstensessaeisnnenseessesnsossasanessesannee anans
Hold time «++vesrerseeess [, e sererr e are b e sessan s aesannaes

Hopper (powder ,flux) ses+sseesseeseessaseruenessaranies

Ignition +e-eees

Intermittent welding  seersesssevssessessrsessssresssanens .
Manual metal arc welding e+++esssesessesesesessessarsrsrnssrsssesssanssve snssssrsseses RN

Manual metal arc welding electrode holder seecessecsrsrmrmrimiciiiciornecaccassnrnerssanenes

MIG/MAG SOt Welding  +eseeeresssserssssssesssssonerenensssenssssenens sosans soresesrssnssssssnes

MIG/MAG spot welding with time control sse«ss L LT P B |
MIG/MAG torch «seseessssessessssonssnsersncenes
MIG/MAG welding +oretsessurersteesntussstnonseetnenesenticssassnsanecarsnssnssnesssssnsss snsasesssensssosrnsorsns 006

INON-1ransferred Arc socsseeereee s e e stiiittiionnecsortoosseronssatsssntossssssresessosrosssssssassssssnsssserssns 040

Number of thermal pulses ------e- [T P T T R YT T P sesestivseansonienanaes OG5

OFf time »rrsvseesveearsttestrrinttnnrsrattrstecaretnssiacsssecrerresssossrsoscacss
Peak Voltage -

Phase shift  eo- e s euseseesravisenettasi et rhbern et aransceerrsannnne

Pilot arc esseee DT Y T T T T T PO

PlaSIa CULLing +esersesessess seasernsssassstesans snssssnassronsssnssans
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035

Plasma welding s>+ ssssesereserrrsenatiatetrmniioi e iiasnnnisiesnsate s sressssss s s sss s ssssse e ees 032

Plasma gas  «w-ecsseseresenserensasossasnstasarnnasronses sarsessonasnns

Plasma shielding gas

Plasmatorch ssesrecenssicrianicriciantsnscssananas LR R T TR R T R T T T P PP P PP P PP PP PP PP PP PP . 031
Plasmatorch connection to electrode »+»eeessrstserrsansesssesnnarsrsicsssincesssssrsssssnssssicssnssssesssssreass 036
037
015

Plasmatorch connection to nozzle(positive supply)

Pulse transfer ceesrecsesssrmscesiitessscicsinrsrssacancnene
Purging of air(by gas) ssseeerseveres cessriienens

Resistance spot welding ;double stroke

Seam welding with interrupted current -+
Spot welding ,single spot welding «+ssssesrevesereressertinsirnutemisittiin s cities trnses rossat e e sassobsneaes 048
Spot welding,repeat spot welding eeretuain e s traatictesestaaussee et raseersettasntirstrssatassrararorsrasases ()40
014
« 052
025

Substantially level vo]tage characteristic sssessesrrrrererrtarsrrncnsansssrrnnes sesserrrnairriseserrsasesinnoness (044

Spray transfer ceerrreersatiiicniiiiiiisiietiiiiiticiiitenieiieinen

Squeeze time +**

Submerged arc welding seesrreeeeecoens

TIG spot welding «++
TIG spot welding: with time control -
TIG torch «eseeeseecessesssasasacsns
TIG welding B L R Ry D R T R PP P PO PP PP TR T T P PP PE PP PY T PPN 1 1o V4
039
053

Transferred arc ccesssevsetssnrertrrtcesssststorscissrsterristsstvstssrsanrssssensensarssses

Weld current time -
Weld with reduced initial and final current sses-eseessssces
Welding «--+ererreeerees reekens e snrreues et arsersae e asa saebes saae e sk abevor arb ke sesvbe et ennbesensnsbessrenes (04
028
- 060
- 061

Wire feed drive sererrreecsceratianeeiiiiiumtiiieitniitinisacinstsirnnsciocesrassasssssscanrsssssssrsnsasessessnsssnaes ()22

Welding torch carrier cssseessserssascesiscnsnnans

Welding with constant force

Welding with force variation se+ssseesssssessseersasss

Wire feed Arive ,CONtINUOUS ==+ rwrevesssssasrrarserstsssnsnsasesrsssessssnsssesenssesssnsssnnsenssesresersssnnnsrenss 023

Wire feed drive,interrupted 024

WOTKDIECE CONMMECTION ++r+esvserasasssrsarsessensansasssseranasssrssresssonssseses ssssonsnssassns srsarssnes



