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AFRAEFZIR GB/T 1. 1—2009 45 H A2 B,

AHRiE B E R 2 R A .

KARAERC LA . HIMRL AT AR B0 AR A A W R B A PR A w1 b dL A
BHERA . FrEgE T ARA R HUR Tk G IR 55 B IS o0 L RASE
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IREAREFE-VIE

1 SEE

AFRERLE T ORI H FIARHEARTE 2R 8 SO RS A B
AKRHEE P T BT B SR AT MARAE S HThRdE . IURERAE, Al brk LRI S R B #
PR SR T 55

2 RBREX

2.1
#ATE| thermal cutting

AR EAIE Gk da, SR Bt . SB@ERIn TA R, IFA e <k Gt
TURER ISR R EI I EI T2, A AR, SR rilurEl. BotiFs.

2.2
S-REE; SRUE; |REN  oxyfuel gas cutting; oxygen cutting; gas cutting

A BRAE ST HIABE S B I E A DRI AR VIR T2, 2 TRk R) .

S I AR BERE A DB A Sy Fs IR 2 49K 5 W ) vl D7) e UL 3 e (B4R A
IR R ESEESL DR, R TN TAAT R R R A DI T2, WAL,

WS L TAkES AR, IETRIAIRARRSRL Cn, dRahaE) AT RS

%ﬂl‘% LN ¥
& Wk
b LT N
[T -
5
|
/ T
e AEE |||
F1 S5VEILZREE
2.2.1
T ANIE  preheat flame
REIFFE AR ENEFE T T PRI 22T & 8 A R 2R S KA
2.2.2
TG preheat oxygen
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SEDT AR AR A AR KO B O e

2.2.3
PIEIE  cutting oxygen

ST E A FLIE T H I B — 8 I AR, AEIE R R DR S @, HEBRIE, R
5%
2.2.4

S-15F)E] metal powder cutting

FEVIEI AT P IS0 ok sRILE A H, A TR RPN IEE A I SEEL SBT3
Wik, AEINE,

2.2.5
SFUIE] oxygen lancing; oxygen lance cutting

A FHFEANE OB N SN TAEAT ORI i, s T R AR Ui & DIEDT a6, K
AbFH KAGTREAN IR A, ARG — o B, IR ol NSO, AN S A Rbe, IRk
B AR R 4 S B DD R R T34

2.3
EFEBFIIZE]  plasma arc cutting (PAC)

FIHEE IR GE LI & B EHA L (FYRA) , HE B & RSB Il sh 2 HE R A e 8 Lo
BN S A B vk o SRS INEAE — R FH 85 Bl A A ik K VA B TR v E1 B M o X g v m] B) 1
ZW. AW, DA, BEEOEE.

ST IIR ) TAE SRR R S TN R A, ORISRV, [FIIE BEHE B 1 4% H (0 T fih 4
J&. TAESMA: &S S5 AR JA TR KEA U IHMRA S
2.3.1

SEEFIMINE|] oxygen plasma arc cutting

U F A TAR AR S B TR T2

2.4
BFEHIE]  laser cutting (LC)

A FBOC ARSI T A, AR AP RRR AR 1 B EGA R AL, IR B 50t
SR [ ik ) v T R BRI R B, AT SE B AR I o AT 2 A O D% . WO LI HOLHE
(RAZIEAIE S

2.4.1
B EWIE] oxygen assisted laser cutting

FEROC I E TGP R B A S IR AR TR A B U S kB, A6 A S0 B Y
J7ik.
2.5

Ik EHRIE] water jet cutting
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vy T KT /S FLAR T A D v T L TR B i /K SR M) P fRr A S AT R 8l e P e £ FH 2 AR
PIEITE. XK “KI” .

2.5.1
ik BHmIZE] pure water jet cutting

DIFIRLRE b YD O AR R SHR IR T E .

2.5.2
ERKGRYIE] abrasive water jet cutting

PIFLAE SPAEAK A BT I AR SRR 0 R HEAT DT B R K SRR DI E T2,

2.6
YIEITZE cutting process

2.6.1
PIEIEE  cutting thickness

BEAT VIEI T Z RO AR EBE . AEREAT S 0RO, Ui & FEAR VI E IR R 0 i) AR ROERES .
PIFIERERT300mm. 7N/ 55T 1000mmFR N KR FEVIFE],  DIFIEFE KT 1000mmbR v iHE K & EE VI

2.6.2
TIEIERE  cutting speed

IR hEE S AR R AR R S B, RS R

2.6.3
BN backfire

KIETEIT WERIABERE A B R o B KA BEE R e, MR AL KM P BE AR K ] HE A

2.6.4
¥FLEEN sustained backfire

B KILSAEME NG, K@ BEMAGEHE NIE AR BUR & 5 55 o S 2[Rl KPR E A I B[]
RIS 7 ML 7

2.6.5 [E)% flashback
JIGBENE N BAEE, FE AT REVE REHE NSRS RV s (i, JE2s . SRS HIBL%.
[T REE SRR . PR AR SO K S BRI SR, KIETTE EUE
e INAAETSEENECH LK B 1B

2.6.6
WOR; B gas backflow

A B AL T 0 B S B 2 AR AR S R S B IR
TR — AL ) 1 3% T A

2.7 tE|TH cutting tools
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2.7.1
ZILE  cutting blowpipe

PR Z Y, P PO SRR, B HI DI A B DLEAT SR a B BT 2T Gt
FME L S EAEE. HUHEESE,

2.7.2

M5 nozzle

YIEIR, FT PG E &R 28R, KR HAh S ARGHRZE D) E) ) 7w 5 H A R A w3
BERIRERAE . BIME 2 B mg . S5 R . PR 4%,
2.7.3

WIERS pressure regulator
gas regulator K & e R AMCE SRR T4 & .

2.7. 4
BN ([E1%e) BrIESE flashback arrestor

AFEL P HUBRES A SR8 S JOE PR R 1 e, RN af LA A BUE 2 %
Efe. BKBEIES — R TR SIREAE . SR8, Bk KA R et NSRS R S

2.7.5
EFETFIEIE  plasma arc cutting torch

R A B TR 5 LR LT VIR T

2.8
1% % cutting equipment

2.8.1
BEETPIEIH  NC cutting machine

BT R B LR S B AL — AL DI 546 o )RR R AL H7 PR B B0 1 A8
BUTHR AL IUE IR P AT D)%

BEEOIRIHLAT LB R M OIEI B, s SOOI GJEYIED « SOkl BoehiEl, K
SHAOIEIRE . BT DAL T T2, WnsfL-UrE— AL

FAMRIEIN X ST, A BE LIl T8 IEINL. SRS D TR B D) 5t
A St AEEA . k1T REEAS. WrEE2. 3.
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E3 RIREHMTE

2.8.2
X BEIEIHL  semiautomatic cutting machine

FIF Sk s/ NESE TR, Jerpb)E TR, KRS & e 3T DIE I B ML D& f i
IIREEN TERAEBOE, #00 U B e i

EHIVIFNFEER: PNELVFEWNL. BEHRUIFNL FIEL. BRI, F BRI TE
TENASTIHE . wE4. 5.
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El4 NEXTE

E5 {HRAIEIN

2.8.3
FITHMEITE manual cutting tools

ANLFRIHTRIFEEK TR @45 FLEEE, FLERTHES. WE6.

T

Elo FIEIE
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2.9
IEIFRE  cutting quality

2.9.1
t1EI%%  cutting line

Q72T S e O O T T i e ) A R el R S 2

2.9.2
YIE|ME  cutting surface

AYTEE, AR YIRT7 ) b F P AR i .

2.9.3
E)48; Y10 kerf

IDVEIERE, SR DIBRATE T 2.

2.9.4
|48 F4%  kerf shoulder

FEVIRIWT b, FISEAE T HIE — KL o0

2.9.5
F)4EEE  kerf width

I VDRI B A DB HAE R 4 B IBRES . 72 EEIRLITELL T, SR RS L)Z T W I# i
IR .

2.9.6

F¥HEE  drag

brkms, AR KRS, WUIEDT R B R m R R, 2. 214 1.
2.9.7

YIZIEFEE planeness of cutting surface

H I P A D) T e v R R AL e, 32 D0 A7 5 R0 BT A A 2 S e e, S D) o
fetr e —, W75,

Q
24\ ] % />
90° AR 90° AR #HER
FEEHEYEMR FEIm

E7 BIEFEE
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2.9.8
Z4L cutting profile

IR RE T, BRI ERA RS, AR AR )R L 8T i S0

2.9.9
SEEIGURE mean height of the profile

FENTOIFNT7 81, T L0 57 60 D703 T B X 1) P e vy A 4 v P AL 5 e (R ALk R E B2 AN B SR
e, RUIRIRESRIRZ .

2.9.10
O notch

FE I THL R B XA B B8 B RS S AARAS R A i o A28 20 B D350 T 7= A i, S D o
sz —.

2.9.11

+&  adhering slag
KIGTIFIN O) R G MRV N SRS BRIS R, FRILME Y v .

2.9.12
L5 dross

I DIE] CnsEE Il oIE] WOLUIED B, SR IR K F R, B i 2 IE T UIE
T T 2RI B ROk, FRILPEY N -

2.9.13
YIE|IEBRE quality of cutting surface

DI R V)R P 1 B FISGRE A AR 8] (R i/ NAERL = S50 E

2.9.14
LZIEWE  melting degree of shoulder

DIRIERE U O LG mRE e, A2 H12E LSRRG W RrRor, LS.
<, 5 <

Els EZIEHE

2.9.15
ST2YIE]  full cutting

FERA KL B SE I %



2.9.16
HFiTHIE]  interrupted cutting

DIRIEREE AP, AR R RSB DRI LR .

2.9.17
MEMX  heat affected zone

3 LT3 1 %) DR DR AR i A A R A Bk e e A AR A X I

2.9.18
SLE oxidation layer

FEVIF T L 8 AL =
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