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Butt welds Fillet welds Fipe welds
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Types of joints

'f'.:" J‘J
Types of welds

Single

Square

Bevel
groove

My
T

=
%

% Types of joints: Jlasl 7 b ¢l 5!
> Butt: .«
> T o
> Corner: gl as 8
> Lap: e s S
> Edge: 4l

< Types of welds: : » ¢/
> Fillet: &,
Square: (ssb ssbel osm)08 5 e
Bevel Groove: _ils o &
V Groove: st» & L
J Groove: glaY o &b

U Groove: slaY &
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Ql,.\ﬂ uﬂ‘p o Gladlasa)
Leg:hiss (3l
Throat: 258 leg &
Convexity: s size
Concavity: =i actual « >
throat

effective
throat

S

\-\_‘_\—\_
e

theoretical

effective &
actual throats

=

X

-

theoretical
throat
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Table 1: Selected elementary symbols

el saal 3 Jsaz 53 b a0l L LI adsl e

Table 2: Combined symbols

Designation

llustration

No.

Designation

Illustration

Square butt weld

Single-V butt weld

Single=hevel

butt weld

Single-V butt weld
with broad

root face

Single-bevel butt
weld with broad
root face

Single-U butt weld
(parallel or sloping
sides)

Steep-flanked
single-V butt weld

Backing run

Spot weld

Fillet weld

7
sho

0]
AN

Double-V butt weld

Double-bevel
butt weld

Double-V butt weld
with broad root face

Double-bevel butt
weld with broad
root face

Double-U butt welid

Single-\/ butt weld
and backing run

Double fillet weld

X
K
A
Y
P
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DESIRED WELD TOP VIEW
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G = <

(filletjoint ) @) 4& 8¢ 5w (g alaid) adle (@
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DESIRED WELD SECTION OR END VIEW

&s built

174 x 3/8)/7

Sumbol Az built
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arrow line

reference line (continuous ling)
reference line (dashed ling)
welding symbol

Joint

N

Qu‘_;”ﬂ.ufo)ulubéﬁgo&@&wma@@mg&zbgawﬁ|SO.>J|JJL;..“|J.>

254 o pll Slles anks

st Ko sl sl 51
k o 13 s3ll,s AWS,, 1SO
il o (Fillet) g m 5 ol as S
o e el AWS s lislad s

z 5 [\250 a 5 [+250 Bl 4 (G sz & s ) St

o les Z beéf.)d@b)hz‘u:y

L | z=ay 2 (I I1ISO 5l s &SI s S5d o0 033
250 = WELD LENGTH

3l gl a u;bﬁ@y&}gm

s6ab5 250
QT,;U)&.::J?@»)L:I:,&@
a plaite (5 stz IS 05105
N

DEEP PENETRATION WELD

DIMENSIONING FILLET WELDS
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Shape of weld surface
a) Flat (usually finished flush)

b) Convex

c) Concave

d) Toes should be blended
smoothly

Ju
e) Permanent backing strip used v
FR1

f) Removable backing strip used
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