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Table 10.1
Significance of Last Digit of SMAW ldentification
Classification Current Arc Penetration Covering and Slag Iron Powder

F3 EXX10 deep Digging Deep Cellulose~sodium 0-10%
F3 EXXX1 ac and dcep Digging Deep Cellulose-potassium 0

F2 EXXX2 ac and dcen Medium Medium Rutile-sodium 0-10%
F2 EXXX3 ac and de Light Light Rutile~potassium 0-10%
F2 EXXX4 ac and dc Light Light Rutile~iron powder 25-40%
F4 EXXX5 deep Medium Medium Low hydrogen-sodium 0

F4 EXXX6 ac or deep Medium Medium Low hydrogen—potassium 0

F4 EXXX7 ac or deep Medium Medium Low hydrogen-iron powder 25-40%
F1 EXX20 ac or dc Medium Medium Iron oxide-sodium 0

F1 EXX24 ac or de Light Light Rutile-iron powder 50%
F1 EXX27 ac or dec Medium Medium Iron oxide—iron powder 50%
Fl EXX28 ac or deep Medium Medium Low hydrogen—iron powder 50%

! DNV I ailo .3

SAW -

FLUX
HOPPER
CONTROL POWER

SYSTEM SOURCE
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-
4— TORCH
WORKPIECE —#&—— Mol o FLUX

Figure 10.21—Submerged Arc Welding Equipment
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Figure 7.19—Shielded Metal Arc Welding
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GTAW Gas Tungsten Arc Welding

GMAW Gas Metal Arc Welding
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FIMISH SYMBOL GROOVE ANGLE; INCLUDED AMGLE
CONTOUR SYMBOL \ OF COUNTERSINK FOR FLUG WELDS
' \i y ROGT OPENING DEPTH OF FILLING
GROCVE WELD SIZE e

SPECIFICATION SYMBOL
PROCESS —,
OR OTHER
REFERENCE T

A LEMGTH OF WELD
DEPTH QF BEVEL; SIZE OR PITCH {CENTER-TO-CENTER
STREMGTH FOR CERTAIN WELDS H SPACING) OF WELDS
—l FIELO WELD

WELD-ALL-
ARQLIND
SYMBOL

TalL OMITTED
'WHEN REFEREMCE
IS KOT USED

'—Aut.
BOTH D
ARROW § OTHER

N REFEREMCE
A / LINE
WELD S¥YMBOL ( ) ARROW CDNNECT-II%G
NUMBER OF SPOT, SEAM, REFERENCE LINE
STUD, PLUG, SLOT, OR ARROW SI0E MEMEER
PROJECTION WELDS OF JOINT OR ARROW
SIDE OF JOINT

ELEMENTS IN THIS
AREA REMAIN AS SHOWN
WHEN TAIL AND ARROW

ARE REVERSED
OTHER SIDE OTHER SIDE
ARROW SIDE ARROW SIDE
ARROW SIDE OTHER SIDE ARROW SIDE
OTHER SIDE OTHER SIDE

/" ARROW SIDE
;' ARBOW SIDE
QOTHER SIDE f
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114 (3/8)
(A) WELD CROSS SECTION SYMBOL

1/4 (38)

1/4 (3/8)

ar

SYMBOL

1/4 (3/8)

NOTE OVERLAP OF 1/8 7 (308)
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WELD CROSS SECTION SyBEoL
(A) SIZE OF SINGLE FILLETWELD

112 102
112 /2
152

T

WELD CROSS SECTION SYMBOL
(B) SIZE OF EQUAL DOUBLE-FILLET WELDS
1/4 a0
1/4 a8 ::
L) ¥
WELD CROSS SECTION SYMECL
(C) SIZE OF UNEQUAL DOUBLE-FILLET WELDS
b . o
14 3 i rl.:zEr-ﬁ.E F? g 1/4 = 1/2 o MEMBERA
_+_ ) o~ MEMBER B

WELD CROSS SECTION SY¥YMBOL

(D) SIZE OF UNEQUAL LEG FILLET WELD
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SYMBOL

{A) LENGTH AND PITCH OF INTERMITTENT WELDS
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(B) LENGTH AND PITCH OF CHAIN INTERMITTENT WELDS
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Figure 6.15—Applications of Weld-All-Around Symbol

S.A Engineering

Consulting & Inspection Services

bl i

il

SYMBOL

SYMBOL

b

Oy

SYMBEOL

97NN 9 TNy



