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Figure 1. Indicating “sides” in welded joints.

Note: red lines indicate the 
“joints” in each connection.
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says a sketch of the required weld should 
be shown. Common weld types include:

Complete joint penetration groove 
weld (CJP). The engineer need only spec-
ify “CJP” in the tail of the weld symbol when 
such a weld is required, as shown in Figure 3. 
The contractor can choose whether the weld 
should be a single- or double-sided weld, as 
well as whether a V, bevel, U, or another 
option is appropriate. The detail shown in 
Figure 3 is just one example of the joint 
preparation that is allowed for a CJP.

Partial joint penetration groove 
weld (PJP). The engineer must specify 
the effective throat E and the filler metal 
strength. Based on the welding process 

that will be used and other factors, the con-
tractor can determine the required depth 
of joint preparation S that will achieve the 
required 
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Figure 5. How to clarify a weld for a skewed T joint.
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tions, as they provide enough guidance to select appropriate fillers 
for each joint. 

Skewed perspective
AWS D1.1 states that T joints under 80 degrees or over 100 

d e g r e e s  a r e  c o n s i d e r e d  s k e w e d  T  J o i n t s .  T h e  d e t a i l s  o n  t h e  b o t -
t o m  o f  p a g e  8 - 3 6  o f  t h e  A I S C  M a n u a l  (or Fig 3.11 of AWS D1.1) 
are considered prequalified for T joints. If the engineer sizes the 

w e l d ,  A W S  D 1 . 1  S e c t i o n  2 . 2 . 4  s a y s  t h e  l e g  s i z e  i s  s h o w n  f o r  fi l l e t  
welds for joints between 80 and 100 degrees. For welds in skewed 
T joints under 80 degrees or over 100 degrees, the effective throat 

is shown. AWS D1.1 section 2.4 states, “When the angle between 
the fusion faces is such that the identification of the weld type 

and, hence, proper weld symbol is in question, the detail of the 
d e s i r e d  j o i n t  a n d  w e l d  c o n fi g u r a t i o n  s h a l l  b e  s h o w n  o n  t h e  d r a w -

ing with all necessary dimensions.” Confusion occurs because at 
s o m e  p o i n t  ( a n g l e )  t h e  w e l d  f o r  t h e  s k e w e d  j o i n t  w o u l d  c h a n g e  
from a fillet to groove weld—and what is that angle?  Instead of 

r u n n i n g  t h e  r i s k  o f  b e i n g  u n c l e a r ,  d r a w  a n d  d i m e n s i o n  t h e  j o i n t .  

See Figure 5 for the suggested method of communicating the 
r e q u i r e m e n t s .  I n  t h e  fi g u r e ,  D1, D 2 a n d  D3 r e p r e s e n t  l e g  d i m e n -

s i o n s .Technically PerfectYou’ve looked at all the references and devised the perfect weld symbol to put on your drawings. Now, stop and think about this: Someone has to be able to interpret that symbol in order to create the weld you have in mind.Chances are that if you had to scratch your head to come up with the “perfect” symbol, someone down the line will be scratch- ing their head trying to figure out what all that “perfect” symbol-ism means. And maybe that someone will make an assumption rather than asking for clarification. So, take away this last piece of advice: when in doubt, make a sketch of your intent in the tail of the weld symbol arrow. Pictures are harder to misinterpret. 


