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Fig. 2 The Welding Conditions for the Worker
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Fig. 1 Block diagram of the Decision of the Welding Condition for the Worker
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a) Flat Position b) Vertical Position ¢) Horizontal Position d) Over Head Position

Fig. 2 The symbol of Welding Position (1)

Sy
a) Flat Position b) Vertical Position ¢) Horizontal Position d) Over Head Position

Fig. 3 The symbol of Welding Position (2)

c) Fillet type

Fig. 4 The symbol of Welding Groove
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1.6 H 1 16-17 105-110 11-13
3.2 \Y 1 17-18 130-135 5-8
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