WELDED FROM TWO SIDES WELDED FROM ONE SiDE

oD OF TUBE
CENTERLINE ALIGNMENT OFFSET ALIGNMENT
\ e % }_J? \
2. e
e / L 1/8 1n 13 mm] MAXIMUM DIFFERENGE IN
CONSTANT 1D PREFERRED RADI BEFORE TAPER WELD 1S REQUIRED
{A) (B}
; 25 REBEVEL AFTER
N WELD BUILDUP
(A) TRANSITION BY SLOPING WELD SURFACE
REMOVE REMOVE \

1 AFTER WELDING 1 AFTER WELDING 1 Lz"‘s—

25 25 ’

(C) TRANSITION BY TAPER WELD
/—OD OF TUBE / OD OF TUBE
2.5
REMOVE v :
1 AFTER WELDING % \
1/2 in[12 mmj ——»l i-—— 1‘\\_\
(B) TRANSITION BY SLOPING WELD SURFACE AND CHAMFERING MACHINE. GRIND, OR THERMAM MACHINE BEFORE L"‘z.s
CUT SMOOTH BEFORE WELDING 25 WELDING
(D) TRANSITION BY TAPER BORE (E) TRANSITION BY STRAIGHT AND
CHAMFER CHAMEER OF THICKER TUBE TAPER BORE AT THICKER TUBE

1 BEFORE WELDING 1 BEFORE WELDING Y

2.5 .

2.5
—— CHAMFER
1 |
M BEFORE WELDING CONSTANT ID PHEFERRED/
(C) TRANSITION BY CHAMFERING THICKER PART (F) TRANSITION BY TAPER OD OF THICKER TUBE
Notes:

1. Groove may be of any allowed or qualified type and detail.
2. Transition slopes shown are the maximum allowed,
3. In (B), (D}, and {E) groove may be any allowed or qualified type and detall. Transition slopes shown are maximum allowed.

Figure 2.21—Transition of Thickness of Butt Joints in Parts of Unequal Thickness (Tubular) (see 2.26)
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