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1 Modification to Annex B 

Replace the last two pages of Table B.1 with the following ones (as the contents in the far right column are not 
entirely displayed in the English language version issued in 2007): 

" 
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It is possible to depart from
 this w

eld preparation, if special w
elding processes (for exam

ple m
echanized w

elding processes) are used and the required throat thickness is proved by a w
ork specim

en. 
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 Alum
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 and alum

inium
 alloys. 

b 
 M

 or M
R

 (see EN
 22553). 

c 
 Before w

elding the sealing run the root shall be grooved out. 
d 

 For H
V w

eld w
ithout a sealing run there shall be steps by design, production and testing for a safe root fusion (test specim

ens). 
e 

 The sealing run serves to prevent gap corrosion. 
f  

 Force transm
ission from

 t1  to t2  and t3 ; the thicknesses t2  and t3  and the joint root opening b shall be additionally considered at the calculation.  
g  

 Force transm
ission from

 t2  to t3 . 
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