BRITISH STANDARD

Specification for

Carbon steel pipes and
tubes with specified
room temperature
properties for pressure
purposes

Copyright British Standards Institution This

heei made
and Inspection,” Hinistry of Economic Affairg

E 0. C under license from BSI

‘UDC 621.643.2-988-034.14

BS 3601:1987

copy has

. by the Bureau of Standards, Metrology

L Taiwan,

NO COPYING WITHOUT BSI PERMISSION EXCEPT AS PERMITTED BY COPYRIGHT LAW

e
i




Licensed Copy: Chao-jen Wei, The Bureau of Standards, Metrology and Inspection, Wed Oct 17 00:31 :06 GMT+00:00 2007, Uncontrolled Copy, (c) BSI

BS 3601:1987

Committees responsible for this
British Standard

The preparation of this British Standard was entrusted by the Iron and Steel
Standards Committee (ISM/-) to Technical Committes ISM/73, upon which the
following bodies were represented:

Associated Offices Technical Committee
BEAMA Ltd. (Power (Generation Association)
British Compressed Air Society '

British Gas plc

-British Shipbuilders
British Steel Industry

Electricity Supply Industry in England and Wales
Engineering Equipment and Materials Users’ Association
High Pressure Pipework Consultative Committee

Lloyd’s Register of Shipping

Process Plant Association

Seamless Steel Tube Association

Water-tube Boilermakers’ Association

Welding Institute :

Codpted members

The following bodies were also represented in the drafting of the standard,
through subcommittees and panels:

‘British Fluid Power Association

This British Standard, having
been prepared under the direction
of the Iron and Steel Standards
Committee, was published under
the authority of the Board of BSI
and comes into effect on

28 August 1987

© BSI 12-1998

First published November 1962
First revision June 1974 :
Second revision

The following BSI references
relate to the work on this
standard:

Committee reference ISM/73
Draft for comment 85/43524 DC

ISBN 0 580 16031 9

British Forging Industry Association
British Industrial Truck Association
British Welded Steel Tube Association
Confederation of British Industry
Energy Industries Council

Coopted member

Copyright British Standards Institution. This copy has
been made by the Bureau of Standards,- Metrology
and Inspection, Ministry of Economic Affairs, Ta1wa11,

R O.C under 1 icense from BSI .

Amendments issued since publication

Amd. No. Date of issue | Comments




Licensed Copy: Chao-jen Wei, The Bureau of Standards, Metrology and Inspection, Wed Oct 17 00:31:06 GMT+00:00 2007, Uncentrolied Copy, (c) BSI

Copyripht Briti

bee

BS 3601:1987

§ copy has
Metr (¢) ] ogy
rs, Iaiwan

7
Economic Aff;

Icense frog BST

sh Standardg
the Bureay
Hinistry of

on,
i

.’H&de by
ac tmder

andg | nspecti

E

77

Contents

Page
Inside front cover

Committees responsible
i

Foreword

~ tightness

1  Scope 1

2  Information to be supplied by the purchaser and 0pt1ons
to be documented

Designation

Manufacture of the steel

Manufacture of the product

Chemical analysis

Final supply conditions

Mechanical properties

Visual inspection and appearance

10 Tolerances

11  Tests

12 Number, selection and preparation of samples and test pieces
13  Test methods

14 Retests

15  Test certificate

16 Protective coating

17 Marking

Appendix A Designation of steel tubes in BS 3601:1987 and the nearest
equivalent designations in BS 3601:1974 and ISO 2604-2, [SO 2604-3

and IS0 2604-6 _
Appendix B Dimensional limits of tubes in relation to the method
of manufacture’

Appendix C Eddy current testing of tubes for verification of leak

W0~ DU R W
000 0o -1 33 U0 N

[P
i - O O

12

12

12

Table 1 — Method of manufacture of tube, reference and steel
grades applicable

Table 2 — Chemical composition and mechanical properties at
room temperature

Table 3 — Permitted deviations of the product analysis from the
specified ladle analysis

Table 4 — Tube manufacturing process and ﬁnal supply conditions
Table 5 — Number of tubes per batch

Table 6 — Flattening test constant C

Table 7 — Designation of steel tubes in BS 3601:1987 and the
nearest equivalent designations in BS 3601:1974 and ISO 2604-2, ISO 2604-3

‘o oo ot

and ISO 2604-6 12

Table 8 — Dimensional limits of tubes in relatmn to the method .

of manufacture ) 12

Table 9 — Drill diameter sizes for method A 13
13

Table 10 — Notch dimensions for method B
Publications referred to

Inside back cover

© BSI 12-1998




Licensed Copy: Chao-jen Wei, The Bureau of Standards, Metrology and _Inspection, Wed Oct 17 00:31:06 GMT+00:00 2007, Uncontrolled Capy, {c) BSI

BS 3601:1987

Foreword

This British Standard has been prepared under the direction of the Iron and Steel
Standards Committee and supersedes BS 3601:1974 which is withdrawn.

The main technical differences between this edition and the previous edition are
that changes have been made to the chemical analysis and the mechanical
properties to take into account current steelmaking practice.

The specified minimum tensile strength for steel 410 has been increased

to 430 N/mm? and the designation has been changed to 430 accordingly. The
designations of the other steels remain unchanged from the previous edition.
Changes have been made to the thickness tolerance (excluding weld
reinforcement) of submerged arc welded tubes and the length tolerance for cut
lengths above 6 m long. : _

The assessment of the flattening test for welded tubes has been brought into
alignment with that for seamless tubes and flattening test constants are specified
for welded tubes.

The designation of steel tubes in this specification and their nearest equivalent
designations in ISO 2604-2, ISO 2604-3 and ISO 2604-6 are shown in appendix A
for information purposes. :

This standard is aligned, as far as possible, with the corresponding requirements
and test procedures agreed for incorporation in draft ISO standards.

The steels covered by this standard are generally regarded as heing weldable.
However, care should be taken and welding should be in accordance with the .
appropriate British Standard for welding, e.g. BS 2633. :

This standard is one of a series specifying requirements for steel pipes and tubes
for pressure purposes. Other standards in the series are as follows.

BS 3602, Specification for steel pipes and tubes for pressure purposes: carbon and
carbon mangaenese steel with specified elevated temperature properties;

BS 3602-1:Seamliess, eleciric resistance welded and induction welded tubes;
BS 3602-2: Submerged arc welded tubes.

BS 3603, Specification for steel pipes and tubes for pressure purposes. carbon and
alloy steel with specified low temperature properties.

BS 3604, Specification for steel pipes and tubes for pressure purposes: ferritic
alloy steel with specified elevated temperature properties.

BS 3605, Specification for seainless and welded austenitic stainless steel pipes .

".and tubes for pressure purposes.

Purchasers ordering to this British Standard are advised to specify in their -
purchasing contract that the supplier operates a quality system in compliance
with BS 5750-2 to assure themselves that products claimed to comply with
BS 3601 consistently achieve the required level of quality.

It is outside the scope of this standard to specify formal qualifications for
personnel engaged in testing but it is emphasized that the operation of all
equipment should be supervised by competent, trained personnel.
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For the purpose of this standard, no difference is intended in the meaning
between “pipe” and “tube” though idiomatic use prefers sometimes the one and .

sometimes the other.

A British Standard does not purport to include all the necessary provisions of a
contract. Users of British Standards are responsible for their correct application.

Compliance with a British Standard does not of itself confer immunity

" from legal obligations.

E 0O C under license frog BSi

Summary of pages : ) : .

This document comprises a front cover, an inside front cover, pages 1toiv,
pages 1 to 14, an inside back cover and a back cover.

This standard has been updated (see copyright date) and may have had
amendments incorporated. This will be indicated in the amendment table on the
inside front caver.
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-1 Scope

This British Standard specifies requirements for

* plain end, welded and seamless carbon steel tubes

suitable for general pressure purposes. Tubes
manufactured in accordance with this standard
have specified room temperature properties
{(see note 1).

In addition to the definitive requirementé, this
standard requires the items detailed in 2.1 to be

documented. It also requires options selected by the

purchaser from those detailed in 2.2 to be
documented. For compliance with this standard
both the definitive requirements and the
documented items have to be satisfied.
NOTE 1 Catbon steel tubes with specified elevated
temperature properties or for special manipulation such as close
bending or other special applications are covered by the
requirements of BS 3602-1 and BS 3602-2.
NOTE 2 The range of diameters and thicknesses appropriate to
this standard is given in appendix B. However, it may be
convenient to select from the discrete sizes given in the following
British Standards:
a) BS 3600:1976, Table 1; ,
b) BS 1600-2 (completely interchangeable with ANSI B36.10
and ANSI B36.19); , .
¢) B 3600:1976, Table 4 (for use with compression couplings);
d) BS 1387:1985, Tables 1, 2and 3
(for buttwelded tubes).

Tubes to diameters and thicknesses not covered by the above
standards including tubes made to internal diameter
requirements are also available.

NOTE 8 The titles of the publications referred to in this
standard are listed on the inside back cover.

2 Information to be sup];ﬂied by the
purchaser and options to be -
documented

2.1 Information to be supplied by the
purchaser

The following information shall be supplied by the

purchaser and fully documented:

a) the number of this British Standard,

ie. BS 3601, the method of manufacture of the
product and the grade of steel, as expressed by
the appropriate designation in clause 3,

e.g. BS 3601:ERW 430;

b) the tube outside diameter and thickness;
¢} the tube length, if exact (see 2.2 i) and 10.4);"
d) the quantity in metres or number of lengths.

2.2 Options to be documented

A number of options are permitted by this standard
as listed below and where the purchaser identifies
the option it shall be fully documented. Both the
definitive requirements specified throughout the
standard and the following documented items shall
be satisfied before a claim of compliance with the
standard can be made and verified. In the event that
the purchaser does not indicate his requirements at
the time of enquiry or order the manufacturer shall -
select the options.
a) Whether the steelmaking process used has to
be reported [see 4.2 and clause 15 1)].
b} The type of seam weld, longitudinal or spiral
for submerged arc welded tube [see clause 5 d)].
¢} Whether weld repairs on the body of
submerged arc welded tubes are not permitted
[see clause 5 d)]. ‘
d) Whether a product analysis is required
[see 6.2 and clause 15 2)]. :
e) Whether selected chemical elements additional
to those specified are to be reported
[see 6.3 and clause 15 3)].
) The final supply condition of electric resistance
welded, submerged arc welded and seamless
tubes (see clause 7).
£} Whether the height of the internal weld bead
requires to be reduced [see 10.2 b)]. :
h) Whether the tube tolerances are required to
suit compression couplings (see 10.3).
i) Whether lengths other than random lengths
are required (see 10.4).
j) Whether random lengths down to 1.8 m are
acceptable (see 10.4). _
k) Whether the method of leak tightness test tobe
carried out on tubes up to and including 180 mm
outside diameter is the hydraulic test or the eddy
current test [see 12.8 and clause 15 5)].
1) Whether the hydraulic test, if specified, is to be
carried out at a pressure in excess of 70 bar Y and
the pressure required [see 13.3 b) and clause 15
5)1. |
m) Whether the tubes are to be supplied uncoated
or with the manufacturer’s normal mill coating
(see clause 16). ]
n) Whether marking réquirements to BS 5383
. are required (see 17.1 and 17.4).

Copyright British Standards Institution This copy has
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3 Designation

The tubes shall be designated by the number of this
British Standard, i.e. BS 3601 and, from Table 1, by
one of the references which indicates the method of
manufacture (see clause 5) and the grade of stesl
(see Table 2), '

Tubes intended for compression couplings (see 10.3)
shall have the letters CC added to the designation.
Example. BS 3601: ERW 430 denotes electric
resistance welded (including induction welded) tube
made from steel grade 430.

NOTE The designations for tubes in this standard and their
nearest equivalent designations is ISQ 2604-2, ISO 2604-3 and
180 2604-6 are listed in appendix A for information.

4 Manufacture of the steel

4.1 General

The steelmaking process within the provisions
of 4.2 and the deoxidation practice within the
provisions of 4.3 shall be at the option of the
manufacturer.
Table 1 — Method of manufacture of tube,
reference and steel grades applicable

Method of manufaciure | Reference Steel grades
- of tube applicable

Buttwelded BW 320 — —
Electric resistance | ERW 320 360 430
including induction

welded

Seamless- 8 — 360 430
Submerged arc SAW —  — 430
welded ’

4.2 Steelmaking process

The steel shall be produced by an electric or one of -

the basic oxygen processes. If he so requires [see 2.2
a)], the purchaser shall be informed of the
steelmaking process used.

4.3 Deoxidation

Steel grade 360 for seamless tubes and steel

grade 430 for all methods of manufacture shall be
either semi-killed or fully-killed. Steel grades 320
and 360 for welded tubes shall be either semi-killed,
fully-killed or rimmed. :

5 Manufacture of the product

The tubes (see note 1) shall be manufactured by one
of the following processes.

a) Buttwelded tubes. The tubes shall be
manufactured from hot or cold flat rolled strip,
with a longitudinal seam and furnace buttwelded
by a continuous process. The tubes shall be hot
finished (see note 2).

The finished tubes shall not include welds used
for joining lengths of the hot or cold, flat rolled
strip prior to tube forming.

- b} Electric resistance welded tubes (see note 3).

The tubes shall be manufactured from hot or cold
flat rolled strip, longitudinally welded
continuously by the passage of an electric current
across the abutting edges or along the edges prior
to the closure under welding pressure without the
addition of filler metal. If rimmed steel strip is
used the strip shall be rolled in single widths and
not slit longitudinally except to trim the edges.
The tubes shall be as welded, hot finished or cold
finished (see note 2). The finished tubes shall not
include welds used for joining lengths of the hot |
or cold, flat rolled strip prior to tube forming.

Ultrasonic or other suitable non-destructive
testing method shall be used for the continuous
examination of the weld area (see note 4).

c) Seamless tubes. The tubes shall be
manufactured by a seamless process and shall be
hot finished or cold finished (see note 2}.

d) Submerged arc welded tubes. The tubes shall
be manufactured from plate, sheet or strip with’
either a single or double longitudinal seam or a
spiral seam and welded across the abutting edges
by an automatic submerged arc welding process
using at least two runs, one of which shall be on
the inside of the tubes (see note 5). The tubes
shall be as welded, hot finished or cold finished
(see note 2).

Repairs to the weld seam shall be permitted.
Unless otherwise specified by the purchaser
[see 2.2 b) and c)] the manufacturer shall have
the option oft ,
* 1) undertaking weld repairs on the body of the
finished tubes; :
2) supplying the tubes with either a
longitudinal or spiral seam.

Copvright British Standards Institution. This copy has
been made by the Bureau of Standards, Metrology
and Inspection, Ministry of Economic Affairs, Taiwan,
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Ultrasonic or other suitable non-destructive testing
method of the weld area shall be undertaken on at

- least 10 % of each diameter and thickness"

manufactured (see note 4).

NOTE 1 The range of dimensions in which the tubes are
available is dependent upon the method of manufacture. The
thicknesses available are also dependent upon the diameter. The
dimensional limits generally applicable to this standard are
shown in appendix B.

NOTE 2 The terms “as welded”, “hot fintshed” and “cold
finished” apply to the condition of the tubes before heat
treatment, if required, in accordance with clause 7.

NOTE 3 Electric resistance welded tubes cover those produced
by both high and low frequency techniques using either direct
contact or induction.

NOTE 4 Ultrasonic or other suitable non-destructive testing
method is used for the purpose of quality control during
manufacture by a method and at a place chosen by the

- manufacturer.

NOTE 5 By agreement with the purchaser, submerged arc
welded tubes with thicknesses less than 6.3 mm or diameters less
than 323.9 mm may be welded in one run and automatic gas
shieided arc welding may be used.

6 Chemical analysis

6.1 Ladle analysis

The steel shall show on ladle analysis the
composition given in Table 2 appropriate to the steel
grade specified. '

6.2 Product analysis

If a product analysis for acceptance purposes is
required by the purchaser this shall be stated in the
enquiry or order [see 2.2 d)].

When an analysis on the product is carried out, the
permitted deviations given in Table 3 shall apply to
the specified ladle analysis in Table 2.

The number of samples to be taken shall be one per
cast. The samples shall be taken either from the test
pieces used for the verification of the mechanical
properties or from the whole thickness of the tube at
the same location as for the mechanical test
samples.

In cases of dispute the methods for chemical
analysis shall be in accordance with British
Standard Handbook No. 19 or BS 6200-3 as
appropriate.

6.3 Reporting of additional elements

If required by the purchaser [see 2.2 e)], the content
of elements, selected by the purchaser, in addition to
those specified in Table 2 shall be reported.

. NOTE The purchaser may require, for example, to know the

content of elements relating to weldability.

Copyright British Standards Tnstitution. This copy has
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Table 3 — Permitted deviations of the product
analysis from the specified ladle analysis

Table 4 — Tube manufacturing process and
final supply conditions

7 Final supply conditions

The final supply condition applicable to each
manufacturing process shall be as given in Table 4.
Unless otherwise specified by the purchaser on the
order [see 2.2 )] the manufacturer shall have the
option of supplying tube in any of the applicable
supply conditions given in Table 4.

Element Upper Limit of | Permitied deviations? Manufacturing Final supply conditions
’ range in which from the specified process
the specified limits Buttwelded (BW) [Hot finished
Eﬁféfﬂ?fyﬁ’i’; Greater less : Not heat treated
falls than [than Electric resistance | As welded
maximum | minimum :
welded (ERW) in Not heat treated
Up to and % % . <1937 )
including % ¢ > smesd_ P . Tm Weld zone normalized?
outside diameter T,
Carbon 0.25 0.03 — - N?rmahzded
. ot finishe
Silicon 0.50 0.05 —
: Not heat treated
Manganese |[2.0 0.10 0.10 Cold Bntshed
Phosphorus |0.050 0.005 — Normalized®
Sulphur 0.050 0.005 — ‘ Sub-critically annealed®
2 These values apply only to fully-Killed and semi-killed steels. Electric reSISta_nce As welded )
‘The deviations apply either above the specified maximum or “{eld@d (ERW) in ' Weld zone normalized?®
below the specified minimum but both deviations shall not be | | sizes > 193.7 mm Cold finished
applied to different samples from the same cast. outside diameter Normalized®

Sub-critically annealed®

Submerged arc

welded (SAW)
< 35 mm thick

As welded
Not heat treated

Hot finished
Not heat treated

Cold finished
Not heat treated
Normalized®
Stress relieved?

Submerged arc

welded (SAW)
> 35 mm thick

Hot finished
Not heat treated

As welded
Stress relievedd
Normalizedt

Seamless (S)

Hot finished
Not heat treated
Normalized®
Sub-critically annealed®

Cold finished
Normalized®
Sub-critically annealed®

2 Weld zone normalizing carried out in the temperature

range 880 °C to 980 °C.

b Normalizing carried out in the temperature range 880 °C

to 940 °C.

©Sub-critical annealing carried out in the temperature

range 660 °C to 720 °C.

d Stress relieving carried out in the temperature

range 590 °C to 650 *C.
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8 Mechanical properties

8.1 General

The specified mechanical properties shall apply only
to tubes in the final supply condition in which they
have been tested by the manufacturer.

NOTE The mechanical properties may be affected by
subsequent heating or reheat treatments. Purchasers who intend
to heat or reheat treat any of the steels are advised to discuss the
application and proposed heating or reheat treatment with the
supplier.-

8.2 Tensile properties

The tensile properties at room temperaturez) to be
obtained on test pieces selected, prepared and tested
in accordance with clauses 12 and 13 shall be as
given in Table 2

8.3 Flattening test properties

NQTE The flattening test is not normally applied to buttwelded
or submerged arc welded tubes.

8.3.1 When a flattening test is carried out on test
pisces selected, prepared and tested in accordance
with clauses 12 and 13 the results shall be as
follows.

a) Electric resistance welded including induction
welded fubes. At the first stage, which is a test for
ductility of the weld, no opening of the weld shall
take place until the distance between the platens,
H, is less than the value calculated using the
constant specified for the weld (see Table 6). At
the second stage, which is a test for ductility
other than at the weld, the metal shall show no
cracks or flaws except as permitted in 8.3.2 until
the distance between the platens, H, is less than
the value calculated using the constant specified
for the material (zee Table 6).

b) Seamless tubes. The ring shall withstand being
flattened without showing cracks or flaws in the
metal except as specified in 8.8.2 until the
distance between the platens, H, is less than the
value calculated using the constant specified for
the material (see Table 6).

8.3.2 Test pieces are normally tested without
preparation of the cut edges and in this condition
cracks originating at the edges of the test piece
which are less than 6 mm long and which do not
penetrate through the wall shall be deemed not to
affect compliance with this standard.

2 1In cases of dispute, room temperature is to be taken as 205 oC,

8.4 Bend test properties

" NOTE The bend test is not applied to electric resistance welded

including induction welded tubes.

When the bend test is carried out on test pieces
selected, prepared and tested in accordance with
clauses 12 and 13 the results shall be as follows.

a) Buttwelded tubes. The test piece shall not
develop any cracks and the weld shall not open
during the bending operation.

b) Seamless tubes. The test piece shall not show
any crack or flaw except as specified in 8.3.2.

¢) Submerged arc welded tubes. In the case of a
test on the tube material not containing the weld,
the test piece shall not show any crack or flaw
except as specified in 8.3.2.

In the case of the tests on the weld, the test pieces
shall not show any cracks or flaws except as
permitted in 8.8.2 in the weld metal, fusion line,
heat affected zone or parent metal. The opening out
of a slight défect due to incomplete root penetration

- or lack of fusion shall not be considered cause for

rejection, provided that the defect has sound metal
at the back and on each side of it, In borderline cases
further tests shall be made on test pieces from the
same weld adjacent to the original fest piece.

9 Visual inspection and appearance

9.1 The tubes shall be clean and free from such
defects as can be established by visual mspectmn in
accordance with this standard.

9.2 Tt shall be permitted to dress by grinding or
machining surface marks and imperfections such as
scabs, seams, tears, laps, slivers or gouges provided
that the thickness of the tube after dressing does not
fall below the nominal thickness by more than the
tolerance specified in this standard.

9.3 All dressed areas shall blend smoothly into the
contour of the tube. '
9.4 For tubes which have a thickness to

diameter (a/D) ratio equal to or less than 0.03,
isolated dents shall not be cause for rejection
provided that they do not exceed a depth greater
than 10 % of the tube diameter or 6§ mm whichever
is smaller, measured as a gap between the lowest
point of the dent and a prolongation of the original
contour of the tube. The length of the dent in any
direction shall not exceed one half the tube
diameter.

dards [nsti fution. Thi

Lopyright British Stan o

heen made by the Bureat of Stan
and Inspection, Ministry of Economi

R 0. C under Jicense from BSi

© BSI 12-1998

is copy has
Hetrology
c Affairs, Taiwen,



Licensed Copy: Chao-jen Wei, The Bureau of Standards, Metrology and Inspection, Wed Oct 17 00:31:06 GMT+00:00 2007, Uncentrolled Copy, {(c) BSI

Copw"zghf BrJi'zsh Stand’am’s Institution. This copy has

BS 3601:1987

[ v} [ vy -_.-J u.lJu pr v i eTa T u;. upr.u ucu (L3, .!(EL.L u;ug_y

and Inspection, Ministry of Fconomic Affairs, Taiwan,

E 0 C under license from BSI

9.5 The tubes shall not deviate from straightness by
more than 1 in 600 at the centre of the tube length.
9.6 The ends shall be cut nominally square with the
axis of the tube and shall be free from excessive
burrs.

10 Tolerances

10.1 General
The maximum tolerances on the dimensions of the
tubes shall be as specified in 10.2 and 10.4 or, if
specified by the purchaser on his order [see 2.2 h)];
as specified in 10.3 and 1.4, _
10.2 Outside diameter, thickness and size of
weld bead or reinforcement
The tolerances on outside diameter shall include
ovality except for submerged arc welded tube
[see item d)]. The tolerance on thickness shall
include eccentricity.
The tolerances on the outside diameter and
thickness of tubes shall be as given in 2} to d) for the
appropriate method of manufacture.
a) Buttwelded (BW). The specified limits on
outside diameter and the tolerances on thickness
and mass shall be as specified in BS 1387.
b) Electric resistance welded including induction
welded (ERW)

QOutside diameter:
up to and including  + 1 % with a minimum

168.3 mm tolerance of = 0.50 mm
over 168.3 mm +0.75 % '
Thickness: +10%

. The thickness tolerance shall not apply to the
weld area. The external weld upset (“flash”) shall
be removed completely, i.e. flush with the
outside surface of the tube. The maximum height
of the weld upset on the internal surface of the
tube shall not exceed 1.5 mm. If specified by the
purchaser on the order [see 2.2 g)j the weld

upset on the internal surface of the tube shall be -

reduced throughout the length of the tube so that
its maximum height does not exceed 0.5 mm.
The depth of any groove resulting from trimming
of the internal surface of the weld shall not
exceed 10 % of the tube thickness or 0.5 mm,
whichever is the less.

NOTE 1 Cloger tolerances on the outside diameter and
thickness can be obtained by a cold finishing process.

c) Seamless (S)

+ 1 % with a minimum
tolerance of = 0.50 mm

Outside diameter:

Thickness as a percentage
of outside diameter:

up to and including 3 %=+ 15 %

over 3 % +£12.56 %

NOTE 2 Closer tolerances on the outside diameter and
thickness can be obtained by a cold finishing process.

d) Submerged arc welded (SAW). The outside
diameter of the body of the tube as measured by
taping the circumference shall not deviate from
the specified diameter by more than £ 0.75 %

or = 10 mm, whichever is the less.

Ovality shall not exceed + 1 % of the specified
diameter for tubes having diameter to thickness
ratios not exceeding 100.

NOTE 2 Where the diameter to thickness ratio exceeds 100
the tolerance on ovality is not specified and should be agreed
between the manufacturer and the purchaser.

Thickness (excluding weld

reinforcement): £ 7.5 %

Neither the inside nor the outside weld
reinforcement shall exceed the following values.

Thickness Maximum height of
weld reinforcement

Up to and including

12.5 mm 3 mm

Over 12.5 mm . 4.5 mm

10.8 Tubes for use with compression couplings

If specified by the purchaser on his order [see 2.2 h)]
tubes shall be supplied to the following tolerances
suitable for use with compression couplings.

Outside diameter:

up to and including 30 mm #0.10 mm
over 30 mm up to and +0.15 mm
including 38 mm
over 38 mm up to and + 0.20 mm
including 50 mm

Thickness: = 10%

10.4 Length

Unless otherwise specified by the purchaser
[see 2.2 1)] tubes shall be supplied as random
lengths.

NOTE The actual range of the random lengths may be the
subject of agreement between the purchaser and the
manufacturer.
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For orders of over 150 m of any one size in random
lengths it shall be permissible, unless otherwise
specified by the purchaser [see 2.2 j)], to supply
short random lengths down to 1.8 m provided that

- the number of such lengths does not exceed 7 % of

the total number of lengths for sizes up to and
including 114.3 mm outside diameter and 5 % for all
other sizes.

Where the length is specified as “exact length” or
“cut length”, the permissible deviation shall

be + 6, — ¢ mm for lengths up to and including 6 m.
For every 3 m increase in length above 6 m, the plus
tolerance shall be increased by 1.5 mm with a
maximum of 12.0 mm.

11 Tests

The tubes shall be subjected to the following tests:
a) visual inspection (see clause 9 and 12.2);
b) leak tightness test (see 12.3 and 13.4);
¢) tensile test (see clause 8, 12.1 and 13.1);

d) flattening test or bend test (see clause 8, 12.1
and 13.2).

12 Number, selection and preparatlon
of samples and test pieces

12.1 Mechanical tests

12.1.1 Tensile and flattening or bend tests shall be
carried out on test pieces cut from samples taken
from one length of tube from each batch or part
thereof, A batch shall consist of the number of tubes
specified in Table 5 of the same diameter, same .
thickness and same cast, manufactured using the
same processing conditions.

The samples shall be taken at random from each
batch. If the number of samples specified in this
clause, when applied to a particular order,
necessitates a number of tubes that includes a
fraction, the fraction shall be treated as unity.

Table 5 — Number of tubes per batch

Outside diameter Number of baich

mm
Up to and including 114.3

Over 114.3 up to and
including 323.9

Over 323.9

400 tubes as made

200 tubes as made
100 tubes as made

12.1.2 The test sample shall be cut from a tube in
the final condition of supply.

12.1.3 From the test sample from each tube selected
for testing, one test piece shall be prepared for each
of the mechanicgl tests specified in clause 11.

12.1.4 For the tensile test, the dimensions of the test
piece shall comply with the appropriate
requirements of BS 18.

For welded tubes the tensile test piece shall not
include the weld unless the tube is tested in full
section.

NOTE For the tensile test, the test piece may be taken either
longitudinally or transversely from the tube at the option of the
manufacturer.

12.1.5 For the flattening test, a ring not less

than 40 mm inlength shall be taken from one end of

each selected tube.

12.1.6 For the bend test on buttwelded tubes the
test piece shall consist of a length of full section tube
cut from one end of each selected tube. The length of
the test piece shall be selected by the manufacturer
to suit the equipment on which the bend test is
carried out.

12.1.7 For the bend test on seamless tubes, the test
piece shall be cut circumferentially from one end of
each selected tube. The test piece shall not be less
than 40 mm wide. The length of the test piece shall
be selected by the manufacturer to suit the
equipment on which the bend test is carried out.

NOTE Where the tube is over 20 mm thick the test piece may

be machined to provide a rectangular cross
section, 40 mm wide ¥ 20 mm thick and the edges rounded fo a

radius of 1.5 mm.

'12.1.8 For the bend test on submerged arc welded

tubes, test pieces shall be prepared as follows.

a) For a bend test on the tube material not
containing the weld, the test piece, not less

than 40 mm wide, shall be cut transversely from
the plate or strip prior to forming the tube or,
alternatively, circumferentially from one end of
each selected tube after forming, at the
manufacturer’s option. The length of the test
piece shall be selected by the manufacturer to
suit the equipment used for the test.

NOTE 1 Where the tube, plate or strip is over 20 mm thick
the test piece may be machined to provide a rectangular cross
section 40 mm X 20 mm thick and the edges rounded to 2
radius of 1.5 mm.

b) For a bend test on the weld, two test pieces
shall be prepared, one for a face bend test and one
for a root bend test. Both test pieces shall be not
less than 40 mm wide and cut eircumferentially
from one end of each selected tube so that the
weld is in the middle of the test piece and 90° to
the longer sides. The weld reinforcement shall be
removed from both faces. The length of the test
pieces shall be selected by the manufacturer to
suit the equipment used for the test.

NOTE 2 The test pieces may be flattened before testing.
12.2 Visual inspection
Every tube shall be inspected visually (see clause 9).
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12.3 Leak tightness

All tubes shall be subjected to a leak tightness test.
This shall be by an hydraulic test in accordance
with 13.3 for all tube sizes above 180 mm outside
diameter. For sizes 180 mm and below, this shall be
either by an hydraulic test in accordance with 13.3
or by an eddy current test in accordance with 13.4,
at the discretion of the manufacturer unless
otherwise specified by the purchaser [see 2.2 k).
NOTE 1 Both the hydraulic test and the eddy current test may
leave a short Iength at each end of the tube incompletely tested.
If requested at the time of the enquiry and order, the length
affected should be determined by the manufacturer and reported
to the purchaser. Further, if requested at the time of the enguiry
and order, the manufacturer should either cut off the untested
lengths or test them by an agreed alternative procedure.

NOTE 2 The hydraulic test is capable of detecting defects ofa
size and disposition permitting the test fluid to leak through the
tube wall. It may not detect through-wall defects that are tight or
defects extending an appreciable depth into the tube wall without
complete penetration, The test specified in 13.3 should not be
regarded as a test of strength since the maximum pressure
specified will develop only limited stress in the wall of tubes
having low diameter to thickness ratio.

18 Test methods

13.1 Tensile test

The tensile test shall be carried out in accordance
with BS 18.

The tensile strength Ry, the yield strength B, and
the elongation A shall be determined. For the yield
strength, either the upper yield stress Rqpyor

the 0.5 % proof stress (total elongation) Ry 5 shall
be determined.

The elongation shall be reported with reference to a

gauge length of L, = 5.65 VS,, where S, is the
original cross-sectional area of the gauge length. If

. other gauge lengths are used, the corresponding

percentage elongation on 5.65VS, shall be obtained
by reference to BS 3894-1.

In cases of dispute, a gauge length of 5.656 N’SO shall
be used.

13.2 Flattening or bend test
13.2.1 General. At the option of the manufacturer,
and dependent upon the dimensions of the tube and

method of manufacture, either a flattening test or a
bend test shall be carried out. N

Copyright British Standards
been made by the Bureair

13.2.2 Flattening test

NOTE The flattening test is not normally applied to buttwelded
tubes.

The test piece shall be flattened at room
temperatureg) between parallel, flat platens until
the distance between the platens H, {in mm),
measured under load, is not greater than the value
given by the following equation:

g=1t0a
C+E
D
where

a is the specified thickness of the tube (in mm};

D is the specified outside diameter of the tube
(in mm);
C is the flattening test constant (see Table 6},

Table 6 — Flattening test constant C

Steel Flattening test constant C
grade Weld Material
320 0.029 0.10
360 0.026 0.09
430 0.023 0.08

For electric resistance welded, including induction
welded, tubes the weld shall be positioned at 90° to
the direction of flattening and the test on the ring
shall be carried out in two stages. At the first stage,
which is a test for ductility of the weld, the distance
between the platens, H, is calculated using the
constant specified for the weld (see Table 6). At the
second stage, which is a test for ductility other than
at the weld, the distance between the platens, H, is
calculated using the constant specified for the
material (see Table 6).

For seamless tubes the ring shall be flattened until
the distance between the platens, H, is the value -
calculated using the constant specified for the
material (see Table 6).
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13.2.3 Bend test

NOTE The bend test is not normally applied to electric
resistance including induction welded tubes.

18.2.8.1 For buttwelded tubes the test piece shall be
bent at room temperature? along its longitudinal
axis through 180° around a grooved former. The
former shall have a radius measured to the bottom
of the groove of six times the original outside
diameter of the tube. The test piece shall be bent

with the weld located at 90° to the plane of bending.

138.2.8.2 For seamless tubes the test piece shall be
bent at rcom temperature4) in the direction of the
original curvature through an angle of 180° around
a bar of the diameter specified in Table 2.

13.2.3.3 For submerged arc welded tubes a bend test
shall be carried out on the tube material not
containing the weld and one face and one root bend
test shall be carried out on the weld.

In the case of the test on the tube material not
containing the weld, when the test piece is from the
formed tube it shall be bent in the direction of the
original curvature, at room temperature4) through
an angle of 180° around a bar of the diameter
specified in Table 2.

In the case of the tests on the weld, the test pieces
shall be bent at room temperature® through an
angle of 180° around a bar of the diameter specified
in Table 2.

13.3 Hydraulic test
For tubes which are hydraulically tested, the
hydraulic test pressure, P (in bar) shall be: -
a) for buttwelded tubes; 50 bar;
b) for electric resistance welded, seamless and
submerged arc welded tubes the hydraulic test
pressure shall be calculated from the following
equation:
20 Sa
p = &l oa
D
where .

D is the specified outside diameter of the
tube (in mm);

o is the specified thickness of the tube
{in mm);

S is astress (in Nfmm? ) which shall be
taken as 80 % of the specified minimum
vield strength appropriate to thickness at
room temperature.

4 In cases of dispute, room temperature is to be taken as 20 £ 5 °C.

51 Nfmm? = 1 MPa.

The test shall be carried out at the pressure P or
at 70 bar, whichever is lower but when 70 bar is
lower than P, the purchaser has the option

[see 2.2 )] to specify that the test shall be carried
out at a pressure higher than 70 bar but not greater
than the value P determined from the equation
above.

For all tubes the test pressure shall be maintained
sufficiently long for proof and inspection. Any tube
failing to withstand the hydraulic pressure test
shall be deemed not to comply with the
requirements of this standard.

13.4 Eddy current testing
Eddy current testing for verification of leak

tightness and the assessment of the results shall be
carried cut in accordance with appendix C.

14 Retests

Should a tube selected for testing fail in any of the
tests specified in 18.1 or 18.2, the batch of tubes
that it represents shall be deemed not to comply
with the requirements of this standard unless it has
been retested successfully in accordance with either
a) or b) as follows:
a) two further tests of the same kind as produced
failure are made from the same batch, and both
these further tests prove satisfactory;
b) if either of the further tests required by a)
proves unsatisfactory, the tubes represented are
suitably heat treated and samples are selected
and tested in accordance with all the tests
specified in 18.1 and 13.2 and all these tests are
satisfactory. _ :
Any tube which has failed in tests shall be deemed
not to comply with the requirements of this
standard, unless it has itself been retested
successfully in accordance with a) or b).

15 Test certificate
A manufacturer’s test certificate shall be supplied
giving the following information:

a) the grade designation (see clause 8);

b) the ladle analysis for elements specified
in Table 2;

c) the mechanical test results;

d) the purchaser’s order number or other
appropriate mark [see 17.2 c)].
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The certificate shall also give the following
information where appropriate for options selected
by the purchaser (see 2.2):

1) the steelmaking process used (see 4.2);
2) the product analysis (see 6.2);

3) the content of selected elements in addition to
those specified in Table 2 (see 6.3);

4) the final heat treatment carried out by the
manufacturer (see clause 7);

5) the method of verification of leak tightness,
either by eddy current or hydraulic tests and, in
the latter case, the pressure applied (see 12.3).

16 Protective coating

The tubes shall be supplied either uncoated or with
the manufacturer’s normal mill coating at the
option of the purchaser [see 2.2 m)].

NOTE If the purchaser requires additional measures for
protection during delivery then this should be the subject of
agreement hetween the purchaser and the manufacturer.

17 Marking

17.1 Before despatch from the manufacturer’s
works, the tubes shall be marked in accordance
with 17.2 or, if specified by the purchager on his
order [see 2.2 n)], in accordance with 17.4.

17.2 Each tube shall be legibly marked at one end

commencing not more than 300 mm from the end by
stencilling or other indelible marking.

The marking shall consist of the following in the

sequence indicated:
a) the manufacturer's name or identification
mark;

b) the designationﬁ} as given in clause 3,
e.g. BS 3601:ERW 430;

¢} the purchaser’s crder number or other
appropriate mark to identify it with the fest
certificate.

Alternatively, for tubes that are bundled, the
information given in a), b) and c) shall be either
stamped on one or more metal or other durable tags,
or printed on banding clips or straps, which shall be
securely attached to each bundle.

Not more than one steel grade shall be included in
any one bundle.

NOTE If traceability of cast identity is required thie should be
the subject of an agreement between the manufacturer and the
purchaser at the time of the enquiry and order.

17.3 The quality of the paint or ink applied shall be
such that it shall have a life of at least 1 year in
unheated storage under cover.

The dried film shall not contain more
than 0.025 % (m/m) of each of the following metals:

lead, tin, copper, zinc. '
NOTE For certain applications limits may be required on the
levels of sulphur and halogens in the paint. These limits should
be subject to agreement between the supplier and the purchaser.
17.4 If specified by the purchaser on his order
[see 2.2 n)] each tube shall be marked in accordance
with BS 5383 and shall include the information
gpecified in 17.2 a), b) and ¢).
NOTE Colour coding is an optional additional requirement in
BS 5383 and, if required, should be specified by the purchaser on
the enquiry and order.
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Appendix A Designation of steel tubes
in BS 3601:1987 and the nearest
equivalent designations in

BS 3601:1974 and ISO 2604-2,

ISO 2604-3 and ISO 2604-6

Table 7 lists the designation for tubes in

BS 3601:1987 and gives the nearest equivalents in
BS 3601:1974 and 180 2604-2, IS0 2604-3 and
IS0 2604-6.

It should be noted that the designations are
indicated as nearest equivalents and are not
necessarily identical.

Table 7 — Designation of steel tubes in
BS 3601:1987 and the nearest equivalent
designations in BS 8601:1974 and
18O 2604-2, ISO 2604-3, and ISO 2604-6

BS 3601: BS 3601: IS0 2604-2, ISO 2604-3
1987 1974 and ISO 2604-6

BW 320 BW 320 — '

ERW 320 ERW 320 Part 3 —TW 1 Cat. II

ERW 360 ERW 360 Part 3 —TW 4 Cat. II

S 360 S 360 Part 2—TS 4 Cat. II
(hot finished and cold
finished)

ERW 480 ERW 410 Part 3 —TW 9 Cat. II

S 430 5410 Part 2—TS 9 Cat. II
(hot finished and cold
finished)

SAW 430 SAW 410 Part 6 — TSAW 9 Cat. VI
(LW and LWHT)

Appendix B Dimensional limits of
tubes in relation to the method of
manufacture

The range of dimensions shown in Table 8 will cover '

most applications for which the standard will be
used. However, if thicker pipes are required these
may be available depending on the method of
manufacture.

Appendix C Eddy current testing of

tubes for verification of leak tightness

Eddy current testing shall be used only on tube sizes
up to and including 180 mm outside diameter. The
tubes shall be tested in accordance with

BS 3889-24A, with the options of BS 3889-2A. as
specified in a) and b) of this appendix and with the
modification to BS 3889-2A as specified in c) of this
appendix.

a) Test procedure. The tubes shall, be tested for
verification of leak tightness using concentric coil
or a rotating tube/rotating coil eddy current
technique as described for methods A and B of
BS 3889-2A.

b) Reference standards. The equipment shall be
calibrated using reference standards prepared in
accordance with 5.2.4 a) for method A and 5.2.4
b) for method B of BS 3889-2A:1986. The
dimensions of the reference hole (method A} and
the reference notch {method B) shall be as given
in Table 9 and Table 10 of this standard.

c) Assessment of results. The results of the test
shall be assessed in accordance with clause 7 of
BS 3889-2A:1986, except that 7.3 b) shall be
replaced by the following.

Explore the suspect area of the tube by dressing.
If the tube thickness within the dressed area
remains within the thickness tolerance either:

1) retest the tube using the selected eddy
current method in accordance with this
appendix and if no signals are obtained that
give a trigger/alarm condition the tube shall be
deemed to have passed the test; or

2) subject the suspect area to magnetic particle
inspection in accordance with BS 6072 to
ensure that dressing has resulted in complete
remaval of the imperfection. The tube shall
then be deemed to have passed the test. .

If the tube thickness within the dressed area
does not remain within the thickness tolerance
or, if on retesting using the eddy current test
method signals are obtained that give a
trigger/alarm condition either:

3) cut off the suspect area, the remaining
length being deemed to have passed the test; or
4) the tube shall be deemed not to have passed
the test.

Table 8 — Dimensional limits of tubes in
relation to the method of manufacture

Meihod of Outside Thickness
manufacture diameter
mm mm
Buttwelded 8 to 50 Up toand .
(nominal size) |including 4.5
Electric resistance | 12.7 to 508 Up toand
welded® including 12.5
Seamless? 12.7t0 1016 [Uptoand
including 65
Submerged arc 114.3 to 2 220 { Up to and
welded including 50

2 Por tubes for use with compression couplings, see 10.3.

12
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Table 9 — Dimensions of reference holes

for method A

Table 10 — Notch dimensions for method B

Outside diameter

Drill diameter

AN

=
-

>

mm
25
25 <4b
45 < 65
65 < 100

>100< 140
> 140 < 180

1.2
1.7
2.2
2.7
3.2
3.7

mm

Depth 12.5 % of the specified tube
thickness ‘

Minimum depth | 0.6 mm

Maximum depth 1.5 mm

Tolerance on depth| = 15 % of notch depth

Width Not greater than notch
depth with a2 minimum of
0.50 mm

Length A convenient length
selected by the
manufacturer for
calibration and checking
purpose
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7 Referred to in the foreword only.
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BSI is the independent national body responsible for preparing British Standards. It
presents the UK view on standards in Europe and at the international level. It is

incorporated by Royal Charter.

Revisions

British Standards are updated by amendment or revision. Users of British Standards
should make sure that they possess the latest amendments or editions.

It is the constant aim of BSI to improve the quality of our products and services. We
would be grateful if anyone finding an maccuracy or ambiguity while using this
British Standard would inform the Secretary of the technical committee responsible,
the identity of which can be found on the inside front cover. Tel: 020 8996 9000.

Fax: 020 8996 7400.

BSI offers members an individual updating service called PLUS which ensures that
subscribers automatically receive the latest editions of standards.
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addressed to Customer Services. Tel: 020 8996 9001. Fax: 020 8986 7001.

In response to orders for international standards, it is BSI policy to supply the BSI
implementation of those that have been published as British Standards, unless
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Information on standards
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standards through its Library and its Technical Help to Exporters Service. Various
BSI electronic information services are also available which give details on all its
products and services. Contact the Information Centre. Tel: 020 8996 7111.

Fax: 020 8096 7048,
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receive substantial discounts on the purchase price of standards. For details of
these and other benefits contact Membership Administration. Tel: 020 8996 7002.

Fax: 020 8396 7001.
Copyright
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under the Copyright, Designs and Patents Act 1988 no extract may be reproduced,
stored in a retrieval system or transmitted in any form or by any means - electronic,
photocopying, recording or otherwise — without prior written permission from BSL
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necessary details such as symbols, and size, type or grade designations. If these
details are to be used for any other purpose than implementation then the prior
written permission of BSI must be obtained. ‘

If permission is granted, the terms may include royalty payments or a licensing
agreement. Details and advice can be obtained from the Copyright Manager.
Tel: 020 8996 7070. s
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Brown McFarlane - Comparison of EN10025 & BS4360
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Comparison of EN10025 8 BS4260
BS EN 10028 1993 BS4360: 1986
Impact Energy (1°C) Impact I(E:r)lergy {1°
Nomiinal Thickness Nominal Thickness
Srade Farmer Tensile Min Yield Strength at 16mm | Max Thk for Specified Yield | Temp = | <250mm :;ggz: Grade Te“slegf:::"gm Min Yielfsf“t::“gth 3t | Max Thk for Specified Yield | Temp ° | <100mm
Grade Strength N/mm32 N/mm?* [ (1) C1) H/mms= N/mm? N/mm2 (2) o] {3)
$185 (4) Fe 310-0 (4) 2907510 185 25 - - - - - - - - _
5235 (5) Fe 360A (5) 340/470 235 250 - - - 404 340/500 235 150 - -
52351R {4) |Fe 3608 (4) 3407470 235 25 +20 27 - - - - - - -
S235IRGL fFe IG0B(FL) 3407470 235 25 sl = - - - - - - y
(4) (4)
5235IRG2 | Fe 360B(EN) 3407470 235 250 +20 (5} 27 23 40B 340/500 235 150 +20 (6) 27
$23510 Fe 360C 340/470 235 250 [ 27 23 40C 3407500 235 150 0 27
523512G3 | Fe 380D1 340/470 235 250 -20 27 23 400 3407500 235 150 -20 27
$23512G4 | Fe 36002 3407470 235 250 -20 27 23 400 340/500 235 150 -20 27
5375 (5) Fe 430A (5) 410/560 275 250 - - - 43A 430/580 275 150 - -
S2751R Fe 4308 410/560 275 250 +20 (8} 27 23 438 430/580 275 150 +20 (6) 27
S27510 Fa 430C 4107560 275 250 0 27 23 43¢ 430/580 275 150 0 27
52751263 fFe 43001 410/560 275 250 -20 27 23 43p 430/580 275 150 -20 27
527512G4 | Fe 43002 410/560 275 250 -20 27 23 43D 430/580 275 i50 -20 27
5355 (5) Fe 510A 490/630 355 250 - - - S0A 490/640 355 150 - -
S355iR Fe 5108 4507630 355 250 +20 (6) 27 23 S0B 490/640 355 150 +20 (&) 27
535510 Fe 510C 450/630 355 250 [ 27 23 s0C 490/640 355 150 0 27
$35512G3  JFe 51001 4907630 355 250 -20 27 23 500 490/640 355 150 -20 27
535512G4 |Fe 51002 480/630 355 250 -20 27 23 50D 490/640 355 150 -20 27
5355K2G3  }Fe 510DD1 4307630 355 250 -20 40 33 500D 490/640 355 150 -30 27
5355K2G4 | Fe S10DD2 4907530 355 250 -20 40 33 500D 490/640 355 150 -30 27
E295 Fe 490-2 470/610 295 250 - - - - - - - N N
E335 Fe 590-2 570/710 335 250 - - - - - - - N -
E360 Fe 690-2 670/830 350 250 - - - - - - - - -

(1) For sections up to and including 100mm only
(2) For wide flats and Sections up to and including 63mm and 100mm respectively
(3) For wide flats up to and including 50mm and for sections no limit is stated
(4) Only available up te and including 2Smm thicj

(5) The Steel grades 5235 {Fe 360A), 5275 (Fe 430A), and $355 (Fa 510A) appear onl
(6) Verification of the specified Impact value i only carrfed out when agreed at time of enquiry and order

v In the English language version (BS EN 10025) as non conflicting additiens and do not appear in European versions

http://www.brownmac.com/compare_en_bs.him
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