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18 3589 : 2004

5 DESIGNATIHON
S.1 The pipes shall be designated by the method of
manufacture followed by the grade number

correspending to the minimum specified tensile strength
mMPa following the symbol Fe as given in Table 1.

Example ;

ERW — Fed 10 indicates electric resistance welded or
induction welded sicel pipe having a minimum tensile
strength of 410 MPa.

fable ! Designation of the Grades of the Pipes

Sfethod of Feafe- Steel Grades
Manufacture of rence Applicable
Pipe s
h (2) (3} (4) (5)
Scamiess S Fe330 Fedl0 FedS0
Flectric resistance  ERW Feidd  Fedi0  Feds0
mehuding induction
\\\'i\h.‘(’
Submerged are SAW Fc.?ﬁ) Fed10  Fedso

wilded (including
spiratly welded )
NOTE — Method of manufacture of pipe and stoc) grodes

cther than specified above shall be as agreed Lo between
the manufacturer und the purchaser.

1ali be designated by their

6 QUALITY OF STEEL

Pipes shall be manutactured with the steel produced
by the open heurth o slectric furnace or ong ol the
basic oxygen processes. Other processes may be used
by agreement between the purchaser and the
manufacturer

7 MANUFACTURE OF THE PRODUCT

e pipes shall be manufactured by one of the following
processes.

7.1 Seamless Pipes

The pipes shall be manufactured by using a seamless
process and shall either be hot or cold finished.

7.2 Electric Resistance Welded Pipes

The pipes shall be manufactured from plate, sheet or
strip weided continuously by the passage of an electric
current across the abutting edges longitudinally or
spirally. The finished pipes shall not include welds
ased for joining lengths of the hot or cold, flat rolled
atrips prior to tube forming. The external weld bead
ahatl be rennivod donnpletely

7.2 Submerged Arc Welded Pipes

The pipes shall be manufactured from plate, sheet or

i o
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smwahmhemmkmm% ’
or » spiral seam and welded across
by an autoratic submerged arc

of the pipes.

7.4 Repalr by Welding

7.4.1 Injurious defects in pipe wall, provided their d.pth
dees not exceed one third of the specified wall
thickness, shall be repaired by welding.

7.4.1.1 Defects in the welds, such as sweats and leaks,
unless otherwise specificd may be repaired or piece
rejected at the option of the manufacturer for submerged
are welded pipes.

7.4.1.2 Welds of the electric resistance welded pipes
may be repaired only by agreement between the
purchaser and the manufacturer.

7.4.1.3 Repairs of this nature shall be made by
complutely removing the defect, cloaning the cavity
and then welding,

_7.4.2 All repaired pipes shall be retested hydraulically
in accordance with 10.

8 CHEMICAL COMPOSITION
8.1 Ladle Analysis

The iadle analysis of steel shall be as given in
Tabl& 2. The analysis of steel shal! be carried out eithu+
by the methed specified n 1S 228 and its relevant paric
or uny other established instrumental/chem -al method.
in case of dispute the procedure given in 1S 228 and
its relevant parts, shall be the referee method, Howover,
where the method is not glven in 18 228 and its relovan
parts, the referee method shall be as agreed (o between
the purcheser and the manufacturer,

8.2 Product Analysla

Permissible variations in the case of product analysis
from the limits specificd in Table 2 shali be as given
in Table 3.

9 MECHANICAL PROPERTIES

(9.1, Tensite Strength

The tensile properties of strip cut longitudinaliy
(excluding the weld) from selected pipes shall skow
the properties as given in Table 4 in respect to specific
type of pipes as manufactured. [he percentage
clongation shall be determined on & gauge length of

5.65Vs.. 5,. Ifother gauge lengths are used coi . crsion
shall h made 3 in 18 3803 ( Part 1),

0.3 Flattenlag ov Dend Fest
9.2.1 -Flaucung Test for ERW Pipes
At the option of the manufacturer ﬂwcainé 0. bend

welding process using
at least two runs, one of which shall be on the inside

.







