Date of Issue: December 13, 2018
Affected Publication: APl SPECIFICATION 5CT, Casing and Tubing, 10" Edition, June 2018

Errata 1

Text Corrections

Section 3.1.10, Corrections shall be made as indicated within the red box:

NOTE | The main difference between coupling material and coupling stock is that coupling material has no mandatory NDE
inspection requirements (see 10.15); see Section 9 for mandatory NDE requirements for finished couplings.

Section 3.1.19, Corrections shall be made as indicated within the red box:
NOTE See Table C.42B0Table E.42.

Section 3.2, Corrections shall be made as indicated within the red boxes:
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Section 4.3, Corrections shall be made as indicated within the red box:

4.3 Dual Referencing

In the interests of worldwide application of this [standard] the APl Subcommittee on Tubular Goods (SC5) has
decided, after detailed technical analysis, that certain documents listed in Section 2 and prepared by APl SC5 or
other technical committees are interchangeable in the context of the relevant requirement with the relevant document
prepared by the Intemational Organization for Standardization (ISO) or the American Society for Testing and
Matenals (ASTM). These latter documents are cited in the running text followina the API reference and preceded by



Section 6.2.1, Corrections shall be made as indicated within the red box:

For the purposes of this standard, in addition to the terms and definitions given in Sectic-nthe terms and definitions
given in ASTM AS41 for heat treatment operations also apply.
Section 7.5.1, Corrections shall be made as indicated within the red box:

7.5.1 | Grades|H40, J55, and K55

Section 7.10.1, Corrections shall be made as indicated within the red box:

For each size, mass, chemical composition, and austenitize-and-quench combination, a through-wall hardness test
shall be made on products after quenching and prior to tempering for each production run to characterize the
hardening response. These tests shall be made on the body of products or, in the case of upset products or
accessory material, shall be made in the upset or design area of greatest wall thickness. Mean hardness numbers
shall equal or exceed the hardness corresponding to a minimum of[90 %|martensite, as determined by Equation (2):

Section 10.5.4, Corrections shall be made as indicated within the red box:

10.5.4 Test Method for Grades H40, J55, K55, N80 (All Types), R95,|and L80 (Type 1)|

Section 10.7.8, Corrections shall be made as indicated within the red box:

10.7.8 Replacement of a Reject Length—All Grades

If the results of a test do not meet the requirements of 7.4 to 7.6, as applicable, and do not qualify for retesting in
accordance with Mthen an additional three test specimens shall be removed from each of three additional
lengths from the lot. If all the additional lengths tested conform to the requirements, then the lot shall be qualified
except for the length that was initially rejected. If one or more of the additional lengths tested fail to conform to the
specified requirements, the manufacturer may elect to test individually the remaining lengths in the lot or reheat-treat
and test the lot as a new lot.

Section 10.15.9, Corrections shall be made as indicated within the red boxes:

10.15.9 Full-body, Full-length NDE of Casing and Tubing-grades C90, T95, C110, and Q125
All pipe shall be ultrasonically inspected for the detection of both longitudinal and transverse imperfections on the

outside and inside surfaces to acceptance level L2 in accordance with 1SO [10893-10j or ASTM E213 (longitudinal)
and ISO[10893-10jor ASTM E213 (transverse).

Section 10.15.10, Third paragraph, Corrections shall be made as indicated within the red box:

For Grades H40, J55, K55, N80 (all types), R95, Iand L80 (all types) |the weld seam shall be inspected for the
detection of longitudinal imperfections by one or more of the following methods:

Section 10.15.11, Corrections shall be made as indicated within the red boxes:

10.15.11 NDE of Coupling Stock Except Grade C110)| Accessory Material (Except Grade C110) and Pup
Joints [All Grades

Section 10.15.11.1, Corrections shall be made as indicated within the red box:

10.15.11.1 When NDE is required for coupling stock|or accessory material, except Grade C110] according to Table
C.42 or Table E.42, the inspection shall be for the detection of longitudinal and transverse imperfections on the
outside surface to acceptance level L2 by one or more of the following methods:




Section 10.15.12.1, Corrections shall be made as indicated within the red box:

|1n.1 5.12.1 Generall

All coupling stock and accessory material shall be inspected for the detection of longitudinal and transverse
imperfections on the outside surface to acceptance level L2 by one or more of the following methods:

Section G.3.2, Corrections shall be made as indicated within the red box:

G.3.2 Wall Thickness

The USC[valued for wall thickness were converted to Sl values using Equation (G.3):
t, = 254xt (G.3)

Section G.10.3, Corrections shall be made as indicated within the red boxes:

3.10.3 Critical Stress Intensity Factor (Kissc) for S8C Requirements

The critical stress intensity factor K., expressed in USC may be converted to 5l values using Equation (G.35):
Eppem=1.099  Epeyp (G.35)

where
Lo is the critical stress intensity factor for SSC, expressed in megapascals—square root of meters (MPa-vm);
Ky s the critical stress intensity factor for S5C, expressed in kilopounds—square roct of inches (ksi-vin_ ).

The converted S| values for crtical stress intensity factor .L'g_.-fm for SSC may be rounded to the nearest 0.1

Megapascals-square root ofmeters (MPa-vmi

The converted USC values for critical stress intensity factor Epp for 55C may be rounded to the nearest 0.1
Fopoonds-square root ofinches (ksi-vin.).

Section H.3.2, Corrections shall be made as indicated within the red box:

H.3.2 Grades R95 and P110 (6.3.1, 6.3.3)

Gag press straightening or hot rotary straightening [400 °C {750] °F)] minimum at end of rotary straightening unless a
higher minimum temperature is specified in the purchase agreement] is acceptable. If hot rotary straightening is not
possible, the pipe may be cold-rotary straightened provided it is then stress-relieved at 510 °C (950 °F) or higher.

Section J.7.1, item h), Corrections shall be made as indicated within the red box:

h) NDE for longitudinal and transverse, internal and external defects to acceptance IeveI[H.’lB.1 3l



Section K.6.5.1 through K.6.5.6, Corrections shall be made as indicated within the red boxes:

K.6.5.1 SR 11.5[1—Non-weld Area Inspection

The pipe body shall be inspected in the same manner as the seamless product as specified in Section 10.

K.6.5.2 SR 11.52—-Non-destructive Examination of Weld Seam

The weld seam of pipe (except upset ends) furnished to this standard shall be inspected non-destructively full-length
(100 %) by ultrasonic methods. The inspection shall be performed after all heat treatment and any subsequent rotary

straightening operation. Pipe upsets shall be inspected as specified in 10.15.14.

K.6.5.3 SR 11.5B8—Equipment

Any equipment utilizing the ultrasonic principles capable of continuous and uninterrupted inspection of the weld seam
shall be used. The equipment shall be checked with an applicable reference standard as described in K.68.5H](SR
11.5[) at Iea#st once every working shift to demonstrate the effectiveness of the inspection equipment and
procedures. The equipment shall be adjusted to produce well-defined indications when the reference standard is
scanned by the inspection unit in @ manner simulating the inspection of the product, and shall be capable of
inspecting 1.6 mm (/4 in.) on either side of the weld line for the entire wall thickness.

K.6.54 SR 11.5[4]-Reference Standards

K.6.55 SR 11.5[8—Rejection Limits

Any imperfection that produces a signal greater than or equal to the signal received from the reference standard shall
be considered a defect unless it can be demonstrated by the manufacturer that the imperfection does not exceed the
provisions of K 6.5F]SR 11.5[6].

K.6.5.6 SR 11.5[6]-Disposition

Section K.7.2, Third paragraph; Corrections shall be made as indicated within the red box:

By agreement between purchaser and manufacturer, a factor F ofm may be used in lieu of the values given in
Table C.51 (SR 12.1) or Table E.51 (SR 12.1) provided the standard deviation of the new lot of material is consistent
with past experience.

Section K.9.6.5, Corrections shall be made as indicated within the red box:

K.9.6.5 SR 16.6.5—Sub-size Test Temperature Reduction—Grades H40, J55, and K55 Only

A test temperature reduction may be required when sub-size test specimens are used. The test temperature
reduction depends on the thickness of the pipe and the size of the impact test specimen.

The test temperature reduction specified in Table C57 (SR 16.7) or Table E.57 (SR [16.7) shall be used when
applicable.

Bibliography, Item 12: Corrections shall be made as indicated within the red box:

[12] NACE MRO175/1S0 15156-1, Petroleum and natural gas industries—NMaterials for use in HoS—containing
environments in oil and gas productf’on—'Pan 1: General principles for selection of cracking-resistant materials




Figure Corrections

Figure D.14: The figure shall be updated as indicated within the red boxes:

Dimensions in millimeters (inches) unless otherwise specified

=1,8m (6 f)

_‘_" < 3,18 mm (0.125 in.) |
o
fe

1.5m (5 f)?

Key
1 Straight line
2 Pipe

" Hooked and.

Figure D.14—Measuring End Straightness

Figure D.17: The figure shall be updated as indicated within the red box:

—— e Fe g n e O e e w e e T e g sy

a5, 244 48 AT.6(1.875) | 478(0.186) | 243.92(9.603) | 244.55 (9.628) | 2.54 (0.100) | 3.96 (0.156)
109, 273.05 44.5(1750) | [478l(0.188) | 272.67 (10.735) | 273.30 (10.760) | 2.54 (0.100) | 3.96 (0.156)
1Y, 208.45 47.6(1.875) | 4.78(0.186) |207.89(11.728) [ 208,53 (11.753) | 2.54 (0.100) | 3.96 (0.156)
133, 339.72 57.2(2250) | 4.78(0.188) | 338.56(13.329) | 339.19 (13.354) | 2.54 (0.100) | 3.96 (0.156)
16 406.40 60.9(2.750) | 4.78(0.188) | 404.44 (15923) | 405.08 (15.948) | 2.54 (0.100) | 3.96 (0.156)
18 %y 473.08 60.9(2.750) | 478(0.188) |471.12 (18.548) | 47175 (18.573) | 2.54 (0.100) | 3.96 (0.156)
20 508.00 60.9(2.750) | 4.78(0.188) | 506.04 (19.923) | 506.68 (19.948) | 2.54 (0.100) | 3.96 (0.156)

Figure D.22: The figure title shall be revised as indicated within the red boxes:

Figure D.22—Examples of Marking Requirements and Sequence for Manufacturers and Threaders using the
APl Monogram [Annexes A and F)|Section 11, and Table C.48 or E.48

@EXAMPLE 1—Tubing Label 1: 2 /s, Label 2: 6.5, Grade N80 Type 1, electric weld, external upset, threaded (by
the manufacturer) pin-by-pin without couplings. January 20XX.

m EXAMPLE 2—Tubing Label 1: 2 7/s, Label 2: 8.7, Grade L80 Type 1, seamless, external upset, plain-end.
Additional requirements include hydrostatic testing to 94.5 MPa (13,700 psi) and inspection to SR 2. January
20XX.

@EXAMPLE 3—Casing Label 1: 7, Label 2: 35, Grade C90 Type 1, seamless, plain-end, serial number 201.
Supplementary requirement 16 (SR 16) for test at —10 °C (+14 °F). The pipe was pressure tested to 69 MPa
(10,000 psi). February 20XX.

[d) EXAMPLE 4 ® —Tubing coupling for Label 2 ’/s, Grade J55, normalized upset (or non-upset)
tubing, only visual inspection required. April 20XX.



Figure D.22 (continued): The figure title shall be revised as indicated within the red boxes:

< AN

Manufacturer's - Ay IJ
R?’TE(?Tr mark Manufacturer's
name or mark API5CT xxxx@ x4? 535PP E

XXXX @ x4 P[]

Stamp Marking—Optional [within approximately 0.3 m (1 ft) from the coupling]
[e]JEXAMPLE 5 *—Buttress casing with coupling: Label 1: 9 5/s, Label 2: 53.5, Grade P110, electric weld;

supplementary requirements are SR 11 and SR 16 for test at —18 °C (0 °F) and 215.9 mm (8.500 in.) drift
test. Coupling is tin-plated. December 20XX.

Figure D.29: The figure shall be updated as indicated within the red box:

XY
5CT X0 L1
S13

XY 5CT X0 L1513




Table Corrections

Table 3: Corrections shall be made as indicated within the red box:

Table 3—Purchaser/Manufacturer Agreement (Casing)

Requirement

Reference

Upset—Grade C110

Cold rotary straightening—Grade Q125

Statistical tensile testing

Statistical impact testing

Impact of non-heat-treated product

Alternative hardenability requirement for products with a wall

thickness of 30 mm [1.181 in.)|or larger

6.1

6.3.6

7.2.4,K.11 (SR 38)
7.3.8,K.7 (SR 12)
7.5.1, K.9 (SR 16)

7.10.2

Table 7: Corrections shall be made as indicated within the red boxes:

Requirement

Reference

Standard | |

|AF'I 5CT|

Table 9: The title shall be revised as indicated within the red box:

Table 9—Full-size Test Specimen Minimum Absorbed Energy Requirements {for Grades N80 [All

Types], R95, L80 [All Types], C90, T95, P110, and Q125)

Table 10: Values shall be updated as indicated within the red boxes:

Transverse Requirement
c,

Longitudinal Requirement
Cy

YSElx (0.00118¢+0.01259)

or 14 J, whichever is greater
(Table C.18)

Y>< (0.00236r+0.02518)

or 27 J, whichever is greater
(Table C.19)

Y>< (0.001187+0.01259)
or 20 J, whichever is greater
(Table C.18)

Y>< (0.00236r+0.02518)

or 41 J, whichever is greater
(Table C.19)

I"x (0.152r+ 0.064)

or 10 ft-Ib, whichever is greater
(Table E.18)

I"x (0.304r+0.128)

or 20 ft-Ib, whichever is greater
(Table E.19)

Yx (0.152¢+ 0.064)

or 15 ft-Ib, whichever is greater
(Table E.18)

Yx (0.304r+0.128)

or 30 ft-Ib, whichever i1s greater
(Table E.19)




Table 11: Corrections shall be made as indicated within the red box:

Unit System

Sl units, joules
Grades C110 and Q125

USC units, foot—pounds

Grades C110 and Q125

Table 14: Values shall be updated as indicated within the red boxes:

Table 14—Dimension Tolerances dUpset Integral Tubingb

Label 1

Tolerances behind m,, or Ly

YA

238 mm ( 3/3E|ing

Table 15: Values shall be updated as indicated within the red boxes:

Table 15—Dimension Tolerances (External Upset Tubing)

Label 1 Tolerances
>2%t0<31: ] 3% mm (23N
>31hto<4 [] EAmm (/[0




Table C.1: The text and values shall be made as indicated within the red boxes:

. Nominal Wall
Labels » Sutside | Lbneacl | rhick- Type of End.finish ¢
T&C ness
D t J55 L80 N80 c90
1 2 mm kg/m o H40 K55 RO5 |Typel, Q| T95 c110 P110 Q125
1 2 3 4 5 6 7 8 9 10 1 12 13
41 9.50 114.30 1438 521 PS PS — — — — — —
4 10.50 114.30 1573 569 — PSB - — — — — —
41 11.60 114.30 1738 6.35 — PSLB PLB PLE PLB P PLB —
41, 13.50 114.30 19.87 737 — — PLB PLE PLB P PLB —
41 15.10 11430 2269 8.56 — — - — — — PLB PLB
5 11.50 127.00 17.19 559 — PS - — — — — —
5 13.00 127.00 19.69 643 — PSLB — — — — — —
5 15.00 127.00 2269 752 — PSLB PLB PLE PLB P PLB PLB
5 18.00 127.00 2719 9.19 — — PLB PLB PLB P PLB PLB
5 2140 127.00 3213 1110 — — PLB PLE PLB P PLB PLB
5 2320 127.00 3476 1214 — — PLB PLE PLB P PLB PLB
5 24.10 127.00 36.15 12.70 — — PLB PLE PLB P PLB PLB
51, 14.00 139.70 2091 6.20 PS PS — — — — — —
51, 15.50 139.70 2348 6.98 — PSLB - — — — — —
51, 17.00 139.70 2572 772 — PSLB PLB PLE PLB P PLB —
51 2000 139.70 3005 917 — — PLB PLE PLB P PLB —
51 23.00 139.70 3408 10.54 — — PLB PLB PLB P PLB PLB
51 26.80 139.70 4015 12.70 — — — — P P — —
51 29.70 139.70 44.47 1427 — — — — P = — _
51, 2260 139.70 48.74 15.88 — — — — P P — —
511, 35.30 139.70 52.80 17.45 — — - — P P — —
51, 38.00 139.70 56.82 19.05 — — — — P P — —
51, 4050 139.70 60.64 2062 — — — — P = — _
51 4310 139.70 64.41 2222 — — — — P P — —
650 20.00 168.28 2976 732 PS PSLB — — — — — _
65 24.00 168.28 3572 8.04 — PSLB PLB PLE PLB P PLB —
650 28.00 168.28 4167 10.59 — — PLB PLE PLB P PLB —
650, 32.00 168.28 47.62 12.06 — — PLB PLE PLB P PLB PLB
Table C.4: Values shall be updated as indicated within the red boxes:
Table C.4—Chemical Composition, Mass Fraction (%)
C Mn Mo Cr Ni Cu P S Si
Grade | Type
min max min max min max min max | max | max max max max
1 2 3 4 5 6 7 8 9 10 1 12 13 14 15
Hao & — — — — — — — — — — — (o030|| 0030 | —
J55 — — — — — — — — — — — 0.030| | 0.030 —
K55 — — — — — — — — — — — 0.030| | 0.030 —
NED 1 — — — — — — — — — — 0.030 | 0.030 —
NE0 Q — — — — — — — — — — 0.030 | 0.030 —
R95 — — | 045°  — 1.90 — — — — — — 0.030 | 0.030 | 045
La0 1 — | 04338 — 190 — — — — 025 | 035 | 0030 | 0030 | 045
La0 9Cr — 015 030 | 060 | 090 1.10 800  10.0 | 050 | 025 | 0.020 || 0.010 | 1.00
La0 13Cr | 015 | 022 025 | 1.00 — — 120 140 | 050 | 025 | 0.020 || 0.010 | 1.00
C90 1 — 0.35 — 120 | 025P 085 — 150 | 099 — 0.020 || 0.010 —
T95 1 — 0.35 — 120 |025p | 0.85 0.40 1.50 099 — 0.020 || D.010 —
C110 — — 0.35 — 1.20 0.25 1.00 040 1.50 099 — 0.020 || D.005 —




Table C.5: The text shall be updated as indicated within the red boxes:

Table C.5—Tensile and Hardness Requirements

Tensile - Allpwable
oade Type EI!.EE::' ‘r'leld"!';g‘:ngth Sh'El.'lgth I-lard“r_:::s a0 Spec ﬁedeﬁll wm“g:%
[%] min max MPa | HRC | HEW mm HRC
1 2 3 4 3 L T B 9 10
H40 — 0.5 a7a 552 414 — — — —
J55 — 0.5 ar 562 517 — — — —
K55 — 0.5 are 562 G55 — — — —
MWEO0 1 0.5 552 758 Gag — — — —
MNBD Q 0.5 A52 758 Gan — — — —
RAS5 — 0.5 655 758 724 — — — —
Lao 1 0.5 A52 855 G55 230 | 241 — —
La0 BCr 0.5 562 655 G55 230 | 2 — —
Lao 13Cr 0.5 A52 855 G55 230 | 241 — —
a0 1 0.5 621 724 Gag 254 | 255 =12.70 a0
127110 19.04 4.0
19.05 to 25.39 50
= 2540 6.0
TG5 1 0.5 655 758 724 254 | 255 =12.70 a0
127110 19.04 4.0
19.05 to 25.39 50
= 2540 6.0
c110 — 0.7 758 828 T893 300 | 226 =12.70 a0
127110 19.04 4.0
19.05 to 25.39 50
= 2540 6.0
P110 — 0.8 758 065 882 — — — —
Q125 1 0.85 BE2 1034 831 . — =12.70 30
1271 o0 19.04 4.0
E1Q.DE 5.0
3 n case of dispute, laboratory Rockwell C hardness testing shall be used as the referee method
E  No hardness limits are specified, but the maximum variation is restricted 35 a manufacturing control in accordance with 7.8 and 7.9
£ For through-wall hardness tests of Grades LBO (all types), C90, TBS and C110, the requrements stated in HRC scale are for maximum
mean hardness number.




Table C.6: Values shall be updated as indicated within the red boxes:

Table C.6—Elongation Table

Minimum Elongation In 50.8 mm
%
Tanalle Teet Spacimen Grade
H4g 155 R MER | PSR ) cum | emo | @iz
spocimen Spacifiea Wall Thickness Specinen Minimum Tensila Strangtn
e i o ot a4 517 655 £&3 724 733 862 331
12 mm 25 mm 38 mm

1 2 3 P 5 ) 7 P v 10 1 12
280 = 2543 =19.41 =1277 E 2 0 13 13 1€ 15 14
280 25002552 18.00-13.40 1251-12.78 2 24 19 19 13 18 15 "
&7 24452495 1B.61-18.50 1224-1250 2 24 13 19 13 1 15 14
280 23.85-24.47 16.20-13.60 1.33-12.23 2 2 19 18 13 1€ 15 1
250 23432394 1T.81-18.19 1721197 2 24 19 18 13 18 15 "
a4p 22,8073 42 17.40-17.50 HA511.T1 2 24 13 18 13 1 15 14
230 22372248 17.01-17.38 181144 2 2 19 18 i 18 15 i
20 21852236 16.60-17.00 10.83-11.18 2 = 19 18 17 18 15 "
a10 21.32-71.24 16.21-15.58 10661052 2 23 13 18 17 1 15 14
00 20797131 15.80-15.20 10.40-10.65 ® 23 19 18 17 18 15 i
350 20272078 15411573 10.14-90.38 ® 23 19 18 17 18 15 "
360 19742026 15.00-15.40 8.87-10.13 2% 23 13 18 17 1 15 14
3m 19221973 14611499 961-2.85 ® 3 19 18 17 18 14 13
360 13.691921 14.20-14.60 235260 ® 23 13 18 17 18 1 13
350 18.16-18.68 12511218 £08-5.34 2% 23 1% 17 17 15 14 13
340 1T E4-1E15 12401380 §Az-207 % 3 18 17 17 15 14 13
330 171141752 1201-13.38 B 56551 Pl 2 1 17 17 15 14 13
30 16554710 1260-13.00 B25555 a7 2 1% 17 18 15 14 13
310 16.06-16.57 12211258 §03-8.28 P 2 18 17 15 15 14 13
300 15531608 1180220 77602 Pl 2 1 17 15 15 14 13
280 15015552 1.41-11.78 751776 a7 2 1% 17 18 15 14 13
260 14484500 11.00H11.40 724750 % 2 18 17 15 15 14 13
27 13.85-14.47 1061-10.59 £98-7.23 2% 2 17 17 15 15 14 13
260 13431384 10.20-10.60 72657 2% 2 17 18 18 15 13 13
250 12.80:13.42 9.81-10.19 BASETI % 1] 17 16 15 14 13 12
24p 12371288 5.40-5.60 BAG6.44 2% 21 17 18 15 14 13 12
230 1251236 019,39 533613 22 2 17 16 [t5] 14 13 12
20 11.32-11 84 8.60-5.00 S6E-5.92 2= 1] 17 16 15 14 13 12
210 10.79-11.31 B21-6.50 540565 2 20 17 18 15 14 13 12
200 10.27-90.78 TEE.20 514533 2= 20 1% 16 15 14 13 12
150 9.74-10.26 TALTTS 487-513 24 20 16 15 15 14 13 12
180 922873 7.00-7.40 459455 24 20 16 15 15 12 13 12
170 EEE EE1-6.50 435460 2 20 1% 15 14 12 12 12




Table C.7: The title shall be revised as indicated in red box:

Table C.7—Critical Thickness for Couplings with APl Threads

Dimensions in millimeters

Critical Thickness for Couplings

Label 1 Special Clearance
HU EU BC LC 8C

EU BC

Table C.13: Corrections shall be made as indicated in the red boxes:

Table C.13—Charpy Impact Test Specimen Requirements for Couplings, Coupling Stock, Coupling Material,
Coupling Blanks, and Accessory Material for Grades N80 (All Types), R95, and T95

APl Connection Type and CVN Specimen Orientation, Size, and Energy
Label 1 Special-clearance P
HU EU BC LC SC
[Eu]
1 2 3 4 5 ] 7 ]
1.050 a L-5-22 — — — — —
1.315 L-5-22 L-7-32 — — — — —
1.G60 L-5-22 L-5-22 — — — — —
1.200 L-5-22 L-7-32 — — — — —
23 L-7-32 L-7-32 L-7-32 — — — —
27 L-10-40 L-10-40 L-10-40 — — — —
3 T-5-11 T-5-11 T-5-11 — — — —
4 T-7-18 T-7-16 — — — — —
415 T-7-18 T-7-21 — L-7-32 T-7-16 T-7-16 —
5 — — — T-5-11 T-10-20 T-10-20 —
515 — — — T-5-11 T-10-20 T-10-20 —
8 3 — — — T-10-20 T-10-20 T-10-21 —
T — — — T-7-18 T-10-21 T-10-21 —
7 g — — — T-10-20 T-10-22 T-10-23 —
85 — — — T-10-20 T-10-23 T-10-24 —
a3 — — — T-10-20 T-10-23 T-10-24 —
103, — — — T-10-20 T-10-23 — T-10-24
11 3y — — — — T-10-23 — T-10-24
12 31 — — — — T-10-23 — T-10-24
15 — — — — — — —
18 iy — — — — — — —
20 — — — — — — —
Enﬂrrfumlanhﬂmm Specimen ﬂ'iE_l_'Itﬂ'Fm {rc:?c:-lﬁ'l is Mﬁ&_ﬁeg&ninﬁm m size (10, 7, or §) which Iisrﬁedh“f:c&i? the
SOECETIEN SIZE indmmﬁ;ﬁg I slpfe?:srln;'u sizérg t:i::fmed unmupﬁig rrfagariah'smﬁenwa am'.utminﬁgacﬂthd m&m5;$1
T s the ransverse specimen onentation (see Figure D11}
L is the longitudinal specimen crientation (see Figure DU11).
10 = full-size (Le. 10 mm =« 10 mm)
T =3y-size (i.e. 10 mm « 7.5 mm)
5 = 1fo-size (i.e. 10 mm « 5 mm)
3 Mot thick enough to test.
B Thelinformation in this @bk assumes that special dearance couplings are machined from regular coupling blanks.




Table C.18: The text shall be moved down one row as indicated in red box:

Table C.18—Transverse Charpy Absorbed Energy Requirements for Pipe

Maximum Specified Wall Thickness 2 Minimum
mm Transwerse
Absorbed Energy

MED, L80 C30 R85, T35 Ci10 P110 Q125 J
1 2 3 - 5 6 7
11.59 811 2.08 — — — 14
13.12 10.45 p.ag — — — 15
14.64 11.24 10.67 — — — 168
18.18 1321 11.87 — — — 17
17.73 14.57 13.26 — — — 18
10.26 15.84 14.56 — — — 18
20.80 17.30 15.85 10.31 12.24 68.13 20
2233 18.67 17.14 11.33 13.38 6.95 21
2387 20.03 18.44 12.35 14.48 177 22
2540 21.40 18.73 13.28 15.80 8.50 23
— 22 TG 21.02 14.40 18.72 241 24
— — — 1542 17.83 1023 25
— — — 16.45 18.85 11.04 26
— — — 1747 20.07 11.86 27
— — — 18.50 21.19 12.68 28
— — — 10.52 e 13.50 29
— — — 20.54 2343 1432 30
— — — 21.57 24.54 15.14 31
— — — 2258 2566 15.66 3z
— — — 23.61 — 16.78 33

Table C.23: Corrections shall be made as indicated within the red boxes:

Table C.23—Dimensions and Masses for Standard Casing and for Casing Threaded with APl Round Thread
and Buttress Thread

Calculated Mass ©

Nominal -
Outside | Linear TVI-};?II(- Inside Drift . em, Mass Ga,;'{'nghli‘:gs Due to End
Diameter | Mass ness Diameter | Diameter | Plain- k
Labels @ T&C b end g
Round Thread Buttress Thread
"IPQ
D f d
mm kg/m mm mm mm kg/m Short Long RC SCC
1 2 3 4 5 6 7 8 9 10 11 12

Based on ?58 minimum yield strength or greater.

9 Based on 379MPal minimum yisld strength.




Table C.26: Values shall be updated as indicated within the red box:

10900 240 | 4326 357 — 38.89 3889 6.35 5359 50.80 || 2540 49.86 0.79
1900 276 | 4326 41 — 38.89 3889 6.35 5359 50.80 || 2540 49.86 0.79
2063 325 | 5240 484 53.19 42.47 4247 6.35 59.06 5398 || 2540 54.78 0.79

Table C.27: Corrections shall be made as indicated within the red boxes:

Table C.27—Range Lengths

| Dimensions in meters |

Range 1 Range 2 Range 3

CASING (PE/T and C/SF)
Total range length, inclusive 483to762 7.621010.36 10.36 to 14.63
Pemissible vanation, max @ 1.83 1.652 1.83
TUBING AND CASING USED AS TUBING
(PE/T and C/SF)
Total range length, inclusive 6.10t0 7.32" 853t09.75¢ | 11.58t012.80¢
Pemmissible variation, max 2 0.61 0.61 0.61
INTEGRAL TUBING CONNECTICNS (including W/PE
and IJISF)
Total range length, inclusive 6.10t0 7.92¢ 8.53 10 10.36 115610 13.72
Permissible vanation, max 2 0.61 0.61 0.61
PUP JOINTS Lengths: 0.61; 0.91; 1.22; 1.83; 2.44; 3.05and 366 ¢

Tolerance: +0.076
2 Length variation applies to rail car shipment to the point of use and does not apply o order items of less than 18,144 kg of pipe.
B By agreement between purchaser and manufacturer, the maximum length may be increased to 8 57 m.
¢ By agreement between purchaser and manufacturer, the maximum length may be increased to 10.76 m.
d By agreement between purchaser and manufacturer, the maximum length may be increased fo m.

2 0.61 m pup joints may be fumished up to 0.91 m long by agreement between purchaser and manufacturer, and lengths othe
than those listed may be fumished by agreement between purchaser and manufacturer.

Table C.28: Corrections shall be made as indicated within the red boxes:

Table C.28—Standard Drift Size

Dimensions in millimeters

Standard Drift_ Mandrel Size
Product and Label 1 min
Length Diameter
Casing
<95.|'3 152 d-3.18
> 9% to<[13 %] 305 d-397
=133, 305 d—-4.76




Table C.33: Values shall be updated as indicated within the red boxes:

Table C.33—API Buttress Thread Casing Coupling—Dimensions, Tolerances, and Masses

Size 2 Outside Diameter MI?SS
Minimum Diameter Width of
Outside Regular Special Length of Bearing Face
Label1 | pjameter Trgb- c Clearance ¢ Np Counterbore b Special
D e Q Regular | cjearance
mm mm mm mm mm mm

1 2 3 4 5 6 7 8 g
41 114.30 133.35 123.82 22542 117.86 6.35 6.89 348
5 127.00 147.32 136.52 231.78 130.96 7.14 8.38 4.00
51/ 139.70 160.02 149.22 23495 143.26 7.14 9.30 447

Table C.34: Values shall be updated as indicated within the red box:
Table C.34—API Non-upset Tubing Coupling—Dimensions, Tolerances, and Masses
Size 3 Maximum
. Outside Minimum | Diameter of ‘JBVLc;trI;nof 35322 ?
Outside Diameter Length Recess Fa-:eg Diameter, Mass
Label 1 Diameter b Np 0 b Special
D Bevel
By
mm mm mm mm mm mm kg
1 2 3 & 5 6 7 8

1.050 2667 33.35 80.96 2827 1.59 30.00 0.23
1.315 33.40 4216 8255 35.00 2.38 37.80 0.38
1.660 4216 5217 88190 4376 3.18 47 17 0.59
1.900 48.26 55.88 95.25 49.86 1.59 52.07 0.56
23y 60.32 73.02 107.95 61.93 476 66.68 128
27 7302 86.90 130.18 7463 476 80.98 2.3

315 88.90 107.95 142.88 90.50 476 98.42 3.7

4 101.60 12065 146.05 103.20 476 M2 435
414 114.30 132.08 155.58 115.90 476 12319 4.89

Table C.36: Corrections shall be made as indicated within the red box:

= =

Casing 2

<6 5y 0.89 0.76 0.76
> 65510 <7 5ig 1.14 1.02 0.89
517 518 152 102 0.89

2 Includes casing used as tubing.




Table C.38: Corrections shall be made as indicated within the red boxes:

C90 and 195]

Coupling stock and

Coupling stock and

Label 1: =295/ 30°¢

coupling material coupling material for pipe b 1 —
Label 1: All sizes
Label 1: =955 50¢
Coupling blank 8 1 —
Label 1: 29 5/5:30¢
Hot forging i Label 1: <93/g 50°¢
Coupling blank 1 —

C110 and Q125

Coupling stock and
coupling material

Coupling stock and

coupling material for pipe 1b 1 —
Label 1: All sizes

_ Label 1: <95/ 50 ¢
Coupling blank 1 —

Label1:295/;:30¢

Table C.39: Corrections shall be made as indicated within the red boxes:

Table C.39—Frequency of Tensile Testing—Pup Joints and Accessory Material

Maximum Number of

Number of Tests

. -, a
Grade Material and Heat Treatment Conditions Pieces in a Lot per Lot per
Heat
1 2 3 4 5 6
H40, J55, K55, | FullHength standard tubing or casing from one or more heats Label 1: < 6 /g 400 1 1
N80 (all types) Label 1: =6 5/5: 200
P110 FulHength standard tubing or casing from one or more heats Label 1: < 6 3z 200 1 1
Label 1: 26 /g: 100
H40, J55, K55, | | Thick-wall mechanical tube or bar stock from a single heat Label 1: =4 1/ 200 1 1
N80 (all types) Label 1: >4 1/5: 100
Heat-treated in individual lengths Batch heat treatment 100 pup joints or 400 1 —
or hot forgings accessory material
Heat-treated in sequential loads or | In accordance with 10.2.3 1 —
continuous heat treatment
R95, Fuldength standard tubing or casing from one or more heats Label 1: <[4 00 2ab 2ab
L80 Type 1 Label 1:2}4 /5: 100
Thick-wall mechanical tube or bar stock from a single heat Label 1: <[@ 1751200 2ab 2ab
Label 1: r_> 100
Heat-treated in individual lengths Batch heat treatment 100 pup joints or 400 2b —
or hot forgings accessony material
Heat-treated in sequential loads or |In accordance with 10.2.3| 2b —
continuous heat treatment




Table C.40: Corrections shall be made as indicated within the red box:

Table C.40—Frequency of Hardness Testing

Number )
Grade Material of Tests | MAXMUM NUMPErot | 1ype of Test Location
per Lot
1 2 3 4 5 6
Grade L80 | Pipe, Label 1:£4 3 2a 200b0.¢ Through-wall, Body tensile test
coupling 1 quadrant
stock, —— a P -
coupling Label 1: =4 1/, 2 100 & Through-wall, Body tensile test
material 1 quadrant
Coupling blanks or hot 2a Heat-treat lot or 400 Through-wall, Coupling blank
forgings coupling blanks b. ¢ 1 quadrant tensile test
Pup joints Batch heat 2a 100 pup joints or 400 Through-wall, Pup joint or
and treatment accessory material b.© 1 quadrant accessory tensile
accessory (method a, test
material 10.2.3)
(heat-treated —
in individual | Heat-treated 28 Lot (see 10.2) b & Through-wall, 1 Pup joint or
lengths) in sequential quadrant accessory tensile
loads test
(method b,
10.2.3)
Continuous 2H Lot (see 10.2) b e Through-wall, Pup joint or
heat 1 quadrant accessory tensile
treatment test
(method c,
10.2.3)

Table C.43: Corrections shall be made as indicated within the red boxes:

Table C.43—Acceptance (Inspection) Levels

Material Grade External Imperfections Internal Imperfections
Longitudinal Transverse | Longitudinal | Transverse

1 2 3 B 5 6

N80 Type 1 L3 — L3 —

N80Q, L80, R95 ‘ L4 — L4 —

P110to K.9 (SR 16) L4 L4 L4 L4

Pipe body 2 P110 L2 L2 L2 L2
P110 to K9 (SR 16) and KBl (SR 2) L2 L2 L2 L2




Table C.48: Corrections shall be made as indicated within the red boxes:

8 | Reduced altemative impact test

temperature, if applicable. Fill in

specified test temperature for @ _ »C P P P P

full-size specimens, including

E]symbol and [T]
9 |Heat treatment, if applicable:

— J55 or K55[normalised| z P

— J55 or K55 Nomalsed and N&T P P P

[FEmpered]

11 | Supplementary requirements, if

applicable:

— K2 (SR 1) 51

—K3(SR2) 52

— K4 (SR 9) {fill in type) S9Q«...»

—K.8 (SR 13) S13 DorP

— K.9 (SR 16) (fill in minimum P

full-size energy absorption

requirement, in joules, and test S16«.__»C P

temperature including p|symbol

and[T]

— K10 (SR 22) 522 D D

— Annex H (PSL) L2orL3 P

Table E.1: Corrections shall be made as indicated within the red boxes:
Table E.1—API Casing List (sizes, masses, wall thickness, grade, and applicable end-finish)
. Nominal Wall
Labels 2 Eﬂ;‘:ﬁ; e | Thick- Type of End-finish 4
T&C ness
1 2 o Ib/ft - H40 Ker R Ty;fg_ al e co P110 Q125

95/ 32.30 9.625 32.30 0.312 PS — — — — — — _
95/ 36.00 9.625 36.00 0.352 PS PSLB — — — —
95/ 40.00 9.625 40.00 0.395 — PSLB |E| — —
9% 43.50 9.625 43.50 0.435 — — P PLB —
9% 47.00 9.625 47.00 0472 — — P PLB PLB
9% 53.50 9.625 53.50 0.545 — — P PLB PLB
9% 58.40 9.625 58.40 0.595 — — P PLB PLB
9% 59.40 9.625 59.40 0.609 — — — P — —
95/ 64.90 9.625 64.90 0.672 — — — P — —
95/ 70.30 9.625 70.30 0.734 — — — P — —
95/ 75.60 9.625 75.60 0.797 — — — P — —




Table E.4: Values shall be updated as indicated within the red box:

Table E.4—Chemical Composition, Mass Fraction (%)

Grade | Type Cc Mn Me Cr Ni Cu P s Si
min | max | min | max | min | max | min | max | max | max | max | max | max
1 2 3 4 6 7 8 9 10 1 12 13 14 15
H40 — — — — — — — — — — ﬁ 0.030 —
Jas — — — — — — — — — — 0.030{ | 0.030 —
K53 — — — — — — — — — — 0.030{ | 0.030 —
Table E.5: Values shall be updated as indicated within the red boxes:
Table E.5—Tensile and Hardness Requirements
min max rII(1slr|l HRC | HEW in. HRC
1 2 3 4 5 ] 7 8 9 10
H40 — 0.5 40 80 60 — — — —
J25 — 0.5 25 a0 75 — — — —
K55 — 0.5 55 a0 95 — — — —
N80 1 0.5 80 110 100 — — — —
N80 Q 0.5 80 110 100 — — — —
R95 — 0.5 95 110 105 — — — —
L8O 1 0.5 80 95 95 230 | 241 — —
L80 9Cr 0.5 80 95 95 230 | 24 — —
L8O 13Cr 0.5 80 95 95 230 | 241 — —
C90 1 0.5 100 254 | 2585 <0.500 30
0.501 to 0.749 40
0.750 to 0.999 50
>1.000 6.0




Table E.6: Values shall be updated as indicated within the red boxes:

0.580 0.767-0.780 0.575-0.585 0.384-0.390 28 23 19 18 17 16 14
0.570 0.754-0.766 0.566-0.574 0.377-0.383 28 23 18 18 17 16 14 13
0.560 0.740-0.753 0.555-0.565 0.370-0.376 28 23 18 18 17 16 14 13
0.550 0.727-0.739 0.546-0.554 0.364-0.369 28 23 18 18 17 14 13
0.540 0.714-0.726 0.535-0.545 0.357-0.363 28 | 23 18 17 17 14 13
0.530 0.701-0.713 0.526-0.534 0.351-0.356 28 23 18 17 17 15 14 13
0.520 0.687-0.700 0.515-0.525 0.344-0.350 27 22 18 17 17 15 14 13
0.510 0.674-0.686 0.506-0.514 0.337-0.343 27 22 18 17 17 15 14 13
0.500 0.660-0.673 0.495-0.505 0.330-0.336 27 22 18 17 E 15 14 13
I 0.270 0.354-0.366 0.266-0.274 0.177-0.183 24 20 16 15 13 12 12

Table E.7: The title shall be revised as indicated within the red box:

Table E.7—Critical Thickness for Couplings with APl Threads

Dimensions in inches

Critical Thickness for Couplings

Label 1 Special Clearance
NU EU BC LC scC
EU BC




Table E.10: Corrections shall be made as indicated within the red boxes:

APl Connection Type and CVN Specimen Orientation, Size, Energy, and Temperature Reduction
Label 1 Special Clearance b
NU EU BC LC sC
EU BC
1 2 3 4 5 6 7 8
1.050 a L-5-11-A — — — — —
1.315 L-5-11 A L-7-16-A — — — — —
1.660 L-5-11-B L-5-11-B — — — — —
1.900 L-5-11-A L-7-16-B — — — — —
23 L-7-16-A L-7-16-A L-7-16-A — — — —
27 L-10-20-A L-10-20-A L-10-20-A — — — —
315 T-5-8-E T-5-8-E T-5-8-D — — — —
4 T-7-12-B T-7-12-B — — — — —
40 T-7-12-B T-7-12-B — L-7-16-A T-T-12-A T-7-12-A T-7-12-A
5 — — — T-5-8-C T-7-12-D T-10-150 T-7-12[0
575 — — — T-58-C T-7-12-D T-10-15-0 T-10-15[0
6 3/g — — — T-10-15-A T-10-15-A T-10-15-A T-10-15-A
7 — — — T-7-12-A T-10-15-A T-10-15-A T-1D-15E
7 5/g — — — T-10-15-A T-10-15-A T-10-15-A T-10-15-A
85y — — — T-10-15-A T-10-15-A T-10-15-A T-10-15-A
955 — — — T-10-15-A T-10-15-A T-10-15-A T-10-15-A
10 3y — — — T-10-15-A T-10-15-A — T-10-15-A
11344 — — — — T-10-15-A — T-10-15-A
13 3 — — — — T-10-15-A — T-10-15-A
16 — — — — T-10-15-A — T-10-15-A
18 3/g — — — — T-10-15-A — T-10-15-A
20 — — — — T-10-15-A T-10-15-A T-10-15-A

Table E.13: Corrections shall be made as indicated within the red boxes:

Table E.13—Charpy Impact Test Specimen Requirements for Couplings, Coupling Stock, Coupling Material,
Coupling Blanks, and Accessory Material for Grades N80 Type 1, N80Q, R95, and T95

API Connection Type and CVN Specimen Orientation, Size, and Energy
Label 1 Special Clearance b
NU EU BC LC sC
BC
1 2 3 4 5 6 7 8
1.050 a L-5-16 — — _ — _




Table E.23: Values shall be updated as indicated within the red box:

Table E.23—Dimensions and Masses for Standard Casing and for Casing Threaded with APl Round Thread

and Buttress Thread

Calculated Mass ©

Nominal Wall

ey, Mass Gain or Loss Due to End

Qutside | Linear p Inside Drift gl
Diameter | Mass T':‘;:: Diameter | Diameter | Plain- Flnlsllt'u:ng
Labels 2 T&Cbe end
Round Thread Buttress Thread
W,
D ! »
in. Ibift in. in. in. Ibift Short Long RC SCC

Table E.27: Corrections and values shall be made as indicated within the red boxes:

Table E.27—Range Lengths

|Dimensi0ns in feet |

Range 1 Range 2 Range 3
CASING (PE/T and C/SF)
Total range length, inclusive @to 250 25010340 M 0to480
Permissible vanation, max 2 6.0 50 6.0
TUBING AND USED AS TUBING
(PEIT and C/
Total range length, inclusive 200t0240" | 28.0t0320¢€ 380to4204
Permissible variation, max 2 20 20 20




Table E.28: Corrections and values shall be made as indicated within the red boxes:

Table E.28—Standard Drift Size

|Dimensions in inchesl

Standard Drift_ Mandrel Size

Product and Label 1 min
Length Diameter
Casing
<9%g 6 d—1/g
295 to<[13 ¥g] 12 d =505
> 133 12 d— 35
Tubing &2
<27l 42 d— 3,
=27ato<8 50 42 d—1g
>85/gto < 10 3y 42 d— 573

3 IntegraHoint tubing shall be tested before upsetting with a drift mandrel as shown, and shall
also be drift-tested at the pin end, after upsetting, with a cylindrical drift mandrel 42 in. in length
and d;, —0.015 in diameter (see Table E.26, Column 6 for d;,).

Casing sizes larger than Label 1: 4 /2 but smaller than Label 1: 103/, specified by the
purchaser to be usad in tubing service shall be marked as specified in Section 11.

Table E.33: Values shall be updated as indicated within the red box:

Table E.33—API Buttress Thread Casing Coupling—Dimensions, Tolerances, and Masses

Size @ Outside Diameter Mﬁ)ss
Minimum Diameter Width of
Outside Regular Special Length of Bearing Face
Label1 | pjameter qu, c Clearance 9 N Counterbore b Special
D e 0 Regular Cle’;rance
in. in. in. in. in. in.
1 2 3 4 5 6 7 8 9
41 4 500 5250 4875 87y 4640 17y 15.19 768
5 5.000 5.800 5375 91/g 5140 932 18.46 882
515 5.500 6.300 5.875 91/ 5.640 937 2050 9.85
65/g 6.625 7.390 7.000 9 5/g 6.765 11 24 49 1246
7 7.000 7875 7.375 10 7140 e 3082 13.84
75l 7625 8500 8.125 10 ¥g 7.765 516 3488 2047
853 8625 9625 9125 10 8.765 g 4599 23.80




Table E.38: Corrections shall be made as indicated within the red boxes:

| C90 and T94 Coupling stock and Coupling stock and 1b 1 —
coupling material coupling material for pipe
Label 1: All sizes
Coupling blank Label 1: <9%/g: 50 ¢ 1 —
Label 1: =9 5/g:30 ¢
Hot forging Coupling blank Label 1: <95/g: 50 ¢ 1 —
Label 1:=95/g:30°¢
C110 and Q125| | Coupling stock and Coupling stock and 1b 1 —
coupling material coupling matenal for pipe
Label 1: All sizes
Coupling blank Label 1: <95/5:50 ¢ 1 —
Label 1: =9 5/g:30 ¢

Table E.39: Values shall be updated as indicated within the red boxes:

Table E.39—Frequency of Tensile Testing—Pup Joints and Accessory Material

Maxi Number of Number of Tests
Grade Material and Heat Treatment Conditions @ aximum Numper o
Pieces in a Lot per Lot per
Heat
1 2 3 4 5 6
H40, J55, K55, | Fullength standard tubing or casing from one or more heats Label 1: < 6 3/g 400 1 1
N80 (all types) Label 1: =6 5/3: 200
| P110| FulHength standard tubing or casing from one or more heats Label 1: < 6 2/5: 200 1 1
Label 1: 26 3/3- 100
H40, J55, K55, | | Thick-wall mechanical tube or bar stock from a single heat Label 1: =4 1/5: 200 1 1
N30 (all types) Label 1: > 4 15 100
Heat-treated in individual lengths Batch heat treatment 100 pup joints or 400 1 —
or hot forgings accessory material
Heat-treated in sequential loads or | In accordance with 10.2.3 1 —
continuous heat treatment
R95, FulHength standard tubing or casing from one or more heats Label 1: <75 2ab 2ab
L80 Type 1 Label 1: = |4 14100
Thick-wall mechanical tube or bar stock from a single heat Label 1: <@ /27200 2ab 2ab
Label 1: 2|4 1/5| 100
Heat-treated in individual lengths Batch heat treatment 100 pup joints or 4008 2b —
or hot forgings ccessory material
Heat-treated in sequential loads or ||in accordance with 102.3| 2P —
continuous heat treatment




Table E.40: Corrections shall be made as indicated within the red box:

Table E.40—Frequency of Hardness Testing

Number .
Grade Material of Tests Maxl_mum !\Iumber of Type of Test Location
Pieces in a Lot
per Lot
1 2 3 4 5 i}
Grade L80 | Pipe, Label 1: <4 1, 24 200 b.c Through-wall, Body tensile test
coupling 1 quadrant
stock, T 2 bc -
coupling Label 1:>4 1/ 2 100 b. Through-wall, Body tensile test
material 1 quadrant
Coupling blanks or hot 242 Heat-treat lot or 400 Through-wall, Coupling blank
forgings coupling blanks P- ¢ 1 quadrant tensile test
Pup joints Batch heat 2a 100 pup joints or 400 Through-wall, Pup joint or
and treatment accessory material - © 1 quadrant accessory tensile
accessory (method a, test
matenal 10.2.3)
heat-treated
i(n individual | Heat-treated 2a Lot (see 10.2) b.c Through-wall, 1 Pup joint or
lengths) in sequential quadrant accessory tensile
loads test
(method b,
10.2.3)
Continuous 2@ Lot (see 10.2) b.c Through-wall, Pup joint or
heat 1 quadrant accessory tensile
treatment test
(method c,
10.2.3)
Table E.43: Corrections shall be made as indicated within the red boxes:
Table E.43—Acceptance (Inspection) Levels
External Imperfections Internal Imperfections
Material Grade
Longitudinal Transverse Longitudinal | Transverse
1 2 3 4 5 6
Pipe body @ | N80 Type 1 L3 — L3 —
N80Q, L80, R95 L4 — L4 —
P110 to K9 (SR 16) L4 L4 L4 L4
P110 L2 L2 L2 L2
P110 to K.9 (SR 16) and KBI(SR 2) L2 L2 L2 L2
cao, T95, c110, [YT L2 L2 L2 L2
Q125 Second method L2 12 — —
Coupling stock | All grades except C110 L2 L2 N N
C110 L2 L2 L3 L3
Weld seam | P110, Q125 L2 N L2
All other grades L3 N L3
All other grades to[K] 3 (SR 2) L2 N L2

NOTE N = Not required; L, = Acceptance (inspection) level.

a  Accessory material shall be treated as pipe body.




Table E.48: Corrections shall be made as indicated within the red boxes:

4 | Size designation (fill in Label 1
designation from Column 1 of

Table|E.1orE2

Specified diameter for coupling
stock and other products with no
mass designation

5 |Mass designation (fill in Label 2
desiimation from Table

Specified wall thickness for
coupling stock and other products
with no mass designation

8 | Reduced altemative impact test
temperature, if applicable. Fill in
specified test temperature for « . wF P P P
full-size specimens, including
[ symbol and fH

9 | Heat treatment, if applicable:
— J55 or Ko5[nomalsed] z

— or K5 ed and D P
tempered N&T

11 | Supplementary requirements, if

applicable:

—K2(SR1) S1 P P
—K3(SR2) 52 P P
— K4 (SR 9) (fill in type) S9Q«...»

—K8(SR13) S13 DorP

— K9 (SR 16) (fill in minimum P

full-size energy absorption

requirement, in[f-Ib] and test S164.._»F P
temperature including Elsymbol

and

—K.10 (SR 22) 522

— Annex H (PSL) L2 orL3 P P P

Fl

12 | Hydrostatic test pressure €

fill in the actual test pressure, in
psi

All designations Pa...» P P

Table G.2: The title shall be revised as indicated within the red box:

Table G.2—Plane-end Pipe Hydrostatic Test Factors by Grade and Size|




Table H.1: Corrections shall be made as indicated within the red boxes:

Table H.1—Reference Table for PSL-2 and PSL-3 Requirements {Continued)

Grade
AnnexHl | APLSCT T 1os | kes et | " | RO [ nogy| 43ce | €90 | Tes | P10 | Q125
1 2 4 5 6 7 8 9 0 | 1 | 12 | 13
H18.11] 10155 | 2
H1812 | 10155 2 2
10.15.6
H.18.1.3 | 10.156 2 2 L]




	Errata 1

