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From: Certification
To: Katie Burkle; 
Subject: 2nd Addendum to API Spec 5L 
Date: Friday, April 23, 2010 12:49:06 PM
Attachments: 5L_e44_A2.pdf 


ATTENTION ALL API SPEC 5L MONOGRAM 
LICENSEES AND APPLICANTS: 
 
Please be advised that the 2nd Addendum to API Spec 5L, Specification 
for Line Pipe, 44th Edition, has been published and should be kept with your 
copies of API Spec 5L.  
 


•         The Date of Issue of this addendum is April 2010
•         The Effective Date of this addendum is October 1, 2010.  


 
You may find this, and any other addendum or errata that may be applicable 
to your license(s), on our website at http://www.api.org/Standards/addenda/
add-ep.cfm.
 
The addendum includes IMPORTANT changes to the requirements of API 
Spec 5L.  Some of these highlights, which are also indicated by the 2010 
change bars throughout Annex N, include:
 


•         Addition of L625Q/X90Q and L690Q/X100Q, and all applicable 
requirements
•         Pipe forming is included as a process requiring validation 
(inadvertently left out for COWL/COWH pipe, non-expanded)
•         Addition of refined open hearth as an allowable manufacturing 
process for the base material
•         Clarifies requirements for jointers
•         Clarifies undercuts and its requirements
•         Updates inspection requirements for wall thickness, weighing, and 
weld seams
•         Addition of Retesting section and updates to existing retesting 
sections
•         Clarifies information about couplings
•         Updates some tests for sour service and offshore
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Date of Issue:  April 2010, Effective date: October 1, 2010 
Affected Publication: API Specification 5L/ISO 3183, Specification for Line Pipe, 44th Edition,  
October 2007 



 
 



 



 



ADDENDUM 2 



 
Replace all of Annex N with the attached. 
 
NOTE   Bars in the outside margins denote changes and additions made February 2009 and April 2010 
to the original Annex N of the 44th Edition published October 2007. 
  











 











Annex N 
(normative) 



Identification/explanation of deviations 



The API Subcommittee 5 on Tubular Goods that voted to adopt ISO 3183 as American National Standard 
ANSI/API Spec 5L, determined that the following modifications were necessary.  



These technical deviations have been noted with an arrow (         ) adjacent to the clause, table, figure, etc. that 
has been modified. 



Modifications to ISO 3183 made during its adoption as an American National Standard: 
 



Clause/Subclause Modification 
 



3 Delete “ISO 377, Steel and steel products — Location and preparation of samples 
and test pieces for mechanical testing” 



  
4 Delete “ISO 377”  



Add the following definitions. 



“4.55  
sample 
sufficient quantity of material taken from the product to be tested for the purpose of 
producing one or more test pieces. 



4.56 
test piece 
part of a sample with specified dimensions, machined or un-machined, brought to a 
required condition for submission to a given test” 
 
Explanation: All other relevant requirements of ISO 377 are adequately covered 
within this standard. 
 
“4.57 
informative elements 
elements that 



a) identify the document, introduce its content and explain its background, 
development, and its relationship with other documents; or 



b) provide additional information intended to assist the understanding or use of 
the document 



 
4.58 
normative elements 
elements that describe the scope of the document, and which set out provisions that 
are required to implement the standard 
 
4.59 
heat 
the metal produced by a single cycle of a batch melting process 
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4.60 
flux core arc welding 
welding process that produces coalescence of metals by heating them with an arc 
between a continuous filler metal electrode and the work, with shielding provided by a 
flux contained within the tubular electrode 



NOTE In some cases, additional shielding is obtained from an externally supplied gas or gas 
mixture. 



4.61 
shielded metal arc welding 
welding process that produces coalescence of metals by heating them with an arc 
between a covered metal electrode and the work, with shielding obtained from 
decomposition of the electrode covering 



NOTE Pressure is not used and the decomposition is obtained from the electrode.” 



Explanation: Definitions added to provide clarity. 
  
4 Replace 4.24 with the following.  



 
4.24  
Jointer  
two or three lengths of pipe coupled or welded together by the manufacturer 
 
Add the following Note to 4.30. 
 
4.30 
Non-destructive inspection 
 
NOTE   Also referred to as “NDT – non-destructive testing. 
 
Explanation: Updated to provide clarity relating to updated 9.11. And the term "NDT" 
is defined; however "nondestructive inspection" is used throughout the specification. 



  
5.2 Add the following abbreviation to Clause 5.2. 



 
NDI Non destructive inspection 
 
Explanation: The term "NDT" is defined; however "nondestructive inspection" is used 
throughout the specification. 



  
6.2.1  Table 1 Add the following to Column 3 of allowable PSL 2 grades, Quenched and tempered. 



 
L625Q or X90Q  
L690Q or X100Q 
 
Explanation: Adds quenched and tempered as an acceptable delivery condition for 
PSL 2 grades L625 or X90 and L690 or X100. 



  
6.2.1 Table 1 Delete footnote “a” and replace with the following. 



“For intermediate grades, the steel grade shall be in one of the following formats: (1) 
The letter L followed by the specified minimum yield strength in MPa and, for PSL 2 
pipe, the letter describing the delivery condition (R, N, Q or M) consistent with the 
above formats. (2) The letter X followed by a two or three digit number equal to the 
specified minimum yield strength in 1000 psi rounded down to the nearest integer 
and, for PSL 2 pipe, the letter describing the delivery condition (R, N, Q or M) 
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consistent with the above formats.” 



Explanation: Amends the current footnote to be more consistent with USC 
designations.  



  
7.2 a) 5) Replace with the following. 



 
carbon equivalent limits for PSL 2 pipe in Grades L555Q or X80Q, L625Q or X90Q, 
and L690Q or X100Q (see Table 5), 
 
Explanation: Adds carbon equivalent limits for PSL 2 grades L625 or X90 and L690 or 
X100. 



  
7.2 c) 34) Replace with the following. 



“34) alternative format for pipe length marking locations (see 11.2.6 a),” 



Explanation: The previous edition of API Spec 5L requires marking the total length of 
the pipe in the bundle whereas the ISO gives this as an option. 



  



7.2 c) 56) Add the following.  



“56) deviation from hardness test [See H.7.3.3.3],” 



Explanation: This clause complements the requirement in H.7.3.3.3. 
  
7.2 c) 57) 
 
 
 
 
7.2 c) 60) 
 
 
 
 
 
 
 
7.2 c) 61) 
 
 
 
 
 
 
 
7.2 c) 62) 



Add the following. 



“57) Deviation from hardness test [See J.8.3.2.3],” 



Explanation: This clause complements the requirement in J.8.3.2.3.  
 
Add the following. 



“60) deviation from 4 hardness impressions [see H.7.3.3.2 c)],” 



Explanation: This clause complements the requirement in H.7.3.3.2 c). 



 



Add the following. 



“61) hardness testing of pipe body for seamless [J.8, Table J.7],” 



Explanation: This clause complements the requirement in J.8, Table J.7. 



Add the following. 



“62) deviation from location of hardness test [J.8.3.2.2 c].” 



Explanation: This clause complements the requirement in J.8.3.2.2 c. 
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8.1 Table 2 Delete the last column of Table 2 and add the last two columns of the following table 
under PSL 2 pipe grade. 
 



Type of pipe or 
pipe end 



PSL 2 pipe grade a 
>L555 or X80 



to L690 or 
X100  



>L690 or 
X100 to L830 



or X120 
Type of pipe 



SMLS X - 
CW - -



LFW - -



HFW - -



LW - -



SAWL X X 
SAWH c  X X 
COWL - - 
COWH c - - 
Double-seam SAWL d X X 
Double-seam COWL - - 
   



Type of pipe end 
Belled end a - - 
Plain end  X X 
Plain end for special 
coupling 



- - 



Threaded end f - - 



 
Explanation: Adds SMLS as an acceptable manufacturing process for PSL 2 grades 
L625 or X90 and L690 or X100. 



  
8.2 Add the following: 



 
“— for SAWL and SAWH pipe, non-expanded:  pipe forming, seam welding, 



repair welding, if applicable, heat 
treatment 



— for SAWL and SAWH pipe, expanded:   pipe forming, seam welding, 
repair welding, expansion 



— for COWL and COWH pipe, non-expanded:  pipe forming, seam welding, 
repair welding, if applicable, 
heat treatment  



— for COWL and COWH pipe, expanded:  pipe forming, seam welding, 
repair welding, expansion” 



 
Explanation (Updated):  Oversights in the list of processes requiring validation, 
including pipe forming for non-expanded COW pipe. 



  
8.3.1 Replace 8.3.1 text with the following: 



  
The ingots, blooms, billets, strips or plates used as starting material for the 
manufacture of pipe shall be made from steel made by the  



• basic oxygen process, 
• electric-furnace process, or  
• open hearth process in combination with a ladle refining process. 



 
Explanation:  Change allows refined open hearth steel. 
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8.4.1 Add the following. 
 
“f) laser welding”  
 
Explanation:  Process is used for tack welding. 



  
8.11 Add the following after 8.11.3. 



 
8.11.4 Portions of pipe used in the making of jointers shall have passed inspection, 
including hydrostatic testing. Alternatively the completed jointer may be 
hydrostatically tested. 
 
Explanation: Addresses an item of manufacturing procedure not previously covered 
by the standard. 



  
9.2 Table 4 Revise footnote "a" and add a footnote "g" in Table 4, as follows. 



Steel grade 
(Steel name) 



Mass fraction, based upon heat and product analyses a,g 
% 



C Mn P S V Nb Ti 



max.b max.b min. max. max. max. max. max. 



a 0,50 % maximum for copper; 0,50 % maximum for nickel: 0,50 % 
maximum for chromium; and 0,15 % maximum for molybdenum.. 



g No deliberate addition of boron is permitted and the residual boron 
content shall be ≤ 0,001 %. 



 
Explanation: Since the upper limit is fixed for Cu, Cr and Ni it does not matter, 
whether it is added intentionally or unintentionally. Footnote "g" places a practical limit 
on residual boron content for PSL 1 steel and if boron is to be added to the steel 
deliberately, it is subject to agreement. 



  
9.2 Table 5 Add the following rows and footnotes "k" and "l" to Table 5. 



Steel grade 
(Steel name) 



Mass fraction, based upon heat and product analyses 
% maximum 



Carbon 
equivalent a 
% maximum 



 C b Si Mn b P S V Nb Ti Other l CEIIW CEPcm
Seamless and welded pipes 



L625Q or X90Q  0,16 f 0,45 f 1,90 0,020 0,010 g g g j,k as agreed
L690Q or 
X100Q 0,16 f 0,45 f 1,90 0,020 0,010 g g g j,k as agreed 



j 0,004 % maximum for boron. 
k Unless otherwise agreed, 0,50 % maximum for Cu, 0,55 % maximum for Cr, 0,80 % maximum 



for Mo, 1,00 % maximum for Ni. 
l  For all PSL 2 pipe grades except those grades to which footnote j already applies the following 



applies. Unless otherwise agreed no intentional addition of boron is permitted and residual 
boron content shall be ≤ 0,001. 



 
Explanation: This places a practical limit on residual boron content for PSL 2 steel 
except for grades to which boron is intentionally added as covered by footnote "j" and, 
if boron is to be added deliberately to other pipe steel grades, it is subject to 
agreement. 
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9.3 Table 7 Add the following rows to Table 7 and replace footnote "g" with the following. 



Pipe 
grade 



Pipe body of seamless and welded pipes 



Weld seam 
of HFW, 



SAW and 
COW pipes



Yield strength a 
Rt0,5 b 



Tensile strength a



Rm 
Ratio a,



b, c 
Rt0,5/Rm



Elongation 
on 50 mm 



or 2 in 
Af 



Tensile 
strength d



Rm 



MPa (psi) MPa (psi)  % MPa (psi) 
Minimum maximum minimum maximum maximum minimum minimum 



L625Q or 
X90Q  



625  
(90 600) 



775  
(112 400)



695  
(100 800)



915 
(132 700) 0,97 g f  



L690Q or 
X100Q 



690  
(100 100)



840  
(121 800)



760  
(110 200)



990 
(143 600) 0,97 g f  



g Lower Rt0,5/Rm ratio values may be specified by agreement for L625 or X90, L690 or 
X100, and L830 or X120 pipe. 



 
Explanation: Adds mechanical properties for grades L625Q or X90Q and L690Q or 
X100Q and clarifies elongation requirements. 



  
9.3 Table 7 Replace Table 7 footnote "e" as follows.  



 
“e For pipe requiring longitudinal testing, the maximum yield strength shall be ≤ 495 
MPa (71 800 psi).” 
 
Explanation:  Corrects the footnote in the table to be consistent with API 5L 43rd 
edition.  



  
9.6 a) Add the following new item 3). 



 
“3) For all pipe D/t’s, continue flattening until opposite walls of the pipe meet; no 
evidence of lamination or burnt metal shall develop during the entire test.” 
 
Explanation:  Requirement from API 5L 43rd edition inadvertently left out of publication. 



  
9.8.2.3 Change the existing 9.8.2.3 to read. 



 
“If 9.8.2.2 does not apply for the order item, the shear fracture area on the CVN 
specimen should be estimated and reported for information purposes for all 
grades and sizes of pipe that have been CVN tested, unless otherwise agreed.”  



 
Explanation:  Reporting of % shear fracture on certificates for information for all CVN 
test was inadvertently omitted. 



  
9.10.2 Replace the first sentence of 9.10.2 with the following. 



 
Undercuts can best be located visually.  Undercuts in SAW and COW pipes shall be 
investigated, classified, and treated as follows. 
 
Explanation: Clarifies that while undercuts can best be located visually, undercuts 
exceeding the acceptance criteria found by other methods are defects. 
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9.10.2 Replace 9.10.2b) with the following. 
 
b) Undercuts that have a depth > 0,4 mm (0.016 in) but ≤ 0,8 mm (0.031 in) are 
acceptable provided they are treated in accordance with Clause C.2 and provided 
that: 



1) their individual lengths are ≤ 0,5 t, 
2) their individual depths are ≤ 0,1 t, and 
3) there are no more than two such undercuts in any 300 mm (12.0 in) length 



of weld. 
 
Explanation: Clause 9.10.2 b) as was written was confusing as the first line states 
that the following undercuts are "acceptable" while the final sub- clause appeared to 
contradict this.   



  
9.10.3.2 Replace 9.10.3.2 with the following. 



 
Arc burns shall be treated in accordance with Clause C.2, C.3 b) or C.3 c), except 
that they may be removed by grinding, chipping or machining, provided that the 
resultant cavity is thoroughly cleaned and checked for complete removal of damaged 
material by etching with a 10% solution of ammonium persulfate or a 5% solution of 
nital. 
 
Explanation: Clarifies that grinding is an acceptable method of removing arc burns. 



  
9.11 Table 9 Revise Table 9 column 2 title.  



“Special plain-enda” to “Special light sizes” 



Revise Table 9 column 3 title. 



“Regular plain-end” to “Regular sizes” 



Revise footnote in Table 9. 
 
“a Pipe having the combination of specified outside diameter and specified wall thickness is 
defined as special light sizes.  Other combinations given in this table are defined as regular 
size pipe.  Pipe that has a combination of specified outside diameter and specified wall 
thickness that is intermediate to the tabulated values is considered to be special light size if the 
next lower tabulated value is for special light size pipe; other intermediate combinations are 
considered to be regular size pipe.”



  
9.11.2 Add the following to the end of the clause following item C in the list.   



 
“For threaded-and-coupled pipe, the weights determined as described above shall 
conform to the calculated weights or adjusted calculated weights within the tolerances 
specified in Clause 9.14.” 
 
Explanation:  Existing clause does not address weighing of threaded and coupled 
pipe as does API 5L 43rd Clause 7.4. 
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9.11.3.3 Add the following to 9.11.3.3. 
 
c) If the supply of jointers is agreed, jointers comprising two pieces welded 
together to make a length shorter than 15,0 m (49.2 ft) may be furnished to a 
maximum of 5% of the order item, or as agreed. 
 
d) If the supply of jointers is agreed, jointers comprising two pieces welded 
together to make a length 15,0 m (49.2 ft) or longer may be furnished for the entire 
order item or any portion thereof. 
 
e) If the supply of jointers is agreed, jointers comprising three pieces welded 
together to make a length 15,0 m (49.2 ft) or longer may be furnished to a maximum 
of 5% of the order item, or as agreed. 
 
Explanation: Introduces clauses for clarification of the standard. 



  
Figure 2 Revise Key 1 as follows. 



1   straight line 
 
Revise Figure 2 to remove the rectangle representing the straight edge leaving only a 
line.  
 



  
 
Explanation:  Clarifies the figure. 



  
9.14.1 a) Revise Clause 9.14.1a). 



 
“a) for special light size pipe (see Table 9):” 



 
Explanation: Past term “special plain-end” was confusing as the special aspect of the 
product addresses the wall thickness or mass tolerances not end condition. 
 



  
10.1.2.2 Add the following to 10.1.2.2. 



 
i) certification that the product meets the requirements of Annexes A , F and I, as 
applicable. 
 
Explanation: Adds required information for possible PSL 1 products in inspection 
documents, if applicable. 



10



09



10











  
10.2 Table 17 Replace the 19th and 20th rows of Table 17 with the following. And add the following 



footnote "c" to Table 17. 
 



Type of inspection Type of pipe Frequency of inspection 



Macrographic testing of the 
longitudinal or helical-seam 
weld of welded pipe 



SAWL, SAWH, 
COWL or COWH 



At least once per operating shift plus whenever any 
change of pipe size occurs during the operating 
shift; or, if 10.2.5.3 or 10.2.5.4 applies, at the 
beginning of the production of each combination of 
specified outside diameter and specified wall 
thickness. 



Metallographic testing of 
the longitudinal seam weld 
of welded pipe 



LFW or HFW 
excluding full body 
normalized pipe 



At least once per operating shift plus whenever 
changes of grade, specified outside diameter or 
specified wall thickness are made; plus whenever 
significant excursions from operating heat 
treatment conditions are encountered 



 
c   Pipe produced by each welding machine shall be tested at least once per week. 



 
Explanation: [Updated] Clarifies table entries to be consistent with purpose and 
frequency of tests as described in Clauses 10.2.5.3 and 10.2.5.4. 



  
10.2 Table 18 Replace the 16th and 17th rows of Table 18 with the following, and add the following 



footnote "b" to Table 18. 
 



Type of inspection Type of pipe Frequency of inspection 



Macrographic testing of the 
longitudinal or helical seam 
weld of welded pipe 



SAWL, SAWH, 
COWL or COWH 



At least once per operating shift plus whenever 
any change of pipe size occurs during the 
operating shift; or, if 10.2.5.3 or 10.2.5.4 applies, 
at the beginning of the production of each 
combination of specified outside diameter and 
specified wall thickness. 



Metallographic testing (or 
optional hardness test in lieu 
of metallography) of the 
longitudinal seam weld of 
welded pipe 



HFW excluding full 
body normalized 
pipe 



At least once per operating shift plus whenever 
changes of grade, specified outside diameter or 
specified wall thickness are made; plus whenever 
significant excursions from operating heat 
treatment conditions are encountered 



 
b   Pipe produced by each welding machine shall be tested at least once per week 
 
Explanation: [Updated] Clarifies table entries to be consistent with purpose and 
frequency of tests as described in Clauses 10.2.5.3 and 10.2.5.4. 



  
10.2.3.2 Revise the first paragraph as follows.  



 
“Rectangular test pieces, representing the full wall thickness of the pipe, shall be 
taken in accordance with ISO 6892 or ASTM A 370 and as shown in Figure 5, 
transverse test pieces for hot worked or heat treated seamless pipe shall be round 
test pieces and, for all other pipe shall be either round test pieces or flattened.” 
 
Explanation: This requirement in API 5L 43rd edition was inadvertently left out of the 
publication. 



  



10 



09 



09 



09 











10.2.3.3 Add the following sentence to the end of the 3rd paragraph. 
 
“The specimen shall be taken as close as practicable to the OD surface of the pipe.”  
 
Revise the 4th paragraph: 
 
“For test pieces taken in the HAZ of SAW and COW pipes, the axis of the notch shall 
be located as close as practicable to the fusion line of the outside weld bead as 
shown in Figure 7. The specimen shall be taken as close as practicable to the OD 
surface of the pipe.” 
 
Explanation:  Clarifies requirement for location of the test specimen. 



  
Figure 7 Replace Figure 7 with the below attached figure.  



  



 
 
Explanation:  Clarifies requirement for location of the test specimen.  



  
10.2.5 Add the following 10.2.5.4. 



 
10.2.5.4 For SAW pipe seams made with tack welds, the melting and coalescence of 
the tack weld into the final weld seam shall be verified by macrographic testing [See 
8.4.2 a)]. 
 
Explanation: Minimum penetration of weld beads is needed to ensure complete 
removal of tack welds and to ensure complete fusion of the outside and inside SAW 
weld seam of the pipe. 



  
10.2.8.2 Add the following Note after 10.2.8.2. 



 
NOTE Out-of-roundness measurements taken in stacks are invalid due to the elastic 
deformations caused by forces exerted by pipes adjacent to those being measured. 
 
Explanation: The note is added to clarify that out-of-roundness measurements should 
not be made on pipe while it is stacked. 



  
10.2.8.5 Replace 10.2.8.5 with the following. 



 
Clause 10.2.8.5. Each length of pipe shall be measured for conformance to the 
specified wall thickness requirements. The wall thickness at any location shall be 
within the tolerances specified in Table 11, except that the weld area shall not be 
limited by the plus tolerance. Wall thickness measurements shall be made with a 
mechanical calliper or with a properly calibrated non-destructive inspection device of 
appropriate accuracy. In case of dispute, the measurement determined by use of the 
mechanical calliper shall govern. The mechanical calliper shall be fitted with contact 
pins. The end of the pin contacting the inside surface of the pipe shall be rounded to 
a maximum radius of 38,1 mm (1.50 in) for pipe of size 168,3 mm (6.625 in) or larger, 
and up to a radius of D/4 for pipe smaller than size 168,3 mm (6.625 in) with a 
minimum radius of 3,2 mm (0.125 in). The end of the pin contacting the outside 
surface of the pipe shall be either flat or rounded to a minimum radius of 31,2 mm 
(1.25 in). 
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Explanation: The proposed amendment reflects current general practice more 
accurately, does not adversely impact the control methodology and has the 
advantage that the upper part of the calliper contact pin may be obtained more easily 
as a stock article in the tool market 



  
10.2.8.5 Add the following to the end of the clause. 



 
“For threaded-and-coupled pipe, the length shall be measured to the outer face of the 
coupling. The length of threaded-and-coupled pipe may be determined before the 
couplings are attached, provided the proper allowance is made for the length of the 
couplings.”  
 
Explanation: Requirement which addresses measurement of threaded and coupled 
length of pipe (API 5L 43rd, 7.5) was inadvertently left out. 



  
10.2.9 Replace 10.2.9 with the following. 



 
10.2.9 Weighing  
For pipe with D ≥ 141,3 mm (5.563 in), the lengths of pipe shall be weighed 
individually, except that for welded jointers it shall be permissible to weigh the 
individual lengths comprising the jointer or the jointer itself. For pipe with D < 141,3 
mm (5.563 in), the lengths of pipe shall be weighed either individually or in convenient 
lots selected by the manufacturer. 
 
Explanation: Clarifies acceptable options in the standard. 



  
10.2.9 Add the following to the end of the Clause 10.2.9: 



 
“Threaded-and-coupled pipe shall be weighed either: 
i) with the couplings screwed on but without thread protectors, except for order items 
with a mass of 18 tonnes (20 tons) or more for which proper allowance shall be made 
for the weight of the thread protectors, or 
   
ii) before the couplings are attached, provided that allowance is made for the weight 
of the couplings.” 
 
Explanation:  Requirement of weighting of threaded and coupled pipe (API 5L 43rd 
7.4) was inadvertently left out. 



  
10.2.11 Replace with the following. 



10.2.11 Reprocessing 



If any mechanical property test result for a test unit of pipe fails to conform to the 
applicable requirements, the manufacturer may elect to heat treat the test unit of pipe 
in accordance with the requirements of Table 3, consider it a new test unit, test it in 
accordance with all requirements of 10.2.12 and 10.2.4 that are applicable to the 
order item, and proceed in accordance with the applicable requirements of this 
standard. After one reprocessing heat treatment, any additional reprocessing heat 
treatment shall be subject to agreement with the purchaser. 
 
For non-heat treated pipe, any reprocessing heat treatment shall be subject to 
agreement with the purchaser. For heat treated pipe, any reprocessing with a 
different type of heat treatment (see Table 3) shall be subject to agreement with the 
purchaser.” 
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Explanation (Updated): This corrects an error in the document.  The term “lot” in the 
document has been replaced with the term “test unit”. This clause complements 
Clause 10.2.12. See also explanation to that clause.  



  
10.2.12 Replace with the following.  



“10.2.12  Retesting 



10.2.12.1  Recheck analyses 



If the product analyses of both samples representing the heat fail to conform to the 
specified requirements, at the manufacturer's option either the heat shall be rejected 
or the remainder of the heat shall be tested individually for conformance to the 
specified requirements. If the product analysis of only one of the samples 
representing the heat fails to conform to the specified requirements, at the 
manufacturer's option, either the heat shall be rejected or two recheck analyses shall 
be made using two additional samples from the heat. If both recheck analyses 
conform to the specified requirements, the heat shall be accepted, except for the 
pipe, plate, or coil from which the initial sample that failed was taken. If one or both 
recheck analyses fail to conform to the specified requirements, at the manufacturer's 
option either the heat shall be rejected or the remainder of the heat shall be tested 
individually for conformance to the specified requirements. 



For such individual testing, analyses for only the rejecting element or elements need 
be determined. 



Samples for recheck analyses shall be taken in the same location as specified for 
product analyses samples. 



10.2.12.2  Tensile retests 



If the tensile test specimen representing a test unit of pipe fails to conform to the 
specified requirements, the manufacturer may elect to retest two additional lengths 
from the same test unit. If both retested specimens conform to the specified 
requirements, all the lengths in a test unit shall be accepted, except the length from 
which the initial specimen was taken. If one or both of the retested specimens fail to 
conform to the specified requirements, the manufacturer may elect to individually test 
the remaining lengths in the test unit, in which case determinations are required only 
for the particular elements with which the specimens failed to comply in the preceding 
tests. Specimens for retest shall be taken in the same manner as the specimen that 
failed to meet the minimum requirements.  If applicable reprocessing shall be as 
defined in 10.2.11. 



10.2.12.3  Flattening retests 



Flattening retest provisions are as follows: 



a) Non-expanded electric welded pipe in grades higher than L175 or A25 and non-
expanded laser welded pipe smaller than 323,9 mm (12.750 in) produced in single 
lengths: 



The manufacturer may elect to retest any failed end until the requirements are met, 
providing the finished pipe is not less than 80% of its length after initial cropping 



b) Non-expanded electric welded pipe in grades higher than L175 or A25 and non-
expanded laser welded pipe smaller than 323,9 mm (12.750 in) produced in multiple 
lengths: 
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The manufacturer may elect to retest each end of each individual length if any test 
fails. The retest for each end of each individual length shall be made with the weld 
alternatively at 0 ° and 90 °. 



c) Cold-expanded electric welded pipe in grades higher than L175 or A25 all welded 
Grade L175 or A25 in sizes 60,3 mm (2.875 in) and larger; and cold-expanded laser 
welded pipe smaller than size 323,9 mm (12.750 in): 



The manufacturer may elect to retest one end of each of two additional lengths of the 
same test unit. If both retests are acceptable, all lengths in the test unit shall be 
accepted, except the original failed length. If one or both retests fail, the manufacturer 
may elect to repeat the test on specimens cut from one end of each of the remaining 
individual lengths in the test unit. 



If applicable reprocessing shall be as defined in 10.2.11. 



10.2.12.4  Bend retests 



If the specimen fails to conform to the specified requirements, the manufacturer may 
elect to make retests on specimens cut from two additional lengths from the same 
test unit. If all retest specimens conform to the specified requirements, all the lengths 
in the test unit shall be accepted, except the length from which the initial specimen 
was taken. If one or more of the retest specimens fail to conform to the specified 
requirements, the manufacturer may elect to repeat the test on specimens cut from 
the individual lengths remaining in the test unit.  



If applicable reprocessing shall be as defined in 10.2.11. 



10.2.12.5  Guided-bend retests 



If one or both of the guided-bend specimens fail to conform to the specified 
requirements, the manufacturer may elect to repeat the tests on specimens cut from 
two additional lengths of pipe from the same test unit. If such specimens conform to 
the specified requirements, all lengths in the test unit shall be accepted, except the 
length initially selected for test. If any of the retested specimens fail to pass the 
specified requirements, the manufacturer may elect to test specimens cut from 
individual lengths remaining in the test unit. The manufacturer may also elect to retest 
any length that has failed to pass the test by cropping back and cutting two additional 
specimens from the same end. If the requirements of the original test are met by both 
of these additional tests, that length shall be acceptable. No further cropping and 
retesting is permitted. Specimens for retest shall be taken in the same manner as 
specified in Tables 19 and 20 and clause 10.2.3.6. 



If applicable reprocessing shall be as defined in 10.2.11. 



10.2.12.6  Charpy retests 



In the event that a set of Charpy test specimens fail to meet the acceptance criteria, 
the manufacturer may elect to replace the test unit of material involved or alternatively 
to test two more lengths from that test unit. If both of the new tests meet the 
acceptance criteria, then all pipe in that test unit, with the exception of the original 
selected length, shall be considered to meet the requirement. Failure of either of the 
two additional tests shall require testing of each length in the test unit for acceptance. 



If applicable reprocessing shall be as defined in 10.2.11.” 



Explanation (Updated): This corrects an error in the document.  The term “lot” in the 
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document has been replaced with the term “test unit”. Retesting to previous edition of 
API Spec 5L is not completely covered adequately in ISO 404. The specified 
requirements of the above subclauses are taken directly from API Spec 5L, 43rd 
Edition. 10.2.12.5 references updated for the 44th edition. 



  
10.2.12 Add a new clause 10.2.12.7, as follows. 



 
10.2.12.7 Hardness retests: 
If the hardness test specimen representing a test unit of pipe fails to conform to the 
specified requirements, the manufacturer may elect to retest two additional lengths 
from the same test unit. If both retested specimens conform to the specified 
requirements, all the lengths in a test unit shall be accepted, except the length from 
which the initial specimen was taken. If one or both of the retested specimens fail to 
conform to the specified requirements, the manufacturer may elect to individually test 
the remaining lengths in the test unit. Specimens for retest shall be taken in the same 
manner as the specimen that failed to meet the minimum requirements (see H.7 or 
J.8, as applicable). If applicable, reprocessing shall be as defined in 10.2.11. 
 
Explanation: Retest requirements for this test were inadvertently not included in the 
standard.  



  
10.2.12 Add a new clause 10.2.12.8, as follows. 



 
10.2.12.8 DWT retests 
In the event that a set of DWT test specimens fail to meet the acceptance criteria, the 
manufacturer may elect to replace the test unit of material involved or alternatively to 
test two more lengths from that test unit. If both of the new tests meet the acceptance 
criteria, then all pipe in that test unit, with the exception of the original selected length, 
shall be accepted. Failure of either of the two additional tests shall require testing of 
each length in the test unit for acceptance. Specimens for retest shall be taken in the 
same manner as the specimen that failed to meet the minimum requirements (see 
10.2.3). If applicable reprocessing shall be as defined in 10.2.11. 
 
Explanation: Retest requirements for this test were inadvertently not included in the 
standard.  



  
11.1.3 Before the current sentence add the following. 



“Whenever the purchase order requires API Spec 5L pipe to be supplied, markings 
identifying Spec 5L pipe shall be required.” 



Explanation: Permits marking when in compliance with this annex. 
  
11.2.1 b) Replace the clause with the following. 



“Spec 5L shall be marked when the product is in complete compliance with this 
standard and annex. Products in compliance with multiple compatible standards may 
be marked with the name of each standard.” 



Explanation: Permits marking when in compliance with this annex and allow for 
marking of compatible standards. 



  
11.2.1 j) Add the following subclause j.   



“j) when the specified hydrostatic test pressure is higher than the test pressure 
specified in Tables 24 or 25 as applicable, or exceeding the pressures stated in note 
a, b, or c of Table 26 if applicable, the word TESTED shall be marked at the end of 
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the marking immediately followed by the specified test pressure in psi if ordered to 
USC units or MPa if ordered to SI units.” 



Explanation: Marking of the pipe with a hydrostatic test pressure different than the 
standard pressure is not specified in the ISO standard. 



  
11.2.1  
Example 1 



Replace example with the following. 



“For identification of pipe to API Spec 5L, replace the example with the following 



(For SI units)     X Spec 5L 508 12,7 L360M PSL 2 SAWL Y Z” 
  
11.2.1  
Example 2 



Replace example with the following. 



“(For USC units)    X Spec 5L 20 0.500 X52M PSL 2 SAWL Y Z” 
  
11.2.1 
Example 3    



Add the following example.  



“When pipe also meets the requirements of compatible standard ABC.  



(For SI units)     X Spec 5L/ABC 508 12,7 L360M PSL 2 SAWL Y Z” 
  
11.2.1 
Example 4  



Add the following example.  



“When pipe also meets the requirements of compatible standard ABC.  



(For USC units)     X Spec 5L/ABC 20  0.500 X52M PSL 2 SAWL Y Z” 
  
11.2.1 
Example 5    



Add the following example.  



“When hydrotest pressure differs from the standard pressure.  



(For SI units tested to 17,5 MPa)   



X Spec 5L 508 12,7 L360M PSL 2 SAWL Y Z TESTED 17,5” 
  
11.2.1 
Example 6  
 



Add the following example.  



“When hydrotest pressure differs from the standard pressure. 



(For USC units tested to 2540 psi)  



X Spec 5L 20 0.500 X52M PSL 2 SAWL Y Z TESTED 2540” 



 Explanation:  The above six examples specify the requirements for marking pipe 



— ordered to API Spec 5L and this annex (examples 1 and 2) 



— complying also with compatible standards (examples 3 and 4) 



— having been hydrotested at a pressure different from the standard one (examples 
5 and 6)  



  
11.2.3           Add a bullet d) as follows: 



“d) Unless otherwise agreed and specified on the purchase order, cold die stamping 
is prohibited on all pipe with a specified wall thickness of 4,0 mm (0.156 in) or less 











and all pipe of grade higher than L175 or A25 not subsequently heat treated.” 



Explanation: This clause is from API Spec 5L 43rd Edition (with editing). 
  
11.2.6 a) Change the clause to read as follows: 



“For pipe with D ≤ 48,3 mm (1.900 in) the total length of pipe in the bundle shall be 
marked on a tag, strap or banding clip attached to the bundle.” 



Explanation: This clause is from API Spec 5L 43rd Edition (with editing). 
  
11.2.6 b) Add to the beginning of the first sentence:  



“Unless a specific surface is specified on the purchase order” 



In 2) delete “if agreed” 



Explanation: Marking on the inside surface may be preferred because it is more 
secure, does not deteriorate due to weather and facilitates reading in case of stacked 
pipe. 



  
11.3 
 



Delete this clause and add the following: 



“All couplings in sizes 60,3 mm (2.375 in) and larger shall be identified with the 
manufacturer’s mark and Spec 5L.” 



Explanation: This clause is from API Spec 5L 43rd Edition.  
  
11.4 Add the following new 11.4. 



“11.4  Thread identification and certification 



11.4.1  At the manufacturer’s option, threaded-end pipe may be identified by 
stamping or stenciling the pipe adjacent to the threaded ends, with the manufacturers 
name or mark, Spec 5B (to indicate the applicable threading specification), the 
specified outside diameter of the pipe and the letters “LP”(to indicate the type of 
thread). The thread marking may be applied to products that do or do not bear the 
API monogram. For example, size 168,3 mm (6.625 in) threaded-end pipe may be 
marked to as follows, using the value that is appropriate for the pipe outside diameter 
specified on the purchase order: 



AB CO Spec 5B 6.625 LP 



or 



AB CO Spec 5B 168,3 LP 



11.4.2  The use of the letters “Spec 5B” as provided by 11.4.1 shall constitute a 
certification by the manufacturer that the threads so marked comply with the 
requirements in API Spec 5B but should not be construed by the purchaser as a 
representation that the product so marked is, in its entirety, in accordance with any 
API Specification. Manufacturers who use the letters “Spec 5B” for thread 
identification are required to have access to properly certified API master pipe gages.” 



Explanation: This clause is not included in the ISO standard. 
  
11.5 Add a new clause 11.5. 











“11.5 Pipe processor markings 



Pipe heat treated by a processor other that the original pipe manufacturer shall be 
marked as stipulated in the applicable sub clauses of Clause 11. The processor shall 
remove any marking that does not indicate the new condition of the product as a 
result of heat treating (such as prior grade identity and original pipe manufacturer’s 
name or logo).  



When a processor is subcontracted by the pipe manufacturer and performs 
operations that unavoidably remove or obliterate the marking, the subcontractor may 
reapply the marking provided the reapplication is controlled by the pipe 
manufacturer.” 



Explanation: This clause is not included in the ISO standard. 
  
A.2 Replace A.2.2 with the following. 



 
A. 2.2 The completed jointers shall be straight within the limits of 9.11.3.4. Completed 
jointers shall not be straightened by bending at the jointer welds. 
 
Explanation: Adds an essential technical requirement. 



  
C.4.2 Replace C.4.2 with the following and add a new Figure C.1. 



 
C.4.2  Except as allowed by clause C.4.1, repair by welding shall be confined to the 
weld of SAW and COW pipes. The defect shall be completely removed and the 
resulting cavity shall be thoroughly cleaned. For PSL 2 pipe, the rim of the resulting 
cavity shall not extend into the parent metal by more than 3,2 mm (0.125 in), as 
measured along the pipe surface perpendicular to the weld (see Figure C.1). Unless 
otherwise agreed, repairs to welds in cold-expanded PSL 2 pipe shall be performed 
prior to cold expansion. Seam welds made without filler metal shall not be repaired by 
welding. 
 



 
Figure C.1 Resultant Cavity of Undercut Repair (PSL 2 only) 



 
Explanation: Requirements were clarified and reference to figure was missed in the 
44th edition. 



  
C.4 Add the following to C.4. 



 
“C.4.7 For SMLS pipe (PSL 1 only), prior to weld repair, MT or PT inspection shall be 
performed to ensure complete removal of defect.” 
 
Explanation: Clarifies requirement for inspection prior to repair as stated in API 5L 
43rd edition. 
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C.4 Replace C.4.6, and add the following C.4.8 to C.4. 
 
C.4.6. After weld repair, the total area of the repair shall be ultrasonically or 
radiographically inspected in accordance with Annex E and if applicable, Annex K. 
Before expansion or hydrotest the type of UT may be at the option of the pipe 
manufacturer but, after expansion or hydrotest, inspection shall be by manual UT. It 
would also be acceptable to carry out combined automatic and manual UT after 
expansion or hydrotest. 
 
C.4.8 Pipe that has been repair welded shall be hydrostatically tested after repair 
welding in accordance with clause 10.2.6. 
 
Explanation: (C.4.6) Weld repair, can cause auto-UT boundaries to be changed, 
resulting in uncertainty if auto-UT is inspecting the repaired area properly. UT and RT 
are complementary. (C.4.8) It is normal practice to hydrotest pipes on which the weld 
has been repaired. It was required by 43rd edition of API 5L. 



  
D.2.1.2 Replace the existing D.2.1.2 with the following. 



“At the option of the manufacturer, the welding procedure qualification mechanical 
tests specified in API Spec 5L, 43rd Edition Appendix C2, ISO 15614-1 or ASME 
Section IX may be substituted for those specified in D.2.3.” 



Explanation: Duplicate mechanical testing to multiple codes is avoided. Only cited 
codes/standards shall be permitted. 



  
D.2.2 d Add the following item #4 to D.2.2.d welding parameters and replace Figure D.1 with 



the following. 
  
4) any increase in groove depth, a, over that qualified. The depth of groove shall be 
set by the manufacturer, unless otherwise agreed; 
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Explanation: Control parameter was changed from remaining ligament to groove 
depth. 



  
D.2.3.2.1 Replace the last sentence with the following. 



 
The weld reinforcement shall be removed from both faces and the longitudinal edges 
shall be machine cut. 
 
Explanation: Clarifies requirements for transverse tensile test piece. 



  
D.3.1.1 Add at the beginning of this clause. 



“At the option of the manufacturer each...”  



and delete “a recognized standard, e.g.” 



Explanation: Only the cited codes/standards shall be permitted 
  
E.3.2.1 Replace E.3.2.1 with the following.  



 
E.3.2.1 If an automated ultrasonic or electromagnetic inspection system is applied 
to meet the requirements of E.3.1.1, the weld at any pipe end not covered by the 
automated inspection system shall be inspected for defects by the manual or semi-
automatic ultrasonic angle beam method or by the radiographic method, whichever is 
appropriate, or such non-inspected pipe end shall be cut off. 
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Explanation: Clarifies meaning of requirement. 



  
E.5.2 Table E.7 Revise Table E.7 footnote "e", as follows. 



 
“ e  Required if a notch is used to establish reject threshold.” 



 
Explanation:  Consistent with Table 26, API Spec 5L 43rd edition. 



  
E.5.7 Replace E.5.7 with the following. 



 
For SAW and COW seams, defects found by ultrasonic inspection may be repaired 
by welding and re-inspected in accordance with C.4. Inspection of the repair shall be 
performed using manual UT or a combination of automatic and manual UT. 
 
Explanation: Clarifies weld repair re-inspection procedure. 



  
F.1 Add new F.1.1, and re-number and edit the following clauses as follows. 



 
F.1.1 Finished couplings shall meet the applicable requirements of PSL 1 for the 
grades specified in this annex with regard to chemical composition, mechanical 
properties, and nondestructive inspection. 
 
F.1.2  Couplings for Grades L175, L175P, A25 and A25P pipe shall be seamless or 
welded. 
 
F.1.3 Except as allowed by F.1.4 couplings for Grades L210, L245, A and B pipe 
shall be seamless and made of a grade of material with mechanical properties equal 
to, or better than, the pipe 
 
F.1.4 If agreed, welded couplings may be supplied on pipe with D ≥ 355,6 mm 
(14.000 in) provided that the couplings are properly marked. 
 
Explanation: Adds requirements that couplings shall be made to PSL 1 chemical 
composition, mechanical properties and NDT requirements. 



  
Annex F Delete current F.2, and re-number the subsequent clauses with edits as follows. 



 
F.2 Dimensions 
 
Couplings shall conform to the dimensions and tolerances given in Table F.1 and as 
shown in Figure F.1. 
 
NOTE     Couplings sizes in Table F.1 are suitable for pipe having dimensions as 
given in Tables 24 and 25. 
 
F.3 Inspection 
 
Couplings shall be free from blisters, pits, cinder marks and other imperfections that 
can impair the efficiency of the couplings or break the continuity of the thread. 
 
Explanation: F.2 Tensile Properties is deleted since couplings must meet 
requirements of 5L. 
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H.1 Revise H.1 first sentence reference: 
 
“…[see 7.2 c) 50)]” 
 
Add the following Note 2 to Clause H.1, and add the number 1 to the current Note:   
 
“NOTE 2   Only PSL 2 pipe complying with the requirements of Annex H of this standard may 
be marked with the letter ‘S’ to indicate that the pipe is intended for sour service.  Annex H 
cannot be applied to PSL1 pipe as PSL1 is not considered suitable for sour service and such 
pipe shall not be marked with the letter “S”.” 
 
Explanation:  Clarifies marking requirements for sour service pipe. 



  
H.4.2 Table H.2 Replace footnote "d" in Table H.2 as follows.  



 
“d For pipe requiring longitudinal testing, the maximum yield strength shall be ≤ 495 
MPa (71 800 psi).” 
 
Explanation:  Corrects the footnote in the table to be consistent previous correction to 
Table 7.  



  
H.7.3.3.2 c) Add a subclause H.7.3.3.2 c), as follows. 



 
“c) If agreed, three impressions at each through-thickness location shown in Figure 
H.1.a are acceptable.”  
Explanation:  This agreed to option is consistent with other API requirements for 
hardness testing for sour service. Three impressions is consistent with another API 
tubular standard.  



  
H.7.3.3.3 c) Add the following subclause c). 



“c) if agreed, the distance from the weld line of the indentations in the parent metal 
may be less than shown in Figure H.1.c provided these indentations remain located in 
the parent metal.”  



Explanation: A reduced distance between the weld line and the furthest hardness 
indentations is permitted by agreement in order to accommodate any limited 
capability of the testing equipment. 



  
H.7 Add the following new clause H.7.5. 



 
H.7.5 HIC/SWC retests 
In the event that a set of HIC/SWC test specimens fail to meet the acceptance 
criteria, provision for retesting shall be agreed by Purchaser and Manufacturer. If 
applicable, reprocessing shall be as defined in 10.2.11. 
 
Explanation: retesting criteria for HIC/SWC retest had been omitted.  



  
H.8 Add the following Note to Clause H.8: 



 
“NOTE   Only pipe conforming to the requirements of this standard for PSL 2 together 
with the supplementary requirements of Annex H may be marked as complying with 
this standard and carry the letter “S” to indicate that the pipe is intended for sour 
service.” 
 
Explanation:  Clarifies marking requirements for sour service pipe. 
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J.2 Replace f) and add cc) in J.2 with the following. 
 
f)  carbon equivalent limit for steel Grade L555QO or X80QO, L625QO or X90QO, 
and L690QO or X100QO (see Table J.1); 
 
cc)  for grades L625QO or X90QO to L690QO or X100QO, a lower value of Rt0,5/Rm. 
 
Explanation: Adds reference to by agreement clauses for grades L625QO or X90QO 
and L690QO or X100QO. 



  
J.4.1 Table J.1 Add the following rows and footnote "I", and replace footnote "b" in Table J.1. 



 



Steel 
grade 



Mass fraction, based upon heat and product analyses 
(maximum) 



% 



Carbon 
equivalent a 
(maximum) 



% 



 C b Si Mnb P S V Nb Ti Other c CEIIW CEPcm
SMLS and welded pipes 



L625QO or 
X90QO 0,14 0,45 1,85 0,020 0,010 0,10 0,06 0,06 e,i as agreed 



L690QOor 
X100QO 0,14 0,45 1,85 0,020 0,010 0,10 0,06 0,06 e,i as agreed 



b For each reduction of 0,01 % below the specified maximum for carbon, an increase of 0,05 % 
above the specified maximum for manganese is permissible, up to a maximum increase of 0,20 %, 
but up to a maximum of 2.20% for grades ≥ L625 or X90. 
i 0,50% maximum for Cu, 0,60%maximum for Ni, 0,55% maximum for Cr, 0,80% maximum for 
Mo, 0,0005% maximum for B. 



 
Explanation: Adds chemical composition requirements for grades L625QO or X90QO 
and L690QO or X100QO. 



  
J.4.2 Table J.2 Add the following rows and footnotes "g" and "h", and replace footnote "d" in Table 



J.2. 
 



Pipe 
grade 



Pipe body of SMLS and welded pipes 
Weld seam 



of HFW, 
SAW pipes 



Yield strength a,g



Rt0,5  
Tensile strength a,b



Rm 
Ratio a,



c, g 
Rt0,5/Rm



Elongation 
on 50mm 



or 2 in 
Af 



Tensile 
strength d



Rm 



MPa (psi) MPa (psi)  % MPa (psi) 
minimum maximum minimum maximum maximum minimum minimum 



L625QO or 
X90QO  



625  
(90 600) 



745  
(108 000)



695  
(100 800)



895 
(129 800) 0,97 h f  



L690QO or 
X100QO 



690  
(100 100)



810  
(117 500)



760  
(110 200)



960 
(139 200) 0,97 h f  



d For pipe requiring longitudinal testing, the maximum yield strength shall be ≤ 495 MPa (71 
800 psi). 
g For grades > L625QO or X90QO, Rp0,2 applies. 
h Lower Rt0,5/Rm ratio values may be specified by agreement for L625 or X90 and L690 or 
X100 pipe. 



 
Explanation: Adds tensile requirements for grades L625QO or X90QO and L690QO 
or X100QO and corrects the footnote "d" in the table to be consistent with the 
previous correction in Table 7. 
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J.4.3 Add the following to J.4.3. 
 
c) ≤325 HV10 or ≤33 HRC for Grades > L555 or X80. 
 
Explanation: Adds hardness requirements for grades L625QO or X90QO and 
L690QO or X100QO. 



  
J.8 Table J.7 Table J.7, under “Frequency of inspection” (third column) for “If agreed, hardness 



testing of pipe body and of the longitudinal or helical-seam weld and HAZ of welded 
pipe,” revise “Type of pipe” to: 
 
HFW, SAWL, SAWH or SMLS” 
 
Explanation: Clarifies requirements for hardness testing for seamless pipe. 



  
J.8.2.2 Replace J.8.2.2 text with the following. 



 
Test pieces shall be taken from the weld metal, the HAZ and the parent metal and 
shall be prepared in accordance with ISO 12135, ASTM E1290, or BS 7448. 
 
Explanation: Adds alternate references used for CTOD tests. 



  
J.8.3.1 Replace J.8.3.1 text with the following. 



 
CTOD tests shall be carried out in accordance with ISO 12135 or ASTM E 1290[29], 
or BS 7448. The test temperature shall be stated in the purchase order. 
 
Explanation: Adds alternate references used for CTOD tests. 



  
J.8.3.2.2 c) Add the following subclause c). 



c) If agreed, three impressions at each through-thickness location shown in Figure 
J.1.a are acceptable. 
 
Explanation:  This agreed to option is consistent with other API requirements for 
hardness testing for sour service. Three impressions is consistent with another API 
tubular standard.  



  
J.8.3.2.3 c) Add the following subclause c). 



“c) if agreed, the distance from the weld line of the indentations in the parent metal 
may be less than shown in Figure J.1.c provided these indentations remain located in 
the parent metal.” 



Explanation: A reduced distance between the weld line and the furthest hardness 
indentations is permitted by agreement in order to accommodate any limited 
capability of the testing equipment. 
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Please review this information carefully as it may have an impact on the API 
Spec 5L products that you produce and on upcoming API Spec 5L licensing 
audits.
 
We thank you for your continued interest and support.
 
 
W. Don Whittaker
Manager - Monogram Program / APIQR
API
1220 L Street NW
Washington, DC 20005
Tel:. 202-682-8263 Fax:. 202-682-8070
E-Mail:  whittakerd@api.org 
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