Date of Issue: September 2012
Affected Publication: API Specification 5CT, Specification for Casing and Tubing, 9th Edition,
July 2011

ERRATA

This errata corrects editorial errors in the 9th Edition of API Spec 5CT.

Page 1, Section 1.1, 4" paragraph, 6" hyphen should read:
— integral tubing (1J).

Page 3-4, Section 3, replace ISO references: ISO 9303, ISO 9304, ISO 9305, ISO 9402, ISO
9598, ISO 9764, and ISO 13665, as follows:

1ISO 9303 ISO 10893-10, Steel — Non-destructive testing — Part 10: Automatic full

ISO 9305 peripheral ultrasonic testing of seamless and welded (except submerged arc-
welded) steel tubes for the detection of longitudinal and/or transversal
imperfections

ISO 9304 ISO 10893-2, Steel — Non-destructive testing — Part 2: Automatic eddy
current testing of seamless and welded (except submerged arc-welded) steel
tubes for the detection of imperfections

ISO 9402 ISO 10893-3, Steel — Non-destructive testing — Part 3: Automatic full

ISO 9598 peripheral flux leakage testing of seamless and welded (except submerged
arc-welded) ferromagnetic steel tubes for the detection of longitudinal and/or
transversal imperfections

ISO 9764 ISO 10893-11, Steel — Non-destructive testing — Part 11: Automatic
ultrasonic testing of weld seam of welded steel tubes for the detection of
longitudinal and/or transversal imperfections

ISO 13665 ISO 10893-5, Steel — Non-destructive testing — Part 5: Magnetic particle
inspection of seamless and welded ferromagnetic steel tubes for the
detection of surface imperfections

Page 8, Section 4.1.38, delete "standard" in definition to read:

casing or tubing, or thick-wall tubes or mechanical tubes, or bar stock used for the
manufacture of pup joints

Page 11, Section 5.2.1, add reference to 8.12.6 in Type of connection to read:

Type of connection: SC LC or BC or other 8.12.2, 8.12.6, Table C.1, or Table
connection E.1

Page 11, Section 5.2.1, Range Length should read:
Range length or length of pup joints
Page 11, Section 5.2.2, revise reference 7.5.6 in Impact testing to read:

Impact testing for Group 1 Grades N80Q and 7.5.3, A.10 SR16
R95, Group 2 (except M65), and Group 3



Page 11, Section 5.2.2, delete the following:
Statistical tensile test - Grades C90, T95, C110 A.12 SR38
Page 11, Section 5.2.3, add the following after the line Impact of Group 1 non-heat treated pipe:

Alternative hardenability requirement for 7.10.2
products with a wall thickness of 30 mm or larger

Page 12, Section 5.2.3, add the following after the Upset Casing — Grade 125 Only line to read:

Electric-weld casing and pup joints — Groups 1&  A.14 SR40
2

Page 12, Section 5.2.3, add reference to 6.1 in Electric-weld casing and pup joints — Grades
P110 Q125 to read:

Electric-weld casing and pup joints — Grades 6.1, A.6 SR11
P110 and Q125

Page 12, Section 5.2.3, delete the following:

Special end finish for casing, couplings or pup 8.12.6,9.11.2
joints

Page 12, Section 5.3.1, Range Length should read:
Range length or length of pup joints
Page 12, Section 5.3.2, revise reference 7.5.6 in Impact testing to read:

Impact testing for Group 1 Grades N80Q and 7.5.3, A10 SR16
R95, Group 2 (except M65), and Group 3

Page 13, Section 5.3.3, add the following after the line Impact of Group 1 non-heat treated pipe:
Alternative hardenability requirement for 7.10.2
products with a wall thickness of 30 mm

(1.181 in) or larger — C110

Page 13, Section 5.3.3, delete the following:

Extended length upsets — EU 8.11.6

Upset length — regular or extended 8.11.6
Special end finish for tubing, couplings or pup 8.12.6,9.11.3
joints

Page 13, Section 5.3.3, add the following after the Thread Protectors line to read:
Electric-weld tubing and pup joints — Groups 1& 2 A.14 SR40
Page 14, Section 5.4.2, revise reference 7.5.3 in Impact testing to read:

Impact testing 7.4,7.6,A.10 SR16



Page 14, Section 5.4.2, add the following after Impact testing to read:

Alternative hardenability requirement for 7.10.2
products with a wall thickness of 30 mm or larger

Page 14, Section 6.1, 5 paragraph should read:

Grade C110 product shall not be upset unless agreed between the purchaser and the
manufacturer.

Page 14, Section 6.2.1, 1° paragraph, delete 2™ sentence and revise 4" sentence to read:
When heat treated, upset product shall be heat treated full-body, full-length after upsetting.
Page 15, Section 6.2.2, 1% paragraph should read:

For grades J55 and K55 products heat treatment is not mandatory. A heat treatment,
consistent with Table C.3 footnote b or Table E.3 footnote b, shall be applied if specified on
the purchase agreement or may be applied at the manufacturer’s option.

Page 16, Section 6.5, in each bullet point, replace pipe with product as follows:

— for seamless, as-rolled product: final reheating practice and hot sizing or stretch-
reducing. If applicable, upsetting, cold-working;

— for seamless, heat-treated product: heat treatment;

— for electric-welded, as-rolled product: sizing and seam welding. If applicable, seam heat
treatment and upsetting;

— for electric-welded, heat-treated product: seam welding and full-body, full-length heat
treatment.

Page 23, Section 7.7.1 b), 2" paragraph, revise 1° sentence to read:

For Grade C110, if the Brinell or Rockwell C-scale hardness number does not exceed 286
HBW or 30 HRC respectively, then the length or piece is acceptable.

Page 24, Section 7.7.2, revise sentence to read:

No hardness limits are specified, but the maximum variation is restricted as a
manufacturing control in accordance with 7.8 and 7.9.

Page 25, Section 7.14.2 b), add a 2 paragraph as follows:

If Method A is specified for the SSC test (in accordance with ANSI-NACE TM0177-2005),
manufacturers shall, for each lot as defined in 10.2, demonstrate that the product meets or
exceeds the 85 % YSmin requirement for three specimens, one each from the ends of
three different products selected from sub-lots composed of the front one-third, middle one-
third and back one-third of the Iot. The selection criteria in 7.14.3 shall apply to each of the
sub-lots, including the random selection by agreement.



Page 26, Section 7.14.2 e), add 2" and 3" paragraphs as follows:
For Grade C110 a re-test may be carried out if only one of the initial specimens fails. If
more than one of the initial specimens fails, the lot shall be rejected. A retest may be
performed on two further test specimens taken from an area of the product adjacent to
where the initial failed test specimen was taken. If either of the retest specimens fails, the
lot shall be rejected. Rejected lots may be re-heat treated and tested as new lots.
By agreement between the purchaser and the manufacturer, the number of specimens per
lot required may be reduced to no less than one with a process control that is sufficient to
ensure that the product meets or exceeds the 85% YSmin threshold.

Page 26, Section 7.14.4, revise title to read:
Test solution

Page 28, Section 8, revise title to read:
Dimensions, masses, tolerances, product ends and defects

Page 28, Section 8.2, 4t paragraph, revise the last sentence to read:

The manufacturer shall document the measuring devices utilized as “adjustable” or “non-
adjustable”.

Page 29, Section 8.3.2, 1 paragraph, revise the 1% sentence to read:
The outside diameter for pipe shall be within the tolerances specified in 8.11.1.
Page 31, Section 8.10, 2 paragraph, revise to read:
When specified by the purchaser as "alternate drift pipe™:
— pipe in sizes and masses in Table C.29 or Table E.29 shall be tested with the
alternative drift mandrels as shown, unless another size is specified on the purchase

agreement

— pipe in sizes and masses not in Tables C.29 or E.29 shall be tested with the alternative
drift mandrels as specified on the purchase agreement

Pipe which is drift tested with the alternate drift mandrels shall be marked as described in
Clause 11.

Page 36, Section 9.2.9, revise EUE to EU to read:

Grades N80 Type 1 and N80Q EU tubing shall be furnished with Grade P110 special
clearance couplings when specified on the purchase agreement.

Page 38, Section 9.14, 4" paragraph, revise to read:

Permissible imperfections, see Table C.36 or Table E.36, may be removed or reduced by
machining or grinding on the outer surface.



Page 40, Section 10.4.1, remove "except C110" from the title, and revise 2" paragraph to read:

For Grades C90 and T95 PSL2 and PSL3 and Grade C110 the stress relief of tempered
products shall not be considered "heat treatment" provided the stress relief temperature is
at least 30° C (50° F) below the final tempering temperature.

Page 51, Section 10.7.9, revise the 1 sentence to read:
If the results of a test do not meet the requirements of 7.4 to 7.6, as applicable, and do not

qualify for re-testing in accordance with 10.7.8, then an additional three test specimens
shall be removed from each of three additional lengths from the lot.

Page 52, Section 10.10, 4" paragraph, revise to read:

For Method A, full-size smooth tensile test specimens shall be used except where sub-size
smooth tensile test specimens are required because of product size constraints.

Page 54, Section 10.12.3, 3 paragraph, delete the 2" sentence:
The alternative test pressures are given in parentheses in the tables.

Page 55, Section 10.13.2, 1% paragraph, replace reference to 8.11.1 with 8.3.2, and revise 4"
paragraph to read:

If any product fails to meet the requirements, the provisions of 10.13.3 shall apply.
Page 56, Section 10.13.4, 3¢ paragraph, revise last two sentences to read:

The end of the pin contacting the inside surface of the product shall be rounded to a
maximum radius of 38,1 mm (1% in) for product sizes Label 1: 6-5/8, and larger, a
maximum radius of d/4 for products less than Label 1: 6-5/8, with a minimum radius of 3,2
mm (1/8 in). The end of the pin contacting the outside surface of the product shall be either
flat or rounded to a radius of not less than 38,1 mm (1% in).

Page 57, Section 10.13.7, delete the Note.
Page 60, Section 10.15.6 list, revise to read:

a) ultrasonic testing in accordance with ISO 10893-10 or ASTM E213;
b) flux leakage testing in accordance with ISO 10893-3 or ASTM E570;
c) eddy current concentric coil testing in accordance with ISO 10893-2 or ASTM E309;
d) for pipe outside surface, magnetic particle inspection in accordance with ISO 10893-5
or ASTM E709.
Page 60, Section 10.15.7 list, revise to read:
a) ultrasonic testing in accordance with 1ISO 10893-10 or ASTM E213 (longitudinal) and
ISO 10893-10 or ASTM E213 (transverse);

b) flux leakage testing in accordance with ISO 10893-3 or ASTM E570 (longitudinal) and
ISO 10893-3 or ASTM E570 (transverse);

c) eddy current concentric coil testing in accordance with ISO 10893-2 or ASTM E309.

Page 61, Section 10.15.8 list, revise to read:



Page

Page
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a) ultrasonic testing in accordance with ISO 10893-10 or ASTM E213 (longitudinal) and
ISO 10893-10 or ASTM E213 (transverse);

b) flux leakage testing in accordance with ISO 10893-3 or ASTM E570 (longitudinal) and
ISO 10893-3 or ASTM E570 (transverse);

c) eddy current concentric coil testing in accordance with ISO 10893-2 or ASTM E309.
61, Section 10.15.9 list, revise to read:

a) flux leakage testing to acceptance level F2/L2 in accordance with ISO 10893-3 or
ASTM ES570 (longitudinal) and ISO 10893-3 or ASTM E570 (transverse);

b) eddy current testing to acceptance level E2/L2 in accordance with ISO 10893-2 or
ASTM E309;

c) magnetic particle inspection in accordance with ISO 10893-5 or ASTM E709.
61, Section 10.15.10 list, revise to read:

a) ultrasonic testing to acceptance level U3/L3 in accordance with ISO 10893-8 or ASTM
E273 or ISO 10893-10 or ASTM E213;

b) flux leakage testing to acceptance level F3/L3 in accordance with ISO 10893-3 or
ASTM E570;

C) eddy current testing to acceptance level E3/L3 in accordance with ISO 10893-2 or
ASTM E309.

61, Section 10.15.10, 6™ paragraph, add the following after sentence:

When A.14 SR40 is specified on the purchase agreement for Group 1 and 2 products, the
additional requirements of A.14 SR40 apply.

62, Section 10.15.11, revise Title to read:

NDE of Coupling stock, accessory material, (except Grade C110) and pup joints
62, Section 10.15.11 list, revise to read:

— ultrasonic testing in accordance with ISO 10893-10 or ASTM E213

— flux leakage testing in accordance with ISO 10893-3 or ASTM E570

— eddy current concentric coil testing in accordance with ISO 10893-2 or ASTM E309
— magnetic particle inspection in accordance with ISO 10893-5 or ASTM E709.

62, Section 10.15.11 d), revise to read:

For API round thread pup joints in size designations listed in Table C.2 or Table E.2 in
Group 1, Group 2 Grades L80 and Group 3, the required inspections, unless otherwise
agreed upon between purchaser and manufacturer, are as specified in e).

62, Section 10.15.12 list, revise to read:

— ultrasonic testing in accordance with ISO 10893-10 or ASTM E213
— flux leakage testing in accordance with ISO 10893-3 or ASTM E570
— eddy current concentric coil testing in accordance with ISO 10893-2 or ASTM E309



— magnetic particle inspection in accordance with ISO 10893-5 or ASTM E709.
Page 63, Section 10.15.12 b), revise 1% sentence to read:

Coupling stock containing imperfections may be given further evaluation in accordance with
10.15.15, except the maximum size of the non-surface-breaking imperfection specified in
8.13.1 d) shall be reduced to 32 mm? (0.05 in?).

Page 63, Section 10.15.12 ¢), 2" sentence, revise to read:

The reference indicator shall be a 6,4 mm (1/4 in) flat bottomed round hole from the inside
surface as shown in Figure D.16 d.

Page 64, Section 10.15.16, 2" paragraph, 1*' sentence, revise to read:

When no imperfection is found in the area of the original indication and there is no
explanation for the indication, then the product shall be rejected or, at the manufacturer’s
option, re-inspected full-body, full-length either using the same inspection method or using
ultrasonic inspection methods.

Page 67, Section 11.1.9, revise to read:

Products manufactured in accordance with this edition of APl 5CT during the period of
overlap of application with the previous edition shall be identified by using either "0" as the
overlap period designation rather than the quarter, or "00" as the overlap period
designation rather than the month. The overlap period designation “0” or “00” applies to the
pipe body characteristics and does not apply to changes in APl Spec 5B.

Page 67, Section 11.2.4, revise Title to read:
Group 1 (except Grade R95) and Group 3

Page 68, Section 11.4.2, 1 paragraph, revise to read:
The following methods shall be used, as applicable.

Page 76, Section A.6.5.1, delete section and renumber subsequent sections.

Page 78, Section A.7.3, 1% paragraph, 2" and 3" sentences, revise to read:
If an impact test specimen fails to conform to the specified requirements, the manufacturer
shall follow the re-test provisions of 10.7.8, 10.7.9 and 10.7.10 (as applicable). If a
hardness test specimen fails to conform to the specified requirements, the manufacturer
shall follow the re-test provisions of 10.6.14 to 10.6.19 (as applicable).

Page 82-83, Section A.10.2, revise subsection titles to read:

A.10.2.1 SR 16.2.1 General

A.10.2.2 SR 16.2.2 Specimen size

A.10.2.3 SR 16.2.3 Specimen allowance for outside diameter curvature
A.10.2.4 SR 16.2.4 Hierarchy of test specimens

A.10.2.5 SR 16.2.5 Alternative-size impact test specimens

A.10.2.6 SR 16.2.6 Absorbed energy requirement for sub-size specimens



Page 82, Section A.10.2.5, 7 sentence, revise to read:
At the manufacturer's option, alternative-size impact test specimens, listed in Table C.55
(SR16.3) or Table E.55 (SR16.3), may be used in lieu of the minimum size specified in the
tables referenced in A.10.2.2 (SR16.2.2).

Page 84, Section A.10.6.3, 34 paragraph, revise to read:

The test temperature shall be reduced as specified in A.10.6.5 SR16.6.5 for Grades H40,
J55 and K55 when subsize test specimens are required.

Page 85, Section A.10.6.7, last sentence, revise to read:

The impact energy of each of the re-test specimens shall equal or exceed the specified
minimum absorbed energy requirement or the product shall be rejected.

Page 85, Section A.10.6.8, 2" sentence, revise to read:

If all the additional products tested conform to the requirements, then the lot shall be
qualified except for the product that was initially rejected.

Page 88, Section A.13.1, 1% sentence, revise to read:

For each lot, as defined in 10.2, manufacturers shall carry out an ANSI-NACE
TMO0177:2005 Method D test with the test solution specified in A.13.3 SR39.3.

Page 91, Section B.2, 1* and 2" sentences, revise to read:
The inspector representing the purchaser shall have unrestricted access, at all times while
work on the contract of the purchaser is being performed, to all parts of the manufacturer's
works which will concern the manufacturer of the products ordered. The manufacturer shall
afford the inspector all reasonable facilities to satisfy the inspector that the product is being
manufactured in accordance with this Standard.

Page 91, Section B.3, 2 sentence, revise to read:

The purchaser may make any investigation necessary to ensure compliance by the
manufacturer and may reject any product that does not comply with this Standard.

Page 92, Table C.1, Row Label 1 is "7", revise Column 4 to read:

25,89
30,06
34,67
39,14
43,60
47,92
52,23
56,10
63,84
69,35
74,85
80,21
85,42

Page 96, Table C.3, footnote b, revise to read:



Full-body, full-length normalized, normalized and tempered or quenched and tempered at
the manufacturer's option or as specified on the purchase agreement (see 6.2.2).

Page 99, Table C.6, Columns 2, 3, and 4, Row "490" replace:
W with =2
Page 99-100, Table C.6, revise to read as follows:

Row "480", Column K55/L80, replace 20  with 19
Row "420", Column J55, replace 24  with 23
Row "350", Column N80, replace 18  with 17
Row "290", Column M65, replace 20 with 19
Row "180", Column C110, replace 14  with 13
Row "70", Column Q125, replace 10  with 9.5

Page 108, Table C.16, Note 1, revise to read:

Critical thicknesses greater than shown in Table C.7 are not applicable for couplings with
API threads and are shown here for information for special applications.

Page 109, Table C.17, Note 1, revise to read:

Critical thicknesses greater than shown in Table C.7 are not applicable for couplings with
API threads and are shown here for information for special applications.

Page 113, Table C.22, Column 2, replace:
W with =
Page 113, Table C.22, footnote b, revise to read:

See A.6 SR11. Flattening shall be conducted until this distance or until 0,85 x D, whichever
is less, without cracking at any location.

Page 116, Table C.23, footnote c, last sentence revise to read:
A mass correction factor of 0,989 shall be used.

Page 117, Table C.24, footnote c, last sentence revise to read:
A mass correction factor of 0,989 shall be used.

Page 118, Table C.25, footnote b, last sentence revise to read:
A mass correction factor of 0,989 shall be used.

Page 120, Table C.27, Row 2, replace:

Threaded and coupled tubing and casing used as tubing
with



Tubing
Page 120, Table C.27, Row 3, align range lengths with descriptions in Column 1.

Page 120, Table C.28, Column 1, replace:

v

W with

u with <  (three locations)
Page 121, Table C.29, Column 4, revise Title to read and replace first two lines as follows:
Nominal linear mass, T&C

34,23 with 34,67
47,62 with 47,92

Page 122, Table C.32, revise to read as follows:

Row "7", Column 8, replace 8,39 with 10,88
Row "7", Column 9, replace 10,83 with 13,92

Page 122, Table C.33, revise to read as follows:
Row "7", Column 8, replace 10,54 with 13,98

Page 126, Table C.39, revise Title of columns 2 and 3 to read:
Material and heat treatment conditions

Page 128, Table C.41, Casing and tubing Row "4", Column 4 revise to read:
1 on each end of each length of pipe [see A.6 SR11]

Page 129, Table C.42, revise Title to read:

Summary of NDE methods for seamless pipe, coupling stock, the body of welded pipe and
accessory material (in accordance with 10.15.11)

Page 132, Table C.48, revise Title of column 8 to read:
Coupling stock and accessory materials

Page 132, Table C.48, revise Column 2, Row 3, 3 hyphen to delete:
or accessories

Page 133, Table C.48, Column 3, Row 13, add footnote h after << ..... >>, and add footnote h at
bottom of table to read:

" See Table C.47 for thread type markings

Page 152, Figure D.14, extend hooked end dimension to the upper end of the pipe, and not at its
center.



Page 154, Figure D.15 e), switch "Stencil marking" and "Stamp marking" labels to the figures.
Page 155, Figure D.15, footnote ¢ under "Key" first sentence, revise to read:
Date of manufacture: This example is for product manufactured in accordance with the
current edition of API 5CT during the period of overlap with application (see 11.1.9) of the

previous edition.

Page 157, Figure D.16 d), replace current figure with the following:

e

4
1

Page 161, Figure D.20 table, revise 1% Column title to read:

EU tubing size Label 1
Page 170, Figure D.29, revise labels in the figure as follows:

Blue seal-ring paint band with 1

Grade or other paint band(s)  with 2

Page 171, Table E.1, Row Label 1 is "7", revise Column 4 to read:

17.40
20.20
23.30
26.30
29.30
32.20
35.10
37.70
42.90
46.60
50.30
53.90
57.40

Page 175, Table E.3, last two rows of Group 1, revise Heat treatment Column to read:

Qd
Q

Page 175, Table E.3, footnote b, revise to read:

Full-body, full-length normalized, normalized and tempered or quenched and tempered at
the manufacturer's option or as specified on the purchase agreement (see 6.2.2).

Page 178-179, Table E.6, revise to read as follows:

Column C110, rows 0.670 to 0.560, replace 15 with 16 (12 lines)



Column C110, rows 0.480 to 0.400, replace 14 with 15 (9 lines)
Column C110, rows 0.330 to 0.280, replace 13 with 14 (6 lines)
Column C110, rows 0.220 to 0.190, replace 12 with 13 (4 lines)
Column C110, rows 0.150 to 0.130, replace 11 with 12  (

(

Column C110, rows 0.090 to 0.080, replace 10 with 11

3 lines)

2 lines)
Page 186, Table E.16, Note 1, revise to read:

Critical thicknesses greater than shown in Table E.7 are not applicable for couplings with
API threads and are shown here for information for special applications.

Page 187, Table E.17, Note 1, revise to read:

Critical thicknesses greater than shown in Table E.7 are not applicable for couplings with
API threads and are shown here for information for special applications.

Page 191, Table E.22, footnote b, revise to read:

See A.6 SR11. Flattening shall be conducted until this distance or until 0,85 x D, whichever
is less, without cracking at any location

Page 194, Table E.23, footnote c, last sentence revise to read:
A mass correction factor of 0,989 shall be used.

Page 195, Table E.24, footnote c, last sentence revise to read:
A mass correction factor of 0,989 shall be used.

Page 196, Table E.25, footnote b, last sentence revise to read:
A mass correction factor of 0,989 shall be used.

Page 198, Table E.27, Row 2, replace:
Threaded and coupled tubing and casing used as tubing
with
Tubing

Page 198, Table E.27, Row 3, align range lengths with descriptions in Column 1.

Page 198, Table E.28, Column 1, replace:

W with

v

u with <  (three locations)
Page 199, Table E.29, Column 4, revise Title to read and replace first two lines as follows:

Nominal linear mass, T&C



23.0 with 23.3
32.0 with 322

Page 200, Table E.32, revise to read as follows:

Row "7", Column 8, replace  18.49 with 23.98
Row "7", Column 9, replace  23.87 with 30.69

Page 200, Table E.33, revise to read as follows:
Row "7", Column 8, replace 23.24 with 30.82
Page 206, Table E.41, Casing and tubing Row "4", Column 4 revise to read:
1 on each end of each length of pipe [see A.6 SR11]
Page 210, Table E.48, revise Title of column 8 to read:
Coupling stock and accessory materials
Page 210, Table E.48, revise Column 2, Row 3, 3¢ hyphen to delete:
or accessories

Page 211, Table E.48, Column 3, Row 13, add footnote h after << ... >>, and add footnote h at
bottom of table to read:

" See Table E.47 for thread type markings
Page 223, Section F.4.1.2, revise 1* sentence to read:

For all manufacturers except threaders, the marking instructions in this annex, except those
in F.4.6, are applicable.

Page 223, Section F.4.1.9, revise to read:
Products manufactured in accordance with this edition of APl 5CT during the period of
overlap of application with the previous edition shall be identified by using either "0" as the
overlap period designation rather than the quarter, or "00" as the overlap period
designation rather than the month. The overlap period designation “0” or “00” applies to the
pipe body characteristics and does not apply to changes in APl Spec 5B.

Page 224, Section F.4.2.1, 2 paragraph revise 1% sentence to read:

After stamp marking, group 2 and group 4 products can require subsequent heat treatment
as specified in F.4.2.5.

Page 224, Section F.4.2.4, revise to read:

When specified on the purchase agreement, products shall be stamped by one or more of
the methods in F.4.2.1 at the option of the manufacturer.



Page 224, Section F.4.2.5, revise 1% sentence to read:

When specified on the purchase agreement, products shall be stamped by one or more of
the methods in F.4.2.1 at the option of the manufacturer.

Page 225, Section F.4.4.2, 1% paragraph revise to read:
The following methods shall be used, as applicable.
Page 226, Section F.4.4.3, revise to read:

For all grades except Grades L80 9Cr and L80 13Cr, paint the entire outside surface of the
coupling, including the appropriate colour bands.
For Grades L80 9Cr and L80 13Cr, apply only the appropriate colour bands with a band
width of 12,7 mm (%% in) to the outside surface of the coupling..

Page 226, Section F.4.4.4, revise to read:

For all grades except for Grades L80 9Cr and L80 13Cr, paint the coupling using the
appropriate colours and also paint a black band around the centre.

For Grades L80 9Cr and L80 13Cr, apply only the appropriate colour bands and a black
band around the centre with a band width of 12,7 mm (7% in).

Page 226, Section F.4.4.5, revise title and section to read as follows:
Product shorter than 1,8 m (6 ft) in length
For all grades except for Grades L80 9Cr and L80 13Cr, paint the entire outside surface
except the threads including the appropriate colour bands.
For Grades L80 9Cr and L80 13Cr, apply only the appropriate colour bands with a band of
12,7 mm (%2 in) to the outside surface.

Page 226, Section F.4.6, 1 St paragraph, revise to read:

Pipe threaded by a facility other than the original pipe manufacturer shall be identified by a
stamp or stencil consistent with F.4.1, F.4.2 and F.4.3 adjacent to the threads with the
name or mark of the threader, the specification mark, and size and type of thread as listed
in F.4.5 and Table C.47 or Table E.47.

Page 238, Section G.9.3, Equation G.32, delete the following:

YS,, is the yield strength, expressed in megapascals;

m

din is the diameter, expressed in millimetres, at the root of the coupling thread at the
plane of the end of the pipe in the power-tight position;

Page 244, Section H.18.1.5, 1° paragraph, revise to read:

All pipe shall be inspected for the detection of both longitudinal and transverse
imperfections on the outside and inside surfaces to acceptance level L2 in accordance with
ISO 10893-10 or ASTM E213 (longitudinal) and ISO 10893-10 or ASTM E213 (transverse).



Page 245, Section H.18.4.2, 7 sentence, revise to read:
Coupling stock containing imperfections may be given further evaluation in accordance with
10.15.15, except the maximum size of the non-surface-breaking imperfection specified in
8.13.1 d) shall be reduced to 32 mm? (0.05 in?).

Page 253, Section J.3.1.5, revise to read:

NDE for longitudinal and transverse, internal and external defects to acceptance level L3
(no MPI) [H.18.1.2].

Page 254, Section J.4.2.6, delete line.

Page 255, Section J.6.2.1, revise to read:
SSC test: for ANSI-NACE TMO0177-2005 Method A, demonstrate a threshold stress of 80 %
of the specified minimum yield stress in a test solution with pH 3,5 and a hydrogen sulfide
partial pressure of 0,1 bar (1.5 psi) [H.9.2].

Page 256, Section J.7.2.3, revise to read:

SSC test: for ANSI-NACE TMO0177-2005 Method A, test three pipes per heat at an applied
stress of 90 % of the specified minimum yield stress [H.9.1].
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