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«/Division 1 — Rules for Inspection and Testing of Components of Light-Water-Cooled Plants
* Division 2 — Requirements for Reliability and Integrity Management (RIM) Programs for Nuclear Power
Plants

Rules for Construction and Continued Service of Transport Tanks

Rules for Overpressure Protection

"In the 2021 Edition, Subsections NC and ND have been incorporated into one publication, Subsection NCD (BPVC.IIL.1.NCD), Class 2 and Class 3
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INTERPRETATIONS

Interpretations are issued in real time in ASME’s Interpretations Database at http://go.asme.org/Interpretations,
Historical BPVC interpretations may also be found in the Database.

CODE CASES

The Boiler and Pressure Vessel Code committees meet regularly to consider proposed additions and revisions to the
Code and to formulate Cases to clarify the intent of existing requirements or provide, when the need is urgent, rules for
materials or constructions not covered by existing Code rules. Those Cases that have beenadopted will appear in the
appropriate 2021 Code Cases book: “Boilers and Pressure Vessels” or “Nuclear Components,* Each Code Cases book is
updated with seven Supplements. Supplements will be sent or made available automatically to the purchasers of the Code
Cases books up to the publication of the 2023 Code. Annulments of Code Cases become-effective six months after the first
announcement of the annulmentin a Code Case Supplement or Edition of the appropriate Code Case book. Code Case users
can check the current status of any Code Case at http://go.asme.org/BPVCCDatabase. Code Case users can also view an
index of the complete list of Boiler and Pressure Vessel Code Cases and Nuclear Code Cases at http://go.asme.org/BPVCC.
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FOREWORD"

In 1911, The American Society of Mechanical Engineers established the Boiler and Pressure Vessel Committee te
formulate standard rules for the construction of steam boilers and other pressure vessels.In 2009, the Boiler and Pressure
Vessel Committee was superseded by the following committees:

(a) Committee on Power Boilers (I)

(b) Committee on Materials (II)

(c) Committee on Construction of Nuclear Facility Components (III)

(d) Committee on Heating Boilers (IV)

(e) Committee on Nondestructive Examination (V)

(f) Committee on Pressure Vessels (VIII)

(9) Committee on Welding, Brazing, and Fusing (IX)

(h) Committee on Fiber-Reinforced Plastic Pressure Vessels (X)

(i) Committee on Nuclear Inservice Inspection (XI)

(j) Committee on Transport Tanks (XII)

(k) Committee on Overpressure Protection (XIII)

(1) Technical Oversight Management Committee (TOMC)

Where reference is made to “the Committee” in this Foreword, each of thesé\committees is included individually and
collectively.

The Committee’s function is to establish rules of safety relating to pressure integrity, which govern the construction” of
boilers, pressure vessels, transport tanks, and nuclear components, and the inservice inspection of nuclear components
and transport tanks. For nuclear items other than pressure-retainifig components, the Committee also establishes rules of
safety related to structural integrity. The Committee also interprets these rules when questions arise regarding their
intent. The technical consistency of the Sections of the Code.and coordination of standards development activities of the
Committees is supported and guided by the Technical Oversight Management Committee. This Code does not address
other safety issues relating to the construction of boilers,pressure vessels, transport tanks, or nuclear components, or the
inservice inspection of nuclear components or transport tanks. Users of the Code should refer to the pertinent codes,
standards, laws, regulations, or other relevant decuments for safety issues other than those relating to pressure integrity
and, for nuclear items other than pressure-retaining components, structural integrity. Except for Sections XI and XII, and
with a few other exceptions, the rules do not,ef practical necessity, reflect the likelihood and consequences of deteriora-
tion in service related to specific servi€é fluids or external operating environments. In formulating the rules, the
Committee considers the needs of users, manufacturers, and inspectors of components addressed by the Code. The
objective of the rules is to afford reasonably certain protection oflife and property, and to provide a margin for deteriora-
tion in service to give a reasonablylong, safe period of usefulness. Advancements in design and materials and evidence of
experience have been recognized.

This Code contains mandatory requirements, specific prohibitions, and nonmandatory guidance for construction
activities and inserviee(inspection and testing activities. The Code does not address all aspects of these activities
and those aspects tliatyare not specifically addressed should not be considered prohibited. The Code is not a handbook
and cannot replace education, experience, and the use of engineering judgment. The phrase engineering judgment refers
to technical judgments made by knowledgeable engineers experienced in the application of the Code. Engineering judg-
ments must'be consistent with Code philosophy, and such judgments must never be used to overrule mandatory re-
quirements-or specific prohibitions of the Code.

The.Committee recognizes that tools and techniques used for design and analysis change as technology progresses and
expects engineers to use good judgment in the application of these tools. The designer is responsible for complying with
Codé rules and demonstrating compliance with Code equations when such equations are mandatory. The Code neither
requires nor prohibits the use of computers for the design or analysis of components constructed to the requirements of
the Code. However, designers and engineers using computer programs for design or analysis are cautioned that they are

" The information contained in this Foreword is not part of this American National Standard (ANS) and has not been processed in accordance with
ANSI's requirements for an ANS. Therefore, this Foreword may contain material that has not been subjected to public review or a consensus process. In
addition, it does not contain requirements necessary for conformance to the Code.

- Construction, as used in this Foreword, is an all-inclusive term comprising materials, design, fabrication, examination, inspection, testing, certifica-

tion, and overpressure protection.
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responsible for all technical assumptions inherent in the programs they use and the application of these programs to their
design.

The rules established by the Committee are not to be interpreted as approving, recommending, or endorsing any
proprietary or specific design, or as limiting in any way the manufacturer’s freedom to choose any method of design or any
form of construction that conforms to the Code rules.

The Committee meets regularly to consider revisions of the rules, new rules as dictated by technological development,
Code Cases, and requests for interpretations. Only the Committee has the authority to provide official interpretations of
this Code. Requests for revisions, new rules, Code Cases, or interpretations shall be addressed to the Secretary in writing
and shall give full particulars in order to receive consideration and action (see Submittal of Technical Inquiries to’the
Boiler and Pressure Vessel Standards Committees). Proposed revisions to the Code resulting from inquiries ‘will be
presented to the Committee for appropriate action. The action of the Committee becomes effective only after. confirmation
by ballot of the Committee and approval by ASME. Proposed revisions to the Code approved by the Committee are
submitted to the American National Standards Institute (ANSI) and published at http://go.asme.org/BPVCPublicReview
toinvite comments from all interested persons. After public review and final approval by ASME, revisions are published at
regular intervals in Editions of the Code.

The Committee does not rule on whether a component shall or shall not be constructed to‘the provisions of the Code.
The scope of each Section has been established to identify the components and parameters considered by the Committee
in formulating the Code rules.

Questions or issues regarding compliance of a specific component with the Codetules are to be directed to the ASME
Certificate Holder (Manufacturer). Inquiries concerning the interpretation of>the Code are to be directed to the
Committee. ASME is to be notified should questions arise concerning impreper-use of the ASME Single Certification
Mark.

When required by contextin this Section, the singular shall be interpretedsas the plural, and vice versa, and the feminine,
masculine, or neuter gender shall be treated as such other gender as-appropriate.

The words “shall,” “should,” and “may” are used in this Standdrd as follows:

- Shall is used to denote a requirement.

- Should is used to denote a recommendation.

- May is used to denote permission, neither a requirement nor a recommendation.
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STATEMENT OF POLICY ON THE USE OF THE ASME SINGLE
CERTIFICATION MARK AND CODE AUTHORIZATION IN
ADVERTISING

ASME has established procedures to authorize qualified organizations to perform various activities in accordance with
the requirements of the ASME Boiler and Pressure Vessel Code. It is the aim of the Society to provide recognition of
organizations so authorized. An organization holding authorization to perform various activities in accordance with the
requirements of the Code may state this capability in its advertising literature.

Organizations that are authorized to use the ASME Single Certification Mark for marking items-or-constructions that
have been constructed and inspected in compliance with the ASME Boiler and Pressure Vessel Codejare issued Certificates
of Authorization. Itis the aim of the Society to maintain the standing of the ASME Single Certification Mark for the benefit of
the users, the enforcement jurisdictions, and the holders of the ASME Single Certification ' Mark who comply with all
requirements.

Based on these objectives, the following policy has been established on the usage in advertising of facsimiles of the
ASME Single Certification Mark, Certificates of Authorization, and reference to Code construction. The American Society of
Mechanical Engineers does not “approve,” “certify,” “rate,” or “endorse” any itemy,.construction, or activity and there shall
be no statements or implications that might so indicate. An organization holding the ASME Single Certification Mark and/
or a Certificate of Authorization may state in advertising literature thatlitems, constructions, or activities “are built
(produced or performed) or activities conducted in accordance with.thé requirements of the ASME Boiler and Pressure
Vessel Code,” or “meet the requirements of the ASME Boiler and Pressute Vessel Code.” An ASME corporate logo shall not
be used by any organization other than ASME.

The ASME Single Certification Mark shall be used only for stamping and nameplates as specifically provided in the Code.
However, facsimiles may be used for the purpose of fosterning the use of such construction. Such usage may be by an
association or a society, or by a holder of the ASME Single-€ertification Mark who may also use the facsimile in advertising
to show that clearly specified items will carry the ASME Single Certification Mark.

STATEMENT OF POLICY ON THE USE OF ASME MARKING TO
IDENTIFY MANUFACTURED ITEMS

The ASME Boiler and Pressure Vessel Code provides rules for the construction of boilers, pressure vessels, and nuclear
components. This includes requirements for materials, design, fabrication, examination, inspection, and stamping. [tems
constructed in accordance with all of the applicable rules of the Code are identified with the ASME Single Certification
Mark describedyin the governing Section of the Code.

Markings such'as “ASME,” “ASME Standard,” or any other marking including “ASME” or the ASME Single Certification
Mark shallmot’be used on any item that is not constructed in accordance with all of the applicable requirements of the
Code.

Items-shall not be described on ASME Data Report Forms nor on similar forms referring to ASME that tend to imply that
all Code requirements have been met when, in fact, they have not been. Data Report Forms covering items not fully
complying with ASME requirements should not refer to ASME or they should clearly identify all exceptions to the ASME
requirements.
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SUBMITTAL OF TECHNICAL INQUIRIES TO THE BOILER AND
PRESSURE VESSEL STANDARDS COMMITTEES

1 INTRODUCTION

(a) The following information provides guidance to Code users for submitting technical inquiries to‘the‘applicable
Boiler and Pressure Vessel (BPV) Standards Committee (hereinafter referred to as the Committee). See the’guidelines on
approval of new materials under the ASME Boiler and Pressure Vessel Code in Section II, Part D for’requirements for
requests that involve adding new materials to the Code. See the guidelines on approval of new welding and brazing
materials in Section II, Part C for requirements for requests that involve adding new weldiiig'and brazing materials
(“consumables”) to the Code.

Technical inquiries can include requests for revisions or additions to the Code requirements, requests for Code Cases,
or requests for Code Interpretations, as described below:

(1) Code Revisions. Code revisions are considered to accommodate technologiedl developments, to address admin-
istrative requirements, to incorporate Code Cases, or to clarify Code intent.

(2) Code Cases.Code Cases represent alternatives or additions to existing'Code requirements. Code Cases are written
as a Question and Reply, and are usually intended to be incorporated into the'Code at a later date. When used, Code Cases
prescribe mandatory requirements in the same sense as the text of thé Code. However, users are cautioned that not all
regulators, jurisdictions, or Owners automatically accept Code Cases~The most common applications for Code Cases are
as follows:

(-a) to permit early implementation of an approved, Code revision based on an urgent need

(-b) to permit use of a new material for Code construction

(-c) to gain experience with new materials or alternative requirements prior to incorporation directly into the
Code

(3) Code Interpretations

(-a) Code Interpretations provide clarifieation of the meaning of existing requirements in the Code and are
presented in Inquiry and Reply format. Intefpretations do not introduce new requirements.

(-b) Interpretations will be issued only if existing Code text is ambiguous or conveys conflicting requirements. Ifa
revision of the requirements is required to'support the Interpretation, an Intent Interpretation will be issued in parallel
with a revision to the Code.

(b) Coderequirements, Code Cases,and Code Interpretations established by the Committee are not to be considered as
approving, recommending, certifying, or endorsing any proprietary or specific design, or as limiting in any way the
freedom of manufacturers, constructors, or Owners to choose any method of design or any form of construction
that conforms to the Code-réquirements.

(c) Inquiries that docnot comply with the following guidance or that do not provide sufficient information for the
Committee’s full understanding may result in the request being returned to the Inquirer with no action.

2 INQUIRY FORMAT

Submittals*to the Committee should include the following information:
(a) Purpose. Specify one of the following:
(1)) request for revision of present Code requirements
{2) request for new or additional Code requirements
(3) request for Code Case
(4) request for Code Interpretation
(b) Background. The Inquirer should provide the information needed for the Committee’s understanding of the
Inquiry, being sure to include reference to the applicable Code Section, Division, Edition, Addenda (if applicable), para-
graphs, figures, and tables. This information should include a statement indicating why the included paragraphs, figures,
or tables are ambiguous or convey conflicting requirements. Preferably, the Inquirer should provide a copy of, or relevant
extracts from, the specific referenced portions of the Code.

(21)
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(c) Presentations. The Inquirer may desire to attend or be asked to attend a meeting of the Committee to make a formal
presentation or to answer questions from the Committee members with regard to the Inquiry. Attendance at a BPV
Standards Committee meeting shall be at the expense of the Inquirer. The Inquirer’s attendance or lack of attendance ata
meeting will notbe used by the Committee as a basis for acceptance or rejection of the Inquiry by the Committee. However,
ifthe Inquirer’s request is unclear, attendance by the Inquirer or a representative may be necessary for the Committee to
understand the request sufficiently to be able to provide an Interpretation. If the Inquirer desires to make a presentation
at a Committee meeting, the Inquirer should provide advance notice to the Committee Secretary, to ensure time will be
allotted for the presentation in the meeting agenda. The Inquirer should consider the need for additional audiovisuat
equipment that might not otherwise be provided by the Committee. With sufficient advance notice to the Committee
Secretary, such equipment may be made available.

3 CODE REVISIONS OR ADDITIONS

Requests for Code revisions or additions should include the following information:

(a) Requested Revisions or Additions. For requested revisions, the Inquirer should identify those réguirements of the
Code that they believe should be revised, and should submit a copy of, or relevant extracts from, the appropriate re-
quirements as they appear in the Code, marked up with the requested revision. For requested additions to the Code, the
Inquirer should provide the recommended wording and should clearly indicate where they Believe the additions should
be located in the Code requirements.

(b) Statement of Need. The Inquirer should provide a brief explanation of the needfor the revision or addition.

(c) Background Information. The Inquirer should provide background information.te support the revision or addition,
including any data or changes in technology that form the basis for the request, that will allow the Committee to
adequately evaluate the requested revision or addition. Sketches, tables, figurés, and graphs should be submitted,
as appropriate. The Inquirer should identify any pertinent portions of the(Code that would be affected by the revision
or addition and any portions of the Code that reference the requested-revised or added paragraphs.

4 CODE CASES

Requests for Code Cases should be accompanied by a statermient of need and background information similar to that
described in 3(b) and 3(c), respectively, for Code revisions or additions. The urgency of the Code Case (e.g., project
underway or imminent, new procedure) should be described. In addition, it is important that the request is in connection
with equipment that will bear the ASME Single Certification Mark, with the exception of Section XI applications. The
proposed Code Case should identify the Code Sectioniand Division, and should be written as a Question and a Reply, in the
same format as existing Code Cases. Requests for*Code Cases should also indicate the applicable Code Editions and
Addenda (if applicable) to which the requested Code Case applies.

5 CODE INTERPRETATIONS

(a) Requests for Code Interpretatiotis should be accompanied by the following information:

(1) Inquiry. The Inquirer should propose a condensed and precise Inquiry, omitting superfluous background infor-
mation and, when possible, composing the Inquiry in such a way that a “yes” or a “no” Reply, with brief limitations or
conditions, if needed, can be'provided by the Committee. The proposed question should be technically and editorially
correct.

(2) Reply. The Inquirer should propose a Reply that clearly and concisely answers the proposed Inquiry question.
Preferably, the Replyshould be “yes” or “no,” with brief limitations or conditions, if needed.

(3) Background Information. The Inquirer should include a statement indicating why the included paragraphs,
figures, or tablesare ambiguous or convey conflicting requirements. The Inquirer should provide any need or background
information;such as described in 3(b) and 3(c), respectively, for Code revisions or additions, that will assist the
Commiftee in understanding the proposed Inquiry and Reply.

Ifthe Inquirer believes a revision of the Code requirements would be helpful to support the Interpretation, the Inquirer
may)propose such a revision for consideration by the Committee. In most cases, such a proposal is not necessary.

(b) Requests for Code Interpretations should be limited to an Interpretation of a particular requirement in the Code or
ina Code Case. Except with regard to interpreting a specific Code requirement, the Committee is not permitted to consider
consulting-type requests such as the following:

(1) a review of calculations, design drawings, welding qualifications, or descriptions of equipment or parts to
determine compliance with Code requirements
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(2) arequest for assistance in performing any Code-prescribed functions relating to, but not limited to, material
selection, designs, calculations, fabrication, inspection, pressure testing, or installation
(3) a request seeking the rationale for Code requirements

6 SUBMITTALS

(a) Submittal. Requests for Code Interpretation should preferably be submitted through the online Interpretation
Submittal Form. The form is accessible at http://go.asme.org/InterpretationRequest. Upon submittal of the form, the
Inquirer will receive an automatic e-mail confirming receipt. If the Inquirer is unable to use the online form, the Inquirer
may mail the request to the following address:

Secretary

ASME Boiler and Pressure Vessel Committee
Two Park Avenue

New York, NY 10016-5990

All other Inquiries should be mailed to the Secretary of the BPV Committee at the address aboeve. Inquiries are unlikely
to receive a response if they are not written in clear, legible English. They must also incldde the name of the Inquirer and
the company they represent or are employed by, if applicable, and the Inquirer’s address,telephone number, fax number,
and e-mail address, if available.

(b) Response. The Secretary of the appropriate Committee will provide a written response, via letter or e-mail, as
appropriate, to the Inquirer, upon completion of the requested action by the Committee. Inquirers may track the status of
their Interpretation Request at http://go.asme.org/Interpretations.
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D. A. Scarth

Task Group on Flaw Evaluation for HDPE Pipe (WG-PFE) (BPV XI)

P. ]J. Rush, Chair
P. Krishnaswamy
M. Moenssens

D. P. Munson

D. A. Scarth

D. J. Shim

M. Troughton
J. Wright

S. X. Xu

Subgroup on Nondestructive Examination (SG-NDE) (BPV XI)

J. T. Lindberg, Chair
D. R. Cordes, Secretary
M. Briley

C. Brown

T. L. Chan

T. Cinson

S. E. Cumblidge

K. J. Hacker

J. Harrison

D. O. Henry

G. A. Lofthus

S. A. Sabo

F. J. Schaaf, Jr.

R. V. Swain

C. A. Nove, Alternate
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Working Group on Personnel Qualification and Surface Visual and
Eddy Current Examination (SG-NDE) (BPV XI)

C. Brown, Chair

T. Cinson, Secretary
J. E. Aycock

]. Bennett

S. E. Cumblidge

A. Diaz

N. Farenbaugh

Working Group on Procedure Qualification and Volumetric Examination
(SG-NDE) (BPV XI)

G. A. Lofthus, Chair
J. Harrison, Secretary
M. Briley

A. Bushmire

D. R. Cordes

S. R. Doctor

K. J. Hacker

W. A. Jensen

D. O. Henry
J. T. Lindberg
C. Shinsky

R. Tedder

T. Thulien

J. T. Timm

D. A. Kull

C. Latiolais

C. A. Nove

S. A. Sabo

R. V. Swain

D. Van Allen

D. K. Zimmerman
B. Lin, Alternate

Subgroup on Repair/Replacement Activities (SG-RRA) (BPV XI)

. L. McCracken, Chair
. Farrell, Jr,, Secretary

M. L. Hall

W. C. Holston
J. Honcharik
A. B. Meichler

B. R. Newton
S. A. Norman
E. O’Sullivan
C. Park

R. Stevenson
W

Lm Alternate

J.
G.
R.
R.
D.
D.
J.
B.
J. K. Loy, Alternate

Working Group on Welding and Special Repair Processes

J. G. Weicks, Chair
D. Barborak

S. J. Findlan

P. D. Fisher

R. C. Folley

M. L. Hall

W. C. Holston

]. Honcharik

C. C. Kim

(SG-RRA) (BPV XI)

M. Kris

S. E. Marlette
S. L. McCracken
B. R."Newton
J. E. OSulllvan
D.T.

D. E. Waskey

J. K. Loy, Alternate

Task Group on Temper Bead Welding (BPV XI)

S. J. Findlan, Chair
D. Barborak

M. L. Hall

S. L, Mc€racken
N, Mohr

B. R. Newton

G. Olson

J. E. O’Sullivan
A. Patel

J. Tatman

D. J. Tilly

D. E. Waskey
J. G. Weicks

Task Group on Weld Overlay (BPV XI)

S. L. McCracken, Chair
Barborak
J. Findlan

Hunter
Lohse
E.

D.

S.

M.

\A C Holston
S.

C.

S. E. Marlette

B. R. Newton
G. Olson

A. Patel

P. Raynaud

D. W. Sandusky
D. E. Waskey

J. G. Weicks

Working Group on Non-Metals Repair/Replacement Activities

]. E. O'Sullivan, Chair
S. Schuessler, Secretary
M. Brandes

D. R. Dechene

J. Johnston, Jr.

B. Lin

(SG-RRA) (BPV XI)

M. P. Marohl

T. M. Musto

S. Patterson

A. Pridmore
Es7y Schaaf, Jr.
R. ‘Stakenborghs

Task Group on HDPE Piping‘for Low Safety Significance Systems
(WG-NMRRA) (BPV XI)

M. Brandes, Chair

J. E. O'Sullivan, Secretary
M. Golliet

B. Lin

T. M. Musto

F. ]J. Schaaf, Jr.
S. Schuessler

R. Stakenborghs

TaskGroup on Repair by Carbon Fiber Composites (WGN-MRR) (BPV XI)

J. E. O'Sullivan, Chair
S. F. Arnold

S. W. Choi

D. R. Dechene

M. Golliet

L. S. Gordon

M. Kuntz

H. Lu

M. P. Marohl
L. N

C.A

R. P. Ojdrovic
A. Pridmore

P. Raynaud

S. Rios

C. W. Rowley

J. Sealey

R. Stakenborghs
N. Stoeva

M. F. Uddin

]J. Wen

B. Davenport, Alternate

Working Group on Design and Programs (SG-RRA) (BPV XI)

S. B. Brown, Chair

A. B. Meichler, Secretary
0. Bhatty

R. Clow

R. R. Croft

E. V. Farrell, Jr.

B. Lin

H. Malikowski
G. C. Park

M. A. Pyne

R. R. Stevenson
R. W. Swayne

Task Group on Repair and Replacement Optimization (WG-D&P) (BPV XI)

S. L. McCracken, Chair
T. Basso

R. Clow

K. Dietrich

E. V. Farrell, Jr.

R. C. Folley

M. L. Hall

W. C. Holston

D. Jacobs

H. Malikowski
T. Nuoffer

G. C. Park

A. Patel

R. R. Stevenson
R. G. Weicks
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Subgroup on Water-Cooled Systems (SG-WCS) (BPV XI)

M. J. Ferlisi, Chair S. D. Kulat

J. Nygaard, Secretary D. W. Lamond

J. M. Boughman T. Nomura

S. B. Brown T. Nuoffer

S. T. Chesworth M. A. Pyne

H. Q. Do H. M. Stephens, Jr.

K. W. Hall R. Thames

P. ]. Hennessey M. Weis

K. M. Hoffman M. J. Homiack, Alternate
A. E. Keyser

Task Group on High Strength Nickel Alloys Issues (SG-WCS) (BPV XI)

H. Malikowski, Chair
K. Dietrich, Secretary

S. E. Marlette
B. L. Montgomery

W. H. Bamford G. C. Park

T. Cinson W. Sims

P. R. Donavin D. E. Waskey
K. M. Hoffman C. Wax

H. Kobayashi K. A. Whitney
C. Lohse

Working Group on Containment (SG-WCS) (BPV XI)

M. J. Ferlisi, Chair J. A. Munshi

R. Thames, Secretary M. Sircar

P. S. Ghosal P. C. Smith

H. T. Hill S. Walden

A. E. Keyser M. Weis

B. Lehman S. G. Brown, Alternate
P. Leininger

Working Group on General Requirements (BPV XI)

T. Nuoffer, Chair
J. Mayo, Secretary
J. F. Ball

T. L. Chan

P. ]. Hennessey
K. A. Kavanagh

T. N. Rezk

A. T. Roberts III

S. R. Scott

D. Vetter

S. E. Woolf

M. T. Audrain, Alternate
R. S. Spencer, Alternate

Subgroup on Reliability and Integrity Management Program

A. T. Roberts III, Chair
D. Vetter, Secretary

T. Anselmi

N. Broom

V. Chugh

S. R. Doctor

J. D. Fletcher

J. T. Fong

J. Grimm

K. Harris

(SG-RIM) (BPV XI)

P. ]. Hennessey

D. M. Jones

D. R. Lee

T. Lupold

M. Orihuela

F. J. SchaafJr.

H. M7 Stephens, Jr.
Re W.Swayne

S{ Takaya

R. Vayda

Working-Group on MANDE (BPV XI)

H. M. Stephens, Jr,, Chair
S. R. Doctor, Vice“Chair
M. Turnbow,_Secretary
T. Anselmi

N. A. Finhey

J. T. Fong
D. O. Henry
T. Lupold
L. E. Mullins
M. Orihuela

Working Group on Inspection of Systems and Components
(SG-WCS) (BPV XI)

JSME/ASME Joint Task Group for System-Based Code
(SWG-RIM) (BPV XI)

H. Q. Do, Chair J. Howard
M. Weis, Secretary A. Keller

R. W. Blyde S. D. Kulat
K. Caver E. Lantz

C. Cueto-Felgueroso A. Maekawa
M. J. Ferlisi T. Nomura
M. L. Garcia Heras J. C. Nygaard
K. W. Hall S. Orita

K. M. Hoffman

Working Group on Pressure-Testing (SG-WCS) (BPV XI)

J.
S.
T.
B. Casey
Y.-K
M.]
A E

M. Boughman, Chair D. W. Lamond
A. Norman, Secretary J. K. McClanahan
Anselmi T. P. McClure

B. L. Montgomery

. Chung M. Moenssens
. J. Homiack R. A. Nettles
. Keyser C. Thomas

Working Group on Risk-Informed Activities (SG-WCS) (BPV XI)

S. Takaya, Chair D. R. Lee

T. Asayama H. Machida

S. R. Doctor T. Muraki

K. Dozaki A. T. Roberts III

J. T. Fong F. J. Schaaf, Jr.

J. Hakii R. Vayda

K. Harris D. Watanabe

M. Hayashi M. Morishita, Contributing Member

Y. Kamishima

COMMITTEE ON TRANSPORT TANKS (BPV XII)

N. J. Paulick, Chair

M. D. Rana, Vice Chair
]. Oh, Staff Secretary
A. N. Antoniou

P. Chilukuri

W. L. Garfield

M. Pitts

J. Roberts

T. A. Rogers

R. C. Sallash

M. Shah

S. Staniszewski

A. P. Varghese

Y. Doron, Contributing Member
R. Meyers, Contributing Member
M. R. Ward, Contributing Member

Executive Committee (BPV XIlI)

M. D. Rana, Chair T. A. Rogers
M. A. Pyne, Chair S. D. Kulat N. J. Paulick, Vice Chair R. C. Sallash
S. T. Chesworth, Secretary D. W. Lamond ]. Oh, Staff Secretary S. Staniszewski
G. Brouette G. J. Navratil M. Pitts A. P. Varghese
C. Cueto-Felgueroso P. ]. O'Regan
R. Haessler N. A. Palm
J. Hakii D. Vetter
K. W. Hall J. C. Younger
M. |. Homiack
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Subgroup on Design and Materials (BPV XII)

R. C. Sallash, Chair
D. K. Chandiramani
P. Chilukuri
Y.
S.
N
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T. A. Rogers
M. Shah
S. Staniszewski

A. P. Varghese

K. Xu

A.T.Duggleby, Contributing Member

R. D. Hayworth, Contributing
Member

G. G. Karcher, Contributing Member

B. E. Spencer, Contributing Member

M. R. Ward, Contributing Member

J. Zheng, Contributing Member

Subgroup on Fabrication, Inspection, and Continued Service (BPV XII)

M. Pitts, Chair
P. Chilukuri
Y. Doron

M. Koprivnak
P. Miller

0. Mulet

J. Roberts

T. A. Rogers

R. C. Sallash

L. Selensky

S. Staniszewski

R. D. Hayworth

G. McRae, Contributing Member

Subgroup on General Requirements (BPV XII)

S. Staniszewski, Chair
B. F. Pittel, Secretary
A. N. Antoniou
Y. Doron
H. Ebben III
J. L. Freiler

. Garfield

R. C. Sallash

L. Selensky

P. Chilukuri, Contributing Member

T.]. Hitchcock, Contributing Member

S. L. McWilliams, Contributing
Member

T. A. Rogers, Contributing Member

D. G. Shelton, Contributing Member

M. R. Ward, Contributing Member,

Subgroup on Nonmandatory Appendices (BPV XII)

T. A. Rogers, Chair

S. Staniszewski, Secretary
P. Chilukuri

N. J. Paulick

M. Pitts

R. C. Sallash

D. G. Shelton

Y. Doron, Contributing Member

COMMITTEE ON OVERPRESSURE PROTECTION (BPV XIiI)

D. B. DeMichael, Chair
D. Miller, Vice Chair
C. E. O'Brien, Staff Secretary
J. F. Ball

J. Burgess
B. Calderon
J. W. Dickson

A. Donaldson

S. F. Harrisop, Jx,

B. K. Nutter

T. Pate}

M. Poehlmann

T. R. Tarbay

D. E. Tompkins

Z. Wang

J. A. West

A. Wilson

H. Aguilar, Contributing Member

RW. Barnes, Contributing Member
R D. Danzy, Contributing Member
M. Elias, Contributing Member

D. Felix, Contributing Member

A. Frigerio, Contributing Member

]. P. Glaspie, Contributing Member
A. Hassan, Contributing Member

P. K. Lam, Contributing Member

J. M. Levy, Contributing Member
M. Mengon, Contributing Member
J. Mize, Contributing Member

M. Mullavey, Contributing Member
S. K. Parimi, Contributing Member
R. Raman, Contributing Member

M. Reddy, Contributing Member
S.Ruesenberg, Contributing Member
K. Shores, Contributing Member

D. E. Tezzo, Contributing Member

Executive Committee (BPV XIII)

. Miller, Chair

. E. O’Brien, Staff Secretary

. F. Ball

D
D. B. DeMichael, Vice Chair
C
J

A. Donaldson
B. K. Nutter
J. A. West

Subgroup on Design and Materials (BPV XIII)

D. Miller, Chair

T. Patel, Vice Chair
B. Mruk, Secretary
C. E. Beair

A. Biesecker

W. E. Chapin

J. L. Freiler

B. Joergensen

V. Kalyanasundaram
B. ]. Mollitor

A. Swearingin

T. R. Tarbay

J. A. West

A. Williams

D. ]. Azukas, Contributing Member
R. D. Danzy, Contribliting Member
A. Hassan, Contributing Member
R. Miyata, (Contributing Member
M. Mullavey,”Contributing Member
S. K. Rarimi, Contributing Member
GsRamirez, Contributing Member
K.'Shores, Contributing Member

Subgroup on General Requirements (BPV XIlII)

onaldson, Chair
. Pittel, Vice Chair

J. Burgess
D.8BJ)-DeMichael
M. Elias

S/T. French

J. Gillham

R. Klimas, Jr.
Z. E. Kumana
P. K. Lam

K. R. May

]. Mize

L. Moedinger
M. Mullavey
M. Poehlmann
K. Shores

D. E. Tezzo

D. E. Tompkins
J. F. White

B. Calderon, Contributing Member

P. Chavdarov, Contributing Member

T. M. Fabiani, Contributing Member

J. L. Freiler, Contributing Member

]. P. Glaspie, Contributing Member

G.D. Goodson, Contributing Member

C. Haldiman, Contributing Member

]. Horne, Contributing Member

B. Joergensen, Contributing Member

C. Lasarte, Contributing Member

D. Mainiero-Cessna, Contributing
Member

M. Mengon, Contributing Member

D. E. Miller, Contributing Member

R. Miyata, Contributing Member

B. Mruk, Contributing Member

R. Raman, Contributing Member

M. Reddy, Contributing Member

S.Ruesenberg, Contributing Member

R. Sadowski, Contributing Member

A. Swearingin, Contributing Member

A.P.Varghese, Contributing Member

Subgroup on Nuclear (BPV XIII)

J. F. Ball, Chair
K. R. May, Vice Chair

R. Krithivasan, Secretary

J. W. Dickson
S. Jones

R. Lack

D. Miller

T. Patel

. Hansing, Alternate

. Levy, Alternate
. Yonsky, Alternate

. French, Contributing Member

. Ross, Contributing Member
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Subgroup on Testing (BPV XIII)

B. K. Nutter, Chair

T. P. Beirne, Vice Chair
J. W. Dickson, Secretary
B. Calderon

V. Chicola I1I

B. Engman

R. ]. Garnett

R. Houk

R. Lack

M. Mengon

C. Sharpe

A. Strecker

J. R. Thomas, Jr.

Z. Wang

A. Wilson

D. Nelson, Alternate

J. Cockerham, Contributing Member
J. Mize, Contributing Member

M. Mullavey, Contributing Member
R. Raman, Contributing Member
S.Ruesenberg, Contributing Member
K. Shores, Contributing Member

US TAG to ISO TC 185 Safety Devices for Protection Against Excessive
Pressure (BPV XIII)

D. Miller, Chair
C. E. O'Brien, Staff Secretary
J. F. Ball

T. J. Bevilacqua
D. B. DeMichael
J. W. Dickson

B. K. Nutter

T. Patel

J. R. Thomas, Jr.
J. A. West

J. F. White

COMMITTEE ON BOILER AND PRESSURE VESSEL CONFORMITY
ASSESSMENT (CBPVCA)

R. V. Wielgoszinski, Chair
G. Scribner, Vice Chair

P. Murray, Staff Secretary
J. P. Chicoine

P. D. Edwards

T. E. Hansen
B. L. Krasiun
P.
L

F
. E. McDonald
Miller

E. A. Whittle
P. Williams

T. P. Beirne, Alternate

M. Blankinship, Alternate

J. W. Dickson, Alternate

]J. M. Downs, Alternate

B. ]. Hackett, Alternate

W. Hibdon, Alternate

Y.-S. Kim, Alternate

B. Morelock, Alternate

M. Poehlmann, Alternate

R. Rockwood, Alternate

B. C. Turczynski, Alternate

D. E. Tuttle, Alternate

S. V. Voorhees, Alternate,

D. Cheetham, Contributing Member
A. ]. Spencer, Honorary Member

COMMITTEE ON NUCLEAR CERTIFICATION (CNC)

R. R. Stevenson, Chair
]. DeKleine, Vice Chair
Z. McLucas, Staff Secretary
J. F. Ball

G. Claffey

G. Gobbi

S. M. Goodwin

J. W. Highlands

K. A. Kavanagh

J. C. Krane

. Lockwood
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E. A. Whittle

T. Aldo, Alternate

M. Blankinship, Alternate

P. ]J. Coco, Alternate
eSantis, Alternate

Dinic, Alternate

D. Edwards, Alternate

B. Franchuk, Alternate

M. Hottle, Alternate

Krane, Alternate

Nenstiel, Alternate

Ponce, Alternate

F. Prescott, Alterngte

S. V. Voorhees, Alternate

M. Wilson, Alterndte

S. Yang, Altefnqte

S. F. Harrison;Jr., Contributing
Member

N.
C.
P.
T.
K.
P.
D.
L.
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ORGANIZATION OF SECTION il

1 GENERAL

Section III consists of Division 1, Division 2, Division 3, and Division 5. These Divisions are broken down into Subsec-
tions and are designated by capital letters preceded by the letter “N” for Division 1, by the letter “C” for Division 2, by the
letter “W” for Division 3, and by the letter “H” for Division 5. Each Subsection is published separately, with the exception of
those listed for Divisions 2, 3, and 5.

¢ Subsection NCA — General Requirements for Division 1 and Division 2
e Appendices
¢ Division 1

- Subsection NB — Class 1 Components

— Subsection NCD — Class 2 and Class 3 Components”

- Subsection NE — Class MC Components

- Subsection NF — Supports

- Subsection NG — Core Support Structures

e Division 2 — Code for Concrete Containments
- Subsection CC — Concrete Containments

¢ Division 3 — Containment Systems for Transportation/and/Storage of Spent Nuclear Fuel and High-Level
Radioactive Material
- Subsection WA — General Requirements for Diyision 3
- Subsection WB — Class TC Transportation Containments
- Subsection WC — Class SC Storage Contaihments
- Subsection WD — Class ISS Internal Support Structures

¢ Division 5 — High Temperature Reactors
- Subsection HA — General Requirements
Subpart A — Metallic Matebials
Subpart B — Graphite Materials
Subpart C — Compesite Materials
Subsection HB — Class A Metallic Pressure Boundary Components
Subpart A — Low Temperature Service
Subpart B — Elevated Temperature Service
Subsection HE>= Class B Metallic Pressure Boundary Components
SubpartfA — Low Temperature Service
Subpart B — Elevated Temperature Service
Subsection HF — Class A and B Metallic Supports
Subpart A — Low Temperature Service
Subsection HG — Class SM Metallic Core Support Structures
Subpart A — Low Temperature Service
Subpart B — Elevated Temperature Service
Subsection HH — Class SN Nonmetallic Core Components
Subpart A — Graphite Materials
Subpart B — Composite Materials

"In the 2021 Edition, Subsections NC and ND have been incorporated into one publication, Subsection NCD (BPVC.IIL.1.NCD), Class 2 and Class 3

(21)

Components.
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2 SUBSECTIONS

Subsections are divided into Articles, subarticles, paragraphs, and, where necessary, subparagraphs and
subsubparagraphs.

3 ARTICLES

Articles are designated by the applicable letters indicated above for the Subsections followed by Arabic numbers, such
as NB-1000. Where possible, Articles dealing with the same topics are given the same number in each Subsection, except
NCA, in accordance with the following general scheme:

Article Number Title
1000 Introduction or Scope
2000 Material
3000 Design
4000 Fabrication and Installation
5000 Examination
6000 Testing
7000 Overpressure Protection
8000 Nameplates, Stamping With Certification Mark, and Reports

The numbering of Articles and the material contained in the Articlesthay not, however, be consecutive. Due to the fact
that the complete outline may cover phases not applicable to a particular Subsection or Article, the rules have been
prepared with some gaps in the numbering.

4 SUBARTICLES

Subarticles are numbered in units of 100, such aS,NB-1100.

5 SUBSUBARTICLES

Subsubarticles are numbered in units of:10, such as NB-2130, and generally have no text. When a number such as NB-
1110 is followed by text, it is considered a paragraph.

6 PARAGRAPHS

Paragraphs are numbered-in units of 1, such as NB-2121.

7 SUBPARAGRAPHS

Subparagraphs, when they are major subdivisions of a paragraph, are designated by adding a decimal followed by one
or more digits‘to the paragraph number, such as NB-1132.1. When they are minor subdivisions of a paragraph, subpar-
agraphs-may be designated by lowercase letters in parentheses, such as NB-2121(a).

8.SUBSUBPARAGRAPHS

Subsubparagraphs are designated by adding lowercase letters in parentheses to the major subparagraph numbers,
such as NB-1132.1(a). When further subdivisions of minor subparagraphs are necessary, subsubparagraphs are desig-
nated by adding Arabic numerals in parentheses to the subparagraph designation, such as NB-2121(a)(1).
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9 REFERENCES

References used within Section III generally fall into one of the following four categories:

(a) References to Other Portions of Section III. When a reference is made to another Article, subarticle, or paragraph, all
numbers subsidiary to that reference shall be included. For example, reference to Article NB-3000 includes all material in
Article NB-3000; reference to NB-3100 includes all material in subarticle NB-3100; reference to NB-3110 includes all
paragraphs, NB-3111 through NB-3113.

(b) References to Other Sections. Other Sections referred to in Section III are the following:

(1) Section II, Materials. When a requirement for a material, or for the examination or testing of a material, is.tobe in
accordance with a specification such as SA-105, SA-370, or SB-160, the reference is to material specifications in Section II.
These references begin with the letter “S.”

(2) Section V, Nondestructive Examination. Section V references begin with the letter “T” and relate*to the non-
destructive examination of material or welds.

(3) Section 1X, Welding and Brazing Qualifications. Section IX references begin with the letter“Q” and relate to
welding and brazing requirements.

(4) Section XI, Rules for Inservice Inspection of Nuclear Power Plant Components. When adeference is made to inser-
vice inspection, the rules of Section XI shall apply.

(c) Reference to Specifications and Standards Other Than Published in Code Sectiohs

(1) Specifications for examination methods and acceptance standards to be-tised in connection with them are
published by the American Society for Testing and Materials (ASTM). At the_time of publication of Section III,
some such specifications were not included in Section II of this Code. A reference:to ASTM E94 refers to the specification
so designated by and published by ASTM, 100 Barr Harbor Drive, West Conshohocken, PA 19428.

(2) Dimensional standards covering products such as valves, flange$; and fittings are sponsored and published by
The American Society of Mechanical Engineers and approved by the, Américan National Standards Institute.” When a
product is to conform to such a standard, for example ASME B16.5;the standard is approved by the American National
Standards Institute. The applicable year of issue is that suffixedte‘its numerical designation in Table NCA-7100-1, for
example ASME B16.5-2003. Standards published by The Améyican Society of Mechanical Engineers are available from
ASME (https://www.asme.org/).

(3) Dimensional and other types of standards covering products such as valves, flanges, and fittings are also
published by the Manufacturers Standardization Society of the Valve and Fittings Industry and are known as Standard
Practices. When a product is required by these rules to conform to a Standard Practice, for example MSS SP-100, the
Standard Practice referred to is published by the Manufacturers Standardization Society of the Valve and Fittings
Industry, Inc. (MSS), 127 Park Street, NE, Vienna, VA 22180. The applicable year of issue of such a Standard Practice
is that suffixed to its numerical designation*in Table NCA-7100-1, for example MSS SP-58-2009.

(4) Specifications for welding and:brazing materials are published by the American Welding Society (AWS), 8669
NW 36 Street, No. 130, Miami, FL 33166. Specifications of this type are incorporated in Section Il and are identified by the
AWS designation with the prefix<‘SF,” for example SFA-5.1.

(5) Standards applicable tothe design and construction of tanks and flanges are published by the American Petro-
leum Institute and have desighations such as API-605. When documents so designated are referred to in Section III, for
example API-605-1988, they are standards published by the American Petroleum Institute and are listed in Table
NCA-7100-1.

(d) References toAppendices. Section III uses two types of appendices that are designated as either Section III Appen-
dices or Subsection*Appendices. Either of these appendices is further designated as either Mandatory or Nonmandatory
for use. Mandatory Appendices are referred to in the Section III rules and contain requirements that must be followed in
construction»Nonmandatory Appendices provide additional information or guidance when using Section III.

(1)( Section IIl Appendices are contained in a separate book titled “Appendices.” These appendices have the potential
for multiple subsection applicability. Mandatory Appendices are designated by a Roman numeral followed, when appro-
priate, by Arabic numerals to indicate various articles, subarticles, and paragraphs of the appendix, such as II-1500 or
XII1-1210. Nonmandatory Appendices are designated by a capital letter followed, when appropriate, by Arabic numerals
to indicate various articles, subarticles, and paragraphs of the appendix, such as D-1200 or Y-1440.

" The American National Standards Institute (ANSI) was formerly known as the American Standards Association. Standards approved by the
Association were designated by the prefix “ASA” followed by the number of the standard and the year of publication. More recently, the
American National Standards Institute was known as the United States of America Standards Institute. Standards were designated by the prefix
“USAS” followed by the number of the standard and the year of publication. While the letters of the prefix have changed with the name of the

organization, the numbers of the standards have remained unchanged.
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(2) Subsection Appendices are specifically applicable to just one subsection and are contained within that subsec-
tion. Subsection-specific mandatory and nonmandatory appendices are numbered in the same manner as Section III
Appendices, but with a subsection identifier (e.g., NF, NH, D2, etc.) preceding either the Roman numeral or the capital
letter for a unique designation. For example, NF-1I-1100 or NF-A-1200 would be part of a Subsection NF mandatory or
nonmandatory appendix, respectively. For Subsection CC, D2-1V-1120 or D2-D-1330 would be part of a Subsection CC
mandatory or nonmandatory appendix, respectively.

(3) Itis the intent of this Section that the information provided in both Mandatory and Nonmandatory Appendices
may be used to meet the rules of any Division or Subsection. In case of conflict between Appendix rules and Division/
Subsection rules, the requirements contained in the Division/Subsection shall govern. Additional guidance on Appendix
usage is provided in the front matter of Section III Appendices.
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SUMMARY OF CHANGES

Errata to the BPV Code may be posted on the ASME website to provide corrections to incorrectly published items, or to

correct typographical or grammatical errors in the BPV Code. Such Errata shall be used on the date posted.

Information regarding Special Notices and Errata is published by ASME at http://go.asme.org/BPVCerrata.

Changes given below are identified on the pages by a margin note, (21), placed next to the affected area,

Page

X

xii

XV

xviii

XXXIX

19
45

46
57
57
70
71
75
77
80
98
102
119

129
130
138
140
140
r66

169
177
179
178
180
183
184

Location

List of Sections

Foreword

Submittal of Technical Inquiries to the
Boiler and Pressure Vessel Standards

Committees

Personnel

Organization of Section III

Table WA-7100-1
WB-2431.1

WB-2432.1
WB-2585.2
WB-2586.2

Figure WB-3221-1
Figure WB-3222-1
WB-3224

Figure WB-3224.1-1
WB-3234
WB-4322.1
WB-4427
WB-5260

WE-2121
WG-2129
WC-2420
WC-2431.1
WC-2432.1
WC-3252.3

WC-3263
WC-4265

Figure WC-4265-3
WC-4311
WC(C-4322.1
WC-4334.2
WC-4335.1

Change

(1) Listing for Section III updated
(2) Section XIII added
(3) Code Case information updated

(1) Subparagraph (k) added and subsequentsubparagraph redesignated
(2) Second footnote revised
(3) Last paragraph added

Paragraphs 1(a)(3)(-b), 2(b), and.5(a)(3) revised

Updated

(1) In para. 1, Divisign 1 disting updated
(2) In para. 9(c)(3), {MSS SP-89-2003” corrected by errata to
“MSS SP-58-2009”

Revised

(1) Subparagfaph (b) revised
(2) Ip~subpara. (c), third sentence revised
Subparagraph (c) revised
Revised

Revised

Revised

Revised

Subparagraph (b) revised
Revised

Revised

Subparagraph (b) revised
Last sentence revised

(1) Title revised
(2) WB-5261 revised

Subparagraph (c) revised

Added

First paragraph and subparas. (f) and (g) revised
Subparagraphs (b) and (c) revised
Subparagraph (c) revised

(1) In first paragraph, second sentence revised
(2) Subparagraph (d) deleted

Added

Subparagraph (d) revised

Revised

Revised

Subparagraph (b) revised

In subpara. (b), last sentence deleted

Subparagraph (c) revised
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Page
184

186
187
202
205

225
231
231
235
239
245
250
260
262
263
264

Location
WC-4335.2

WC-4427
Figure WC-4427-1
WC-5120
WC-5260

WD-2432.1
WD-2584.2
WD-2585.2
WD-3210
WD-3221.3
WD-3225
Table WD-3234-1
WD-4311
WD-4335.1
WD-4335.2(g)
WD-4427

Change

(1) Subparagraphs (a)(1) and (e) revised

(2) In subpara. (b)(5), “(-8°C)” corrected by errata to “(8°C)”

Revised

Revised

First paragraph revised, and subpara. (g) deleted

(1) Title revised
(2) WC-5261 revised

Subparagraph (c) revised
Revised

Revised

Revised

Last sentence deleted

Revised

Last column entry and Note (2) revised

Revised
Subparagraph (c) revised
Revised

Last sentence added
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LIST OF CHANGES IN RECORD NUMBER ORDER

DELETED
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CROSS-REFERENCING AND STYLISTIC CHANGES IN THE BOILER
AND PRESSURE VESSEL CODE

There have been structural and stylistic changes to BPV(, starting with the 2011 Addenda, that should be noted to aid
navigating the contents. The following is an overview of the changes:

Subparagraph Breakdowns/Nested Lists Hierarchy

¢ First-level breakdowns are designated as (a), (b), (c), etc., as in the past.

* Second-level breakdowns are designated as (1), (2), (3), etc., as in the past.
¢ Third-level breakdowns are now designated as (-a), (-b), (-c), etc.

¢ Fourth-level breakdowns are now designated as (-1), (-2), (-3), etc.
 Fifth-level breakdowns are now designated as (+a), (+b), (+c), etc.

o Sixth-level breakdowns are now designated as (+1), (+2), etc.

Footnotes

With the exception of those included in the front matter (roman-numbered pages), all footnotes are treated as
endnotes. The endnotes are referenced in numeric order and appear at, the end of each BPVC section/subsection.

Submittal of Technical Inquiries to the Boiler and Pressure Vessel-Standards Committees

Submittal of Technical Inquiries to the Boiler and Pressure Vessel Standards Committees has been moved to the front
matter. This information now appears in all Boiler Code Sections (except for Code Case books).

Cross-References

Itis our intention to establish cross-reference link functionality in the current edition and moving forward. To facilitate
this, cross-reference style has changed. Cross-references within a subsection or subarticle will notinclude the designator/
identifier of that subsection/subarticle. Examplés follow:

e (Sub-)Paragraph Cross-References. The ctoss-references to subparagraph breakdowns will follow the hierarchy of

the designators under which the breakdown appears.

- If subparagraph (-a) appears ih(X.1(c)(1) and is referenced in X.1(c)(1), it will be referenced as (-a).

- If subparagraph (-a) appearsiin X.1(c)(1) but is referenced in X.1(c)(2), it will be referenced as (1)(-a).

- If subparagraph (-a) appeabs in X.1(c)(1) but is referenced in X.1(e)(1), it will be referenced as (c)(1)(-a).

- If subparagraph (-a) appears in X.1(c)(1) but is referenced in X.2(c)(2), it will be referenced as X.1(c)(1)(-a).

e Equation Cross-References. The cross-references to equations will follow the same logic. For example, if eq. (1)

appears in X.1(a)(1)-but is referenced in X.1(b), it will be referenced as eq. (a)(1)(1). If eq. (1) appears in
X.1(a)(1) but isreferenced in a different subsection/subarticle/paragraph, it will be referenced as eq. X.1(a)(1)(1).
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SUBSECTION WA
GENERAL REQUIREMENTS

ARTICLE WA-1000
SCOPE OF DIVISION 3

WA-1100 SCOPE

WA-1110 NATURE OF THESE RULES AND
CONTAINMENT SYSTEMS TO WHICH
THEY ARE APPLICABLE

(a) Therules of Division 3 contain the requirements for
the construction of individual components (and parts
where appropriate) that comprise Containment
Systems (Article WA-9000). Division 3 Containment
Systems are used for the transportation and/or
storage, including disposal,’ of spent nuclear fuel and
high-level radioactive material.

(b) AsusedinDivision 3, Containment Systems may.be
comprised of one or more components, such as contaifi-
ments and internal support structures. Containment
System components for which Division 3-ptrovides
rules are as follows:

(1) the transportation containment(Subsection WB
— Class TC)

(2) thestorage containment (Subsection WC — Class
SQ)

(3) theinternal supportstructure (Subsection WD —
Class ISS)

WA-1120 DEFINITIONS

Definitions ofKey terms used in this Division are
included in Article" WA-9000.

WA-1130=LIMITS OF THESE RULES

(a)( The rules of this Division provide requirements for
new construction including consideration of mechanical
and thermal stresses due to cyclic operation. They do not
cover deterioration which may occur in service as a result
of radiation effects, corrosion, erosion, or instability of the
material. These effects shall be addressed in the Design
Specification by requiring appropriate measures to be
included in the design.

(b) The rules are intended to be applicable to any item
that serves a containment or internal support structure

£ okl o
THH o1

WA-1140 USE OF CODE EDITIONS AND CASES

(a) The Design Specification shall establish the Code
Edition.

(b) The CertificateZHolder shall construct the compo-
nents or parts under the provisions of a Quality Assurance
Program which_has been accepted by the Society. The
Quality Assiirance Program shall be updated to meet
the requirements of the latest Division 3 Edition
withifn~6 months of issuance.

(c)" Code Cases are permissible and may be used begin-
ning with the date of approval by the ASME Council. Only
Code Cases that are specifically identified as being appli-
cable to this Division may be used. Code Cases may only be
used by mutual consent of the parties involved.

(d) Materials produced and certified in accordance
with Code Editions and Addenda, if applicable, other
than the one specified in the Design Specification may
be used, provided all of the following requirements are
satisfied.

(1) The material (WA-1220) meets the applicable re-
quirements of a material specification permitted by
WB-2121, WC-2121, or WD-2121, as appropriate, of
the Edition specified for construction.

(2) The material meets all the requirements of
Article WB-2000, Article WC-2000, or Article WD-2000,
as appropriate, of the Edition specified for construction.

(3) The material was produced under the provisions
of a Quality System Program which had been accepted by
the Society or qualified by a party other than the Society
(NCA-3820), in accordance with the requirements of the
latest Edition and Addenda, ifapplicable, issued at the time
the material was produced. Material exempted from
portions of the provisions of NCA-3800 by WB-2610,
WC-2610, or WD-2610, as appropriate, may be used,
provided the requirements of (1) and (2) above are met.
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WA-1150 UNITS OF MEASURE

Either U.S. Customary or SI units may be used for
compliance with all requirements of this edition, but
one system shall be used consistently throughout for
all phases of construction.

Either the U.S. Customary units or SI units that are listed
in Section Il Appendices, Mandatory Appendix XXIV shall
be used consistently for all phases of construction (e.g.,
materials, design, fabrication, and reports). Since
values in the two systems are not exact equivalents,
each system shall be used independently of the other
without mixing U.S. Customary units and SI units.

When SI units are selected, U.S. Customary values in
referenced specifications that do not contain SI units
shall be converted to SI values to at least three significant
figures for use in calculations and other aspects of
construction.

With the publication of the 2004 Edition, Section II, Part
D is published as two separate publications. One publica-
tion contains values only in U.S. Customary units and the
other contains values only in SI units. The selection of the
version to use is dependent on the set of units selected for
construction.

WA-1200 GENERAL REQUIREMENTS
WA-1210 VALVES

Valves may form part of the Class TC or Class SC contain-
ment boundary. If valves are included in the containment;,
they shall be designed and constructed in accordancefyith
Section III, Division 1, Class 1 for transportation contain-
ments, or Class 1 or Class 2 for storage containfments.

WA-1220 MATERIALS
WA-1221 Metallic Materials

Metallic materials shall be manufactured to an SA, SB, or
SFA Specification, or any othér material specification
permitted by WB-2121, W(G:2121, or WD-2121, as appro-

priate. Such material shall be manufactured, identified,
and certified in accordance with the requirements of
this Division. Tubular products and fittings welded
with filler metal shall meet the requirements of
Section III, Division 1, Class 1.

WA-1222 Material, ASTM Specification

Materials produced under an ASTM designation may be
accepted as complying with the corresponding ASME
Specification, provided the ASME Specification is desig-
nated as being identical with the ASTM Specification
for the grade, class, or type produced and-provided
that the material is confirmed as complying with the
ASTM Specification by a Certified Material Test Report,
when permitted by NCA-3862.1(@)» or Certificate of
Compliance from the Material Manufacturer.

WA-1223 Welding Material, AWS Specification

Welding material predueed under an AWS designation
may be accepted as, cemplying with the corresponding
ASME Specification,-provided the latter Specification is
indicated to be\identical with the AWS Specification
and provided)the welding material is confirmed as
complying with the AWS Specification by a Certified Mate-
rial T€st*Report or Certification from the Material
Manufacturer.

WA-1230 PARTS

The Design Specification and Design Documents for
parts shall meet the requirements of WA-3350. If the
fabrication of such parts is subcontracted to others,
the subcontractor shall possess a valid and appropriate
Certificate of Authorization for Section III, Division 3
construction.
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ARTICLE WA-2000
DESIGN BASIS

WA-2100 GENERAL REQUIREMENTS
WA-2110 SCOPE

Rules for the design of components or parts used for
transportation and storage as defined in Article
WA-1000 are provided in Article WB-3000, Article
WC-3000, or Article WD-3000. The N3 Certificate
Holder shall be responsible for establishing a Design Spec-
ification that identifies design and safety criteria for the
design of the component or part in accordance with the
appropriate rules of this Division.

WA-2120 DESIGN BASIS
WA-2121 Consideration of Operating Conditions

(a) Transportation or storage components (WA-1110)
are subject to operating and test conditions (when speci-
fied) that are required to be considered in the design ifi
order to satisfy applicable safety criteria.

(b) Operating conditions for transportation or storage
components are classified as either normal, offsnormal
[applicable only to storage uses (Subsectipits WC and/
or WD), or accident conditions. Each condition shall be
defined in the Design Specification.

(c) Theselection of operating conditions, and the deter-
mination of their significance to the'design and function-
ality of the component, are béyond the scope of this
Division. Appropriate guidanee for the selection of oper-
ating conditions may be derived from safety criteria docu-
ments from the regulatory and enforcement authorities
having jurisdiction,

WA-2122 Consideration of Test Conditions

(a) Components shall be subject to a test, when
required by Article WB-6000 or Article WC-6000. The
stresssproduced in the component during testing shall
notexceed the limits provided in WB-3225 or
W(C-3218, as appropriate.

(b) Other tests may be specified in the Design Specifi-
cation. Stresses produced in the component by such a test
shall not exceed the test limits specified in the Design
Specification.

WA-2123 Establishment of Loadings, Stresses, and
Limits

(a) The Design Specification shall identify the loadings
and combination of loadings and, the applicable Service
Limits for the stresses resultiig from those loadings.

(b) Normal loadings result from normal conditions.

(c) Off-normal loadings/vesult from off-normal condi-
tions [applicable only“te storage uses (Subsections WC
and/or WD)].

(d) Accident loadings result from accident conditions.

(e) Test loadings include pressure and leak tests
required by Article WB-6000 or Article WC-6000 of
this Division.

WA-2123.1 Design Loadings. Design Loadings for
cormponents shall be in accordance with (a), (b), and
(¢) below and the additional requirements of this Division.

(a) Design Pressure. The specified internal and external
Design Pressure shall not be less than the maximum differ-
ence in pressure between the inside and outside of the
item, or between any two chambers of a combination
unit, which exists under the most severe loadings for
which the Level A Service Limits are applicable. It shall
include allowances for pressure surges and static pressure
heads. Pressure loads are not applicable to internal
support structures per Article WD-3000.

(b) Design Temperature. The specified Design
Temperature shall not be less than the expected
maximum metal temperature through the thickness of
the part under consideration for which Level A Service
Limits are specified. Where a component is heated by
internal heat generation the effects of such heat input
shall be considered in establishing the Design Tempera-
ture.

(c) Design Mechanical Loads. The Design Mechanical
Loads identified in the Design Specification shall
include the weight of the component(s), contents, and
other items such as operating equipment, impact limiting
devices, shielding, insulation, and linings, as applicable.

WA-2123.2 Operating Loadings. When the Design
Specification or applicable Subsection of this Division
requires computation to demonstrate compliance with
specified Service Limits, the Design Specification shall
provide information from which the operating loadings
can be identified (pressure, temperature, mechanical
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designate the appropriate Service Limit (WA-2123.4) to
be associated with each operating loading or combination
of loadings.

WA-2123.3 Test Loadings.

(a) Test loadings include pressure tests required by
this Division.

(b) Loads due to other types of tests as may be required
by the Design Specification.

WA-2123.4 Design, Service, and Test Limits.

(a) Design Limits. The limits for Design Loadings shall
meet the requirements of the appropriate Subsection of
this Division.

(b) Service Limits. The Design Specification shall desig-
nate Service Limits as defined in (1) through (3). Level B
Service Limits are not used in this Division.

(1) Level A Service Limits. Level A Service Limits are
those sets of limits that must be satisfied for all normal
loadings identified in the Design Specification to which the
component may be subjected in the performance of its
specified function. The component must withstand
these loadings without damage requiring repair.

(2) Level C Service Limits. Level C Service Limits,
which are applicable only to storage uses
(Subsections WC and/or WD), are those sets of limits
that must be satisfied for all off-normal loadings identified
in the Design Specification for which these Service Limits
are designated. These sets of limits permit large deforma;
tions in areas of structural discontinuity, which may
necessitate removal of the component from service/for
inspection or repair of damage to the component,) The
selection of this limit shall be reviewed for compatibility
with established safety criteria.

(3) Level D Service Limits. Level D Segvice Limits are
those sets of limits that must be satisfiéd for all accident
loadings identified in the Design Spécification for which

these Service Limits are designated. These sets of limits
permit gross general deformation with some consequen-
tial loss of dimensional stability and damage requiring
repair, which may require removal of the component
from service. The selection of this limit shall be reviewed
for compatibility with established safety criteria.

(c) Alternative Service Limits. Components may be
designed using more restrictive Service Limits than speci=
fied in the Design Specification. For example, Level C
Service Limits may be used when Level D Sexvice
Limits have been specified.

(d) Test Limits

(1) The limits for Test Loadings shall.ieet the re-
quirements of the appropriate Subsection of this Division.

(2) The selection of limits for-other tests shall be
included in the Design Specification.

WA-2124 Acceptance Critefia

(a) Components shall=Comply with the design rules
established for design, Operating, and test conditions in
the appropriate Subsection of this Division.

(b) Design decumentation shall be completed in accor-
dance with tlfe requirements of the Subsection applicable
to the component.

WA-2130 SPECIAL REQUIREMENTS

Contractual arrangements between the Owner and the
N3 Certificate Holder (WA-3111) that specify require-
ments in addition to, or more restrictive than, those speci-
fied by the rules of this Division may be applied, provided
such requirements do not negate any rules of this Division.
Such special contractual requirements are beyond the
scope of this Division and shall not apply as conditional
requirements for Code construction.
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ARTICLE WA-3000
RESPONSIBILITIES AND DUTIES

WA-3100 GENERAL

WA-3110 RESPONSIBILITIES VS. LEGAL
LIABILITIES

The parties identified in WA-3111, WA-3112, and
WA-3113 are involved in the construction of transporta-
tion and storage components or items that come under the
jurisdiction of this Division. Each party has specific duties
and responsibilities as set forth in this Article. The respon-
sibilities relate only to Code compliance and are not to be
construed as involving contractual or legal liabilities. A
single organization may perform one or more of the
roles assigned to each party provided all the requirements
of this Division are met.

WA-3111 N3 Certificate Holder

(a) The N3 Certificate Holder is the organization that
obtains a Certificate of Authorization issued by the Society:
The N3 Certificate Holder prepares a Design Specification
(WA-3351), determines the loads applied to the cémpo-
nent, designs the component, demonstrates the.adequacy
of the design of the component, and issues a Design Report
and other documents required by this Division.

(b) Ifthere are site-specific design ctiteria that must be
met to satisfy the requirements of this Division, then it is
the responsibility of the N3 Certificate Holder to obtain
these criteria for inclusion intesthe Design Documents
required by this Division.

(c) The N3 Certificate Holder is responsible for the
preparation and certification of the Fabrication Specifica-
tion and its issuanee;to the component fabricator.

(d) The N3 Certificate Holder has the overall respon-
sibility for the construction of the component in accor-
dance with\the requirements of this Division. In
additionh to obtaining a Certificate of Authorization
from ‘the Society, the N3 Certificate Holder completes
the appropriate Data Report Form and applies the Certi-
fication Mark to completed components as required by
this Division.

WA-3112 Owner

The Owner, as used in this Division, is the organization
that assumes title to the transportation or storage compo-
nent upon delivery by the Certificate Holder.

WA-3113 NPT Certificate Holder

(a) The NPT Certificate Holder is the organization that
fabricates components and/or parts ih/accordance with
the requirements of the Fabrication Specification. The
NPT Certificate Holder obtains@an N-type Certificate of Au-
thorization issued by the Séciety, completes the appro-
priate Data Report Forfi;, and applies a Certification
Mark to the items they:fabricate as required by this Divi-
sion.

(b) N3 Certificaté Holders may perform the duties of an
NPT Certificate Holder provided these activities are within
the scope of‘their Certificate of Authorization.

WA-3120° AUTHORIZATION
WA-3121 Types of Authorization

Table WA-8100-1 lists the types of certificates issued by
the Society and indicates the responsibilities of each Certi-
ficate Holder.

WA-3122 Subcontracted Services

(a) Services may be subcontracted that are both within
and beyond the scope of this Division. There are no re-
quirements for the subcontracting of services beyond
the scope of this Division. Services covered by this Division
may either be of a type for which the Society issues Certi-
ficates, or may be of the type for which the Society does not
issue a Certificate. Subcontracts for activities for which
Certificates are required shall be made only to Certificate
Holders. The Certificate Holder may subcontract to
another organization the surveying and auditing of his
subcontractors and Material Organizations, but must
retain the responsibility for these activities and for the
qualification of these subcontractors and Material Organ-
izations.

(b) An N3 Certificate Holder may subcontract the fabri-
cation of parts to a Section III, Division 1 Class 1 NPT Certi-
ficate Holder provided the scope of work is included in the
scope of the subcontractor’s N-type Certificate of Autho-
rization.

(c) The Certificate Holder shall describe in his Quality
Assurance Manual the manner in which he controls and
accepts the responsibility for the subcontracted activities
that are not required by this Division to be subcontracted
to a Certificate Holder.
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WA-3123 Subcontracted Calibration Services

As an alternative to survey and audit of suppliers of
subcontracted calibration services, a Certificate Holder,
Material Organization, or approved supplier may
accept accreditation by accrediting bodies recognized
by the International Laboratory Accreditation Coopera-
tion (ILAC), Mutual Recognition Arrangement (MRA),
provided the requirements of (a) through (d) are met.

(a) A documented review of the supplier’s accredita-
tion shall be performed and shall include verification

(1) that the accreditation is to ISO/IEC 17025,
General Requirements for the Competence of Testing
and Calibration Laboratories, from an accredited body
recognized by the ILAC MRA

(2) that the published scope of accreditation for the
calibration laboratory covers the needed measurement
parameters, ranges, and uncertainties

(b) The procurement documents shall specify

(1) that the service must be provided in accordance
with the accredited ISO/IEC 17025 program and scope of
accreditation

(2) that the calibration certificate/report shall
include identification of the laboratory equipment/stan-
dards used

(3) that the calibration certificate/report shall
include as-found calibration data when calibrated
items are found to be out-of-tolerance

(4) thattheservice supplier shall not subcontractthe
service to any other supplier

(5) that the Certificate Holder, Material Organiza®
tion, or approved supplier must be notified of any condi-
tion that adversely impacts the laboratory’s ability to
maintain the scope of accreditation

(6) additional technical and quality requirements, as
necessary, based on a review of the prgecured scope of
services, including but not limited to,telerances, accura-
cies, ranges, and industry standards:

(c) At receipt inspection, the:Certificate Holder, Mate-
rial Organization, or approved supplier shall be respon-
sible for validating that the-Supplier’s documentation
certifies

(1) that the ssubcontracted calibration was
performed in accordance with the supplier’s ISO/IEC
17025 program‘\and scope of accreditation

(2) conformance to the procurement document’s re-
quirements

(d) Thijs activity shall be documented in the Certificate
Holder’s Quality Assurance Program, Material Organiza-
tion’s Quality System Program Manual, or approved
suipplier’s quality program.

WA-3124 Subcontracted Testing Services

As an alternative to survey and audit of suppliers of
subcontracted services, a Certificate Holder, Material Or-
ganization, or approved supplier may accept accreditation

by accrediting bodies recognized by the International Lab-
oratory Accreditation Cooperation (ILAC), Mutual Recog-
nition Arrangement (MRA), provided the requirements of
(a) through (d) are met.
(a) A documented review of the supplier’s accredita-
tion shall be performed and shall include verification
(1) that the accreditation is to ISO/IEC 17025,
General Requirements for the Competence of Testing
and Calibration Laboratories, from an accredited hody
recognized by the ILAC MRA
(2) that the published scope of accreditatior for the
testing laboratory covers the needed testing,services
including test methodology and tolerances/uncertainties
(b) The procurement documents shall specify
(1) that the service must be previded in accordance
with the accredited ISO/IEC 17025\program and scope of
accreditation
(2) thatthe service supplier'shall not subcontractthe
service to any other supplier
(3) that the Certifieate Holder, Material Organiza-
tion, or approved supplier must be notified of any condi-
tion that adversely.impacts the laboratory’s ability to
maintain the scope of accreditation
(4) additional technical and quality requirements, as
necessary) based on a review of the procured scope of
services,including but not limited to, tolerances, accura-
cieSitanges, and industry standards
{c) At receipt inspection, the Certificate Holder, Mate-
rial Organization, or approved supplier shall be respon-
sible for validating that the supplier’s documentation
certifies
(1) that the subcontracted testing was performed in
accordance with the supplier’s ISO/IEC 17025 program
and scope of accreditation
(2) conformance to the procurement document’s re-
quirements
(d) This activity shall be documented in the Certificate
Holder’s Quality Assurance Program, Material Organiza-
tion’s Quality System Program Manual, or approved
supplier’s quality program.

WA-3130 WELDING AND SUBCONTRACTING OF
WELDING

WA-3131 Welding During Construction

This Division requires that all welding during construc-
tion be done only by an organization holding the N-type
Certificate of Authorization appropriate to the scope of
welding to be performed. A Certificate Holder may
engage individuals by contract for their services as
welders or welding operators at the location shown on
the Certificate, provided the conditions of (a) through
(f) below are met. This is an acceptable method of
complying with Section IX requirements concerning
responsibility for welding.
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(a) The work performed by such welders and welding
operators is within the scope of the Certificate.

(b) The conditions governing the use of such welders
and welding operators are contained in the Quality Assur-
ance Manual of the Certificate Holder. The Quality Assur-
ance Program (WA-3372 and WA-3460) shall include a
requirement for direct supervision and direct technical
control of the welders and welding operators by the Certi-
ficate Holder during such welding operations, and this
program shall be acceptable to the Certificate Holder’s
Authorized Inspection Agency (WA-5121) performing
the inspections.

(c) The welding procedures have been properly qual-
ified by the Certificate Holder, and Code responsibility for
such procedures is retained by the Certificate Holder.

(d) Welders and welding operators are qualified by the
Certificate Holder to perform such procedures.

(e) The Certificate Holder shall have contractual
control of the welding operation, including authority to
assign or remove welders and welding operators at his
discretion.

(f) The Certificate Holder shall be responsible for Code
compliance ofthe completed item including stamping with
the Certification Mark and providing the completed appro-
priate Data Report Form.

WA-3300 RESPONSIBILITIES OF AN N3
CERTIFICATE HOLDER

WA-3320 CATEGORIES OF THE N3 CERTIFICATE
HOLDER’S RESPONSIBILITIES

The N3 Certificate Holder’s responsibiliti€s include the
following:
(a) obtaining an N3 Certificate ‘of’Authorization
(WA-3330);
(b) compliance with this Division (WA-3340);
(c) achievement of structural*integrity (WA-3340);
(d) establishing the Code Editions and Code Cases to be
used in the Design Specification, and determining they are
acceptable to the regulatory and jurisdictional authorities
(WA-1140);
(e) developihgyand certifying a Design Specification
(WA-3351);
(f) evaluating the loads applied to components;
(g) /rovision of a Design Report (WA-3350) including:
(1) stress analysis for parts (WA-3353)
(2) reconciliation of Design Drawing changes with
the Design Report (WA-3355)
(3) certification of the Design Report (WA-3356);
(h) preparing and certifying the Fabrication Specifica-
tion (WA-3360);
(i) providing the Certified Fabrication Specification to
the fabricator (WA-3361.4);

(j) providing and correlating the Certified Design Spec-
ification, Certified Design Reportand Certified Fabrication
Specification to the Owner;

(k) making available the Certified Design Specification
and documentation of review to the Inspector (WA-3358);

() making available to the Inspector the Certified
Design Report and other documents required by this Divi<
sion and those requested by the Inspector to assuire
compliance with Code requirements;

(m) obtaining an agreement with an Authorized
Inspection Agency (WA-8130);

(n) establishing and maintaining a Quality Assurance
Program (WA-4130):

(1) documenting a Quality/AsSurance Program
(WA-3372);

(2) filingthe Quality Assurance Program (WA-3373);

(3) qualification of Material Organizations and
suppliers of subcontracted/services (WA-3371);

(o) review of Certified Material Test Reports and Certi-
ficates of Compliafice for materials used by him
(WA-1220);

(p) documientation of the review and approval of mate-
rials used by him [WA-1140(d)];

(q) .preparation, accumulation, control, and protection
of réquired records while in his custody [WA-4134(b)];

(r) Data Reports (WA-3380);

(s) subcontracting (WA-3122) for materials, design,
fabrication, examination, testing, and inspection. The
N3 Certificate Holder shall retain overall responsibility,
including certification and stamping;

(t) review of the Design Report (WA-3357).

WA-3330 OBTAINING A CERTIFICATE

An N3 Certificate (WA-8100) shall be obtained for
construction of components intended to be in compliance
with the requirements of this Division and to be stamped
with a Certification Mark with N3 Designator. The N3
Certificate Holder may do all the work of an NPT Certi-
ficate Holder, provided that the scope of work is included
in this Certificate.

WA-3340 COMPLIANCE WITH THIS DIVISION

The N3 Certificate Holder has the responsibility for
assuring that the construction of a component to be
stamped with the Certification Mark with N3 Designator
meets all the requirements of this Division.

WA-3350 DESIGN DOCUMENTS
WA-3351 Design Specifications

WA-3351.1 Provision and Correlation. It is the respon-
sibility of the N3 Certificate Holder to prepare, certify and
issue the Design Specification for a component. The N3
Certificate Holder shall also be responsible for the corre-
lation of all Design Specifications. Separate Design Speci-

ficationsare ot Tequired for parts—that formr partof =
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component when they are included in the Design Speci-
fication for the component (WA-1230).

WA-3351.2 Contents of Design Specifications. The
Design Specifications shall contain sufficient detail to
provide a complete basis for design and construction
in accordance with this Division. Such requirements
shall not result in design or construction that fails to
conform with the rules of this Division. All Design Speci-
fications shall include (a) through (i) below.

(a) the functions and boundaries of the items covered
(WA-3351.3);

(b) the design requirements (Article WA-2000);

(c) the environmental conditions, including radiation;

(d) the Code classification(s) (TC, SC, both TC and SC, or
ISS) of the components covered;

(e) material requirements including impact test re-
quirements;

(f) examination and testing requirements for contain-
ment closure welds;

(g) the effective Code Edition and Code Cases to be used
for construction;

(h) the maximum allowable leakage rate; and

(i) mechanical loads, such as drop and handling, that
must be considered in the design.

Section III Appendices, Nonmandatory Appendix LL
provides additional guidance on what a Division 3
Design Specification should contain as well as additional
insights on pertinent rules.

WA-3351.3 Boundaries of Jurisdiction. In order t6
define the boundaries of components with respect to adja-
cent components and other structures, the DesignSpeci-
fications shall include the boundary of the compg@nént as
givenin WB-1130, WC-1130, or WD-1130, as appropriate.

WA-3351.4 Certification of the Design-Specifications.
The Design Specifications shall be cerxtified to be correct
and complete and to be in compliance with the require-
ments of WA-3351 by one or mofé Certifying Engineers,
competent in the applicable field of design and related
transportation or storage eomiponent requirements and
qualified in accordance-with the requirements of
Section III Appendigces,"Mandatory Appendix XXIIL

WA-3351.5 Availability of the Design Specification.
The N3 Certificate Holder shall make a copy of the
completed-Design Specification available to the Inspector
and the.Owner.

WA-3352 Requirements for Design Documents
WA-3352.1 Design Documents.

(a) The Design Report and the Design Drawings used
for construction are the primary Design Documents. The
design shown by the Design Drawings shall comply with
the Design Specification and the rules of this Division and
shall be in agreement with the other Design Documents.

design with regard to the structural integrity of the
component.

(b) The N3 Certificate Holder may subcontract stress
analysis or complete design of all or a portion of a compo-
nent. However, the N3 Certificate Holder is responsible for
the design of the component and for the Design Docu-
ments.

(c) The Design Drawings shall be in agreement with the
Design Reportbefore itis certified (WA-3356) and shallbe
identified and described in the Design Report.

(d) When the design includes parts, including piping
that is to be purchased from an NPT Certificate Holder
or valves that are to be purchased from¢@-Pivision 1 N
Certificate Holder, the N3 Certificate Holdér shall incor-
porate the Design Documents for the purchased items into
the Design Documents of the comiponent.

(e) The N3 Certificate Holder‘shall demonstrate the
adequacy of the design ofiany item comprising the
boundary of the component to meet the requirements
of the Design Specificationand this Division. This demon-
stration shall be ingluded in the Design Report for the
component.

WA-3353 Design Output Documents for Parts

When the N3 Certificate Holder purchases parts from an
NPT Certificate Holder, it is the responsibility of the N3
Certificate Holder to provide or cause to be provided the
calculations for the parts and to incorporate them into the
Design Output Documents.

WA-3355 Modification of Document and
Reconciliation With Design Report

Any modification of any document used for design from
the corresponding document used for design analysis,
shall be reconciled with the Design Report by the
person or organization responsible for the design. A revi-
sion or addenda to the Design Report shall be prepared
and certified (WA-3356) to indicate the basis on which this
has been accomplished. All such revised documentation
shall be filed with the completed Design Report.

WA-3356 Certification of Design Report

(a) The Design Report shall be certified to be correct
and complete and to be in accordance with the require-
ments of WA-3352 by one or more Certifying Engineers
competent in the applicable field of design and related
transportation or storage component requirements and
qualified in accordance with the requirements of
Section III Appendices, Mandatory Appendix XXIII. The
Design Report shall be certified only after all design re-
quirements of this Division have been met. Such Certifying
Engineers shall be other than the individuals certifying the
Design Specification (WA-3351.4), and they are not
required by these rules to be independent of the organ-
ization holding the Certificate

The Desigm Reportsiatidemonstrate the adequacy of the
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(b) Itis the intent of this Division that the certification
of the Design Report shall in no way relieve the N3 Certi-
ficate Holder of the responsibility for ensuring that the
design of the component meets the conditions stated
in the Design Specification and this Division.

WA-3357 Review of Design Report

(a) Areview of the Design Report shall be made by the
N3 Certificate Holder certifying the Design Specification to
determine that all the design and loading conditions iden-
tified in the Design Specification have been considered,
and that the acceptance criteria established in the
Design Specification and this Division have been met.
This review shall be made by individuals who did not
prepare the Certified Design Report.

(b) Documentation shall be provided to the Owner to
indicate that the review required by (a) above has been
completed.

(c) A copy of the documentation required by (b) above
shall be attached to, and become part of, the Design Report.

WA-3358 Availability of Design Reports

The N3 Certificate Holder shall make a copy of the
completed Certified Design Report, including documenta-
tion of the review when required (WA-3357), and draw-
ings used for construction available to the Inspector.

WA-3360 FABRICATION SPECIFICATION

WA-3361 Provisions of the Fabrication
Specification

WA-3361.1 Responsibility. [tis the respongibility of the
N3 Certificate Holder to prepare, certifyand issue the
Fabrication Specification for componénts. The N3 Certi-
ficate Holder shall be responsible fory the correlation of
all Data Reports for the componetiit; Separate Fabrication
Specifications are not required:for parts when they are
included in the Fabrication,Specification for the compo-
nent.

WA-3361.2 Contents of the Fabrication Specification.
The Fabrication.‘Specification shall be based upon the
Design Specification and the Design Output Documents,
and shall centain sufficient detail, including forming
and fabrieation tolerances, to provide a complete basis
for fabrication in accordance with this Division. Fabrica-
tion Specifications for components shall include the exam-
ination and testing requirements for closure welds. Such
requirements shall not result in fabrication that fails to
conform with the Design Specification, Design Documents
and the rules of this Division. Section Il Appendices, Non-
mandatory Appendix LL provides guidance on developing
a Fabrication Specification.

WA-3361.3 Certification of the Fabrication Specifica-
tion. The Fabrication Specification shall be certified to be
correct and complete and to be in compliance with the
requirements of WA-3361.2 by one or more Certifying
Engineers, competent in the requirements of this Division
and the field of Division 3 component fabrication and qual-
ified in accordance with the requirements of Section IH
Appendices, Mandatory Appendix XXIII. Such Certifying
Engineers are not required to be independent ofythe’ or-
ganization preparing the Fabrication Specification.

WA-3361.4 Filing the Fabrication Specification. The
Fabrication Specification in its entirety-shall become
the principal document governing fabrication and shall
be available at the location of fabrication during the
complete fabrication process.

WA-3361.5 Availability of.the Fabrication Specifica-
tion. The N3 Certificate<Holder shall make a copy of
the completed Fabrigation Specification used for fabrica-
tion available to the-Inspector and the Owner.

WA-3370 RESPONSIBILITY FOR QUALITY
ASSURANCE

WA-3371 Scope of Responsibilities

The N3 Certificate Holder shall be responsible for
surveying, qualifying, and auditing suppliers of subcon-
tracted services (WA-3122), including nondestructive ex-
amination contractors and Material Organizations.
Material Organizations holding Quality System Certifi-
cates (Materials), and Certificate Holders whose scope
includes the supply or manufacture of materials, need
not be surveyed or audited for work or material
covered by the scope of their Certificate. Subcontractors
holding an appropriate Certificate of Authorization need
not be surveyed nor audited for work within the scope of
the subcontractor’s Certificate.

An N3 Certificate Holder may qualify vendors of subcon-
tracted services (WA-3122) other than those requiring a
Certificate of Authorization for another Certificate Holder
doing work for that N3 Certificate Holder. The qualifica-
tion documentation shall be supplied to the other Certi-
ficate Holder prior to their use of the subcontracted
service.

WA-3372 Documentation of Quality Assurance
Program

The N3 Certificate Holder shall be responsible for docu-
menting its Quality Assurance Program (WA-4134).

WA-3373 Filing of Quality Assurance Manual

The N3 Certificate Holder shall file with the Authorized
Inspection Agency (WA-5121) copies of the Quality Assur-
ance Manual. The N3 Certificate Holder shall keep a copy
on file available to the Inspector (WA-5123).
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WA-3380 DATA REPORTS

The N3 Certificate Holder shall certify compliance with
this Division by signing the appropriate Data Report and
application of the Certification Mark (Article WA-8000).

WA-3390 N3 CERTIFICATE HOLDER’S
RESPONSIBILITY FOR RECORDS

The N3 Certificate Holder shall be responsible for main-
taining the records identified in Tables WA-4134.17-1 and
WA-4134.17-2 during construction. Upon completion of
construction, these records shall be transferred to the
Owner.

WA-3400 RESPONSIBILITIES OF AN NPT
CERTIFICATE HOLDER

WA-3420 CATEGORIES OF AN NPT CERTIFICATE
HOLDER’S RESPONSIBILITIES

The responsibilities of an NPT Certificate Holder
include the following:

(a) obtaining an NPT Certificate (WA-3430);

(b) compliance with this Division (WA-3440);

(c) qualification of Material Organizations and
suppliers of subcontracted services (WA-3451);

(d) establishing and maintaining a Quality Assurance
Program (WA-3460);

(e) documenting a Quality Assurance Program
(WA-3460);

(f) filing the Quality Assurance Manual (WA-3461);

(g) Data Reports (WA-3470);

(h) obtaining an agreement with an Authorized'Inspec-
tion Agency (WA-8130);

(i) fabricating parts assigned to him in acéordance with
the Fabrication Specification(s) and thisdivision;

(j) preparing fabrication procedures'and shop draw-
ings;

(k) making available to the_Inspector the documents
specified by this Division and those requested by him
to assure compliance with Code requirements;

() review of Certified Material Test Reports and Certi-
ficates of Compliance for materials used by him
(WA-1220);

(m) preparation, accumulation, control, and protection
of required-records while in his custody [WA-4134(b) and
NCA-4134:37];

(n)~decumentation of review and approval of material
used by him as permitted by WA-1140(d).

WA-3430 OBTAINING A CERTIFICATE

An NPT Certificate (WA-8100), listing Division 3 in its
scope, shall be obtained for the fabrication of any item
intended to be in compliance with the requirements of
this Division and to be stamped with a Certification
Mark with NPT Designator

WA-3440 COMPLIANCE WITH THIS DIVISION

The NPT Certificate Holder shall have all work
performed in accordance with the applicable require-
ments of this Division.

WA-3450 RESPONSIBILITY FOR QUALITY
ASSURANCE

WA-3451 Scope of Responsibilities

(a) The NPT Certificate Holder shall be responsible for
surveying, qualifying, and auditing suppliers ef.subcon-
tracted services (WA-3122) including nondeStructive ex-
amination contractors and Material. Organizations.
Material Organizations holding Quality; System Certificate
(Materials), and Certificate Holders' whose scope includes
the supply or manufacture of‘materials, need not be
surveyed or audited for wotK, or material covered by
the scope of their Certificate. Subcontractors holding
an appropriate Certificate-of Authorization need not be
surveyed nor audited\for work within the scope of the
subcontractor’s Certificate.

(b) An NPT Certificate Holder may qualify vendors of
subcontracted services other than those requiring a Certi-
ficate fop-another Certificate Holder doing work for that
NPT Cértificate Holder. The qualification documentation
shall.be supplied to the other Certificate Holder prior to
their‘use of the subcontracted service.

WA-3460 DOCUMENTATION OF QUALITY
ASSURANCE PROGRAM

The NPT Certificate Holder shall be responsible for
documenting its quality assurance program.

WA-3461 Filing of Quality Assurance Program

The NPT Certificate Holder shall file with the Authorized
Inspection Agency (WA-5121) copies of the Quality Assur-
ance Manual. The NPT Certificate Holder shall keep a copy
on file and available to the Inspector (WA-5123).

WA-3470 DATA REPORT

The NPT Certificate Holder shall certify compliance with
this Division by signing the appropriate Data Report Form
and applying the appropriate stamping (Article
WA-8000).

WA-3800 METALLIC MATERIAL
WA-3810 SCOPE AND APPLICABILITY

The requirements of WA-3800 provide for various
entities known as Certificate Holders, Material Organiza-
tions (NCA-3820), and approved suppliers (NCA-4255.3).
These entities are involved in the performance of opera-
tions, processes, and services related to the procurement,
manufacture and supply of material, source material, and

10
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unqualified source material, as defined in the Glossary
(NCA-9200).

WA-3811 Limitations

The following limitations apply to approved suppliers:

(a) Approved suppliers shall not approve other
suppliers of materials or services that affect materials.

(b) Approved suppliers may adopt a limited scope
quality system program as approved by the Certificate
Holder or Material Organization [NCA-4255.3(b)].

WA-3812 Exclusions

Material falling within the small products exclusion of
WB-2610, WC-2610, or WD-2610, as appropriate, or
material that is allowed by this Section to be furnished

with a Certificate of Compliance, is exempted from the
requirements of WA-3800, except:
(a) Certified Material Test Reports or Certificates of
Compliance shall meet the requirements of NCA-3862.1.
(b) For construction of components meeting the re-
quirements of this Division, material identification and
marking shall meet the requirements of NCA-4256.3.

WA-3820 MATERIAL ORGANIZATIONS

A Material Organization shall be certified or qualified in
accordance with NCA-3820 through NCA*3842.2, and
NCA-4250 through NCA-4259.2. Material Certification
shall be in accordance with NCA-3860:

11
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ARTICLE WA-4000
QUALITY ASSURANCE

WA-4100 REQUIREMENTS
WA-4110 SCOPE AND APPLICABILITY

(a) This Article sets forth the requirements for plan-
ning, managing, and conducting Quality Assurance
Programs for controlling the quality of activities
performed under this Division and the rules governing
the evaluation of such Programs prior to the issuance
of Certificates for construction of Division 3 components.
The Quality Assurance requirements for Material Organ-
izations are provided in WA-3800. Certificate Holders are
advised to consult other regulations for quality assurance
requirements governing activities beyond the scope of
this Division.

(b) As identified, modified, and supplemented in
WA-4120 and WA-4134, N3 and NPT Certificate
Holders shall comply with the requirements of ASME
NQA-1, Part I, and when specifically stated, Part .3

WA-4120 DEFINITIONS

(a) The definitions in Article WA-9000 shall apply.

(b) The definitions in Article NCA-9000 shall ‘apply
unless defined in Article WA-9000

(c) The terms and definitions of NQA-I shall apply
unless defined in Article WA-9000 or, Afticle NCA-9000.

(d) For the following terms, which are defined(n'both
NQA-1 and Article WA-9000 or Article NCA-900Q0,the defi-
nitions in Article WA-9000 or Article NEA29000 shall
apply, as determined by (b).

(1) item

(2) Owner

(3) quality assurance
(4) repair

(5) rework

(6) service

(7) use-as-is

(8) nonconfermance

WA-4130 ESTABLISHMENT AND
IMPLEMENTATION

WA-4131 Material Organizations
The requirements of NCA-3800 and WA-3800 apply.

WA-4134 Division 3 Certificate Holders

(a) Provisions of NCA-4134 apply to N3 and NPT Certi-
ficate Holders.

(b) For this Division, Tables WA-4134.17-1 and
WA-4134.17-2 shall be used in place of Tables NCA-
4134.17-1 and NCA-4134.17-2 to identify lifetime and
nonpermanent records.

12
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Table WA-4134.17-1
Lifetime Quality Assurance Records

Record Record
1. Index to lifetime records (NCA-4134.17) 9. Final nondestructive examination reports
2. Code Data Reports (WA-8400) 10. Repair records when required by Code (Article WB-4000,
3. Design Specification (WA-3300] Article WC-4000, Article WD-4000)
4, Design Documents (WA-3300) 11 Weld procedures
5. As-built drawings (WA-3300) 12. Audit and survey reports (NCA-4134.18)
6. Certified Material Test Reports (CMTR) and 13. Process sheets, travelers, or checklists
documentation providing traceability to location used, | 14. Joint-welder identification records when such records
if required (WB-4100, WC-4100, WD-4100) are used inlieu of physical marking of welds (WB-4300,
Heat treatment records [Note (1)] WC-4300, WD-4300)
Final hydrostatic and pneumatic test results 15. Fabrication Specification (WA-3300)
(Article WB-6000, Article WC-6000) 16. Casting Plan (WB-2126, WC-2126)

GENERAL NOTE: Nonconformance reports that affect those records listed shall be incorporated into the record or be retained with the records.

NOTES: (1) Either heat treatment charts or certified summaries of time and temperature data may be pfovided. These data may be included as
part of the CMTR.

Table WA-4134.17-2
Nonpermanent Quality Assurance‘Records

Record Retention Period
1. QA Program Manual 3 yr after superseded or invalidated
2. Design procurement and QA procedures (NCA-4134.5) 3 yr after superseded or invalidated
3. NDE procedures (WB-5112, WC-5112, WD-5112) 10 yr after superseded or invalidated
4. Personnel qualification records (WB-5520, WC-5520, WD-5520 afid-WB-4322, WC-4322, WD-4322) 3 yr after superseded or invalidated
5. Purchase orders 10 yr after superseded or invalidated
6. Final radiographs not covered in Table WA-4134.17-1 10 yr after completion
7. Calibration records (NCA-4134.12) Until recalibrated

GENERAL NOTE: Nonconformance reports that afféct tHose records listed and are not incorporated into the record shall be retained for the
retention period applicable to the record the noneonformance report affects.

13
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ARTICLE WA-5000
AUTHORIZED INSPECTION

WA-5100 INTRODUCTION
WA-5110 APPLICABILITY

This Article provides the requirements for inspection by
the Authorized Inspection Agency.

WA-5120 PERFORMANCE OF INSPECTION
WA-5121 Authorized Inspection Agency

(a) The Authorized Inspection Agency shall be accred-
ited by the Society in accordance with the provisions set
forth in ASME QAI-1.

(b) The Authorized Inspection Agency shall notify the
Society when it enters into an agreement with a Certificate
Holder, or whenever an existing agreement is terminated.

WA-5122 Authorized Nuclear Inspector Supervisor

The Authorized Inspection Agency shall employ Author-
ized Nuclear Inspection Supervisors, qualified in accor
dance with ASME QAI-1, to supervise the Inspectors.

WA-5123 Authorized Nuclear Inspector

The Authorized Inspection Agency shall also employ
Authorized Nuclear Inspectors qualified inhaccordance
with the latest revision of ASME QAI-1,:to.perform inspec-
tions required by this Division. The inspections required
by this Division shall be performed by an Authorized
Nuclear Inspector. Any refereneg to Inspector throughout
this Division shall mean Authorized Nuclear Inspector.
The Authorized Nucleax/Inspector shall not be in the
employ of a Certificate.Holder.

WA-5125 Duties of Authorized Nuclear Inspector
Supervisors

(a) Supervisors, in conjunction with Inspectors
employed by the same Authorized Inspection Agency
(WA-5121), shall participate in the Society’s review of
thevapplicant’s Quality Assurance Program (WA-8160).
In those cases where the Supervisor performs the func-
tions of the Inspector, he may represent both during the
review of the Program. A Supervisor designated by the
Authorized Inspection Agency shall review and accept
any proposed modifications to Quality Assurance
Manuals before they are put into effect. The Authorized

performance at least twice per year at locations where the
Certificate Holder is actively engaged in Section,HI work.
The Supervisor shall be available, as needed, for consulta-
tion and support of the local inspection-staff. The Super-
visor shall maintain supervisory contrel'ever one or more
Authorized Nuclear Inspectors and‘shall perform all of the
functions and maintain the recotds required of him in
ASME QAI-1.

(b) The portion of a Certificate Holder’s Quality Assur-
ance Program that inv@lves Material Organization activ-
ities [NCA-3820(c)}-shall be audited by the Supervisor at
least once each year:

WA-5130 ACCESS FOR INSPECTION AGENCY
PERSONNEL

WA-5131 Access to the Certificate Holder’s
Facilities

(a) The Certificate Holder shall arrange for the Inspec-
tion Agency Personnel to have free access at all times to
those locations where Code activities, including those
concerned with supply or manufacture of materials,
are being performed on an item, when so requested.
The Certificate Holder shall keep the Inspector informed
of the progress of the work and shall notify him reasonably
in advance when the item will be ready for any required
tests or inspections.

(b) The Certificate Holder shall provide personnel to
accompany the Authorized Nuclear Inspector Supervisor
during his required audits.

WA-5200 DUTIES OF INSPECTOR
WA-5210 GENERAL INSPECTION DUTIES

(a) The Inspector who performs the detailed inspec-
tions in compliance with this Division shall witness or
otherwise verify all examinations and make all inspections
required by this Division. The Inspector shall also make
any other inspections and witness or verify (including
making measurements) any other examinations and addi-
tional investigations which, in the Inspector’s judgment,
are necessary to ascertain whether the item being
inspected has been constructed (WA-1110) in compliance
with the rules of this Division. Parts, including piping
subassemblies, shall be in accordance with the accepted

Nuclear Inspector sSupervisor shall audIt the Inspector s
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(b) The duties of the Inspector shall not be interpreted
by virtue of these rules to extend to any construction re-
quirements beyond those of this Division that may be set
forth in the Fabrication Specifications (WA-3360).
However, such requirements shall not result in construc-
tion which fails to conform with the requirements of this
Division.

WA-5220 CATEGORIES OF INSPECTOR’S DUTIES

The duties of the Inspector shall include but not neces-
sarily be limited to those given in (a) through (i) below.

(a) verifying the scope of work to be performed
[WA-5230(a)];

(b) monitoring of the Certificate Holder’s Quality
Assurance Program including subcontracted activities
(WA-5240);

(c) reviewing of the Certificate Holder’s qualification
records (WA-5250);

(d) verifying materials (WA-5260);

(e) witnessing or verifying in-process fabrication, non-
destructive examination, and tests (WA-5270);

(f) witnessing final testing (WA-5280);

(g) reviewing and signing Data Reports (WA-5290);

(h) reviewing drawings and inspecting in accordance
with them;

(i) performing all other duties specifically required in
ASME QAI-1.

WA-5230 SCOPE OF WORK, DESIGN
SPECIFICATIONS, DESIGN REPORTS;
AND FABRICATION SPECIFICATIONS

(a) The Inspector shall verify that the séop€ stated in
the N-type Certificate of Authorization includes the work
to be performed.

(b) The Inspector shall verify thdt'the Design Specifi-
cation, Design Reports, and Fabrication Specifications,
when required, are on file and-that they have been prop-
erly certified in accordance'with WA-3351.4, WA-3356,
and WA-3361.3.

(c) The Inspector.shall not be held responsible for the
scope or adequacylof the Design Specifications, for the
completeness or accuracy of the Design Report or calcula-
tions or for the qualification of Certifying Engineers certi-
fying docliments in compliance with the requirements of
this Division.

WA-5240 QUALITY ASSURANCE PROGRAMS

WA-5241 Stipulation of Inspections Prior to
Issuance of Process Sheets or Controls

Prior to the issuance of process sheets or controls
required by NCA-4134.9, the Certificate Holder shall
review them and the applicable drawings with the
Inspector, who shall then stipulate the inspections he

intends to make in order to fulfill the requirements of
WA-5210.

WA-5242 Monitoring of Quality Assurance
Programs

The Inspector shall monitor the performance of the
Certificate Holder for conformity to the requirements
of their Quality Assurance Program accepted by the
Society. The Inspector shall verify that all changes to
the Quality Assurance Manual have been accepted by
the Authorized Inspection Agency beforecthey are put
into effect.

WA-5243 Process Control Checklist

The Inspector shall indicatefon the Certificate Holder’s
process sheets or checklist his' concurrence that compli-
ance has been attained+at_each point stipulated by him
(WA-5241).

WA-5250 QUALIFICATION RECORDS
WA-5251 Review of Qualification Records

The Inspector shall review the qualification records of
the Certificate Holder.

WA-5253 Welding Procedures

The Inspector shall assure himself that the welding
procedures employed in fabrication have been qualified
under the provisions of this Division. The Certificate
Holder shall submit evidence to the Inspector that
these requirements have been met. When there is a spe-
cific reason to question the welding procedure, the
Inspector may require requalification as a requirement
for the procedure to be used on work subject to his inspec-
tion.

WA-5254 Welders and Welding Operators

The Inspector shall assure himself that all welding is
performed by welders or welding operators qualified
under the provisions of this Division. The Certificate
Holder shall make available to the Inspector a certified
copy of the record of performance qualification tests of
each welder and welding operator as evidence that
these requirements have been met. When there is a spe-
cific reason to question the ability of the welder or the
welding operator to make welds that meet the require-
ments of the specification, the Inspector may require re-
qualification before the welder or welding operator is
permitted to continue welding on work subject to his
inspection. The Inspector shall also assure himself that
each welder and welding operator has been assigned
an identifying symbol and that such symbols are regularly
and consistently applied when required by this Division.
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WA-5255 Examination Procedures

The Inspector shall assure himself that the examination
and testing procedures required by this Division have
been qualified. When there is a specific reason to question
whether the examination or testing procedure require-
ments are being met, the Inspector may require requal-
ification of the procedure.

WA-5256 Nondestructive Examination Personnel

The Inspector has the duty to verify the qualification
and certification of nondestructive examination personnel
employed by the Certificate Holder and has the duty to
monitor the nondestructive examination activities and
require requalification of any personnel when there is
reason to question the performance of that person. In
addition, the Inspector shall monitor the Certificate
Holder’s Quality Assurance Program as it relates to the
nondestructive examination activities of Material Organ-
izations, and NDE subcontractors that the Certificate
Holder qualified.

WA-5260 MATERIALS, PARTS, AND HEAT
TREATMENT

WA-5261 Inspection of Materials for Compliance

The Inspector shall assure himself that all materials
used comply with all applicable requirements of this Divi-
sion. The Certificate Holder shall make available to the
Inspector certified reports of the results of all tests
performed in accordance with (a) and (b) below:

(a) the material specifications;

(b) the requirements in the applicable matérials
Articles of this Division, including certified\reports of
the results of all required tests and examinations
performed.

WA-5262 Dimensional Check

The Inspector shall satisfy himself:

(a) that the item is being.constructed within the toler-
ance required by the Design Specification, Design Draw-
ings, and Fabrication‘Specifications, and this Division;

(b) that head and shell sections conform to the
prescribed shape and meet the thickness requirements;

(c) that fittings and attachments to be welded to the
componeiit fit properly to the surface of that component.
If required by the Inspector, the Certificate Holder shall
make gvailable accurately formed templates for his use.

WA-5263 Check of Heat Treatment Practice

The Inspector shall satisfy himself that all heat treat-
ment operations required by this Division are correctly
performed and that the temperature readings and gradi-
ents conform to the requirements.

WA-5270 EXAMINATIONS AND TESTS

The Inspector shall witness in-process fabrication non-
destructive examinations and destructive tests, when
feasible; alternatively, he shall check the examination
and test records to determine the acceptability of the
items involved.

WA-5280 FINAL TESTS

The Inspector shall witness final tests required by, this
Division and examinations performed during such&ests by
the Certificate Holder.

WA-5290 DATA REPORTS

The appropriate Data Reports prepared by the Certifi-
cate Holder shall be reviewed and signed by the Inspector
only after they have been certified by a responsible repre-
sentative of the CertificatecHolder and after he has satis-
fied himself that all reqtiitements of this Division have
been met and that 'each Data Report certified is a
correct record.

WA-5300, RESPONSIBILITIES OF THE
AUTHORIZED INSPECTION AGENCY

The résponsibilities of the Authorized Inspection
Ageney shall include but not necessarily be limited to
those given in (a) through (j) below.

(a) Maintain a staff of Authorized Nuclear Inspectors
and Authorized Nuclear Inspector Supervisors (WA-5122
and WA-5123).

(b) Make agreements with Certificate Holders for
inspection service (WA-5121 and WA-8130). Notify the
Society whenever such agreements are terminated
(WA-5121).

(c) Provide for participation in the Society’s review of
the applicant’s Quality Assurance Program (WA-5125).

(d) Provide for the review and acceptance of any
proposed modifications to Quality Assurance Manuals
before they are put into effect (WA-5125).

(e) Review and accept the Certificate Holder’s method
of securing the nameplate to components to which,
because of size or other considerations, the nameplate
cannot be directly attached [WA-8220(b)].

(f) Review and accept the Certificate Holder’s alterna-
tive method of identification, including the unique method
of marking of components to which, because of size or
other considerations, nameplates cannot be directly
attached [WA-8220(b)].

(g) Review and accept the Certificate Holder’s alterna-
tive method of marking of parts (WA-8230).

(h) Review and accept the Certificate Holder’s proce-
dures for alternative stamping requirements (WA-8311).
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(i) Determine by agreement with the Certificate Holder (j) And all other duties specifically required in ASME
the sequence for stamping and the completion of the Code QAI-1.
Data Report [WA-8310(c)].
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ARTICLE WA-7000
REFERENCE STANDARDS

WA-7100 GENERAL REQUIREMENTS

Dimensions of standard products shall comply with the
dimensional standards listed in Table WA-7100-1 when
the standard is referenced in the Division 3 Subsection.
However, compliance with these standards does not
replace or eliminate the requirements for stress analysis
when called for by Article WB-3000, Article WC-3000, or
Article WD-3000 for a specific component.

The standards and specifications referenced inthe text
of each Subsection are listed in Table WA-7100-2. Where
reference is made within Division 3 to requifeéments that
are part of the ASME Boiler and PressurgVessSel Code, they
are not included in this Table.
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Table WA-7100-1
Dimensional Standards

Division 3
Referenced Other Acceptable
Standard ID Published Title Edition Editions
Pipes and Tubes
ASME B36.10M Welded and Seamless Wrought Steel Pipe 2015 2004, 2000, 1996, 1985
ASME B36.19M Stainless Steel Pipe 2004 1985
Fittings, Flanges, and Gaskets
ASME B16.5 Pipe Flanges and Flanged Fittings 2017 2013, 20609, 2003, 1998,
19881981
ASME B16.9 [Note (1)] Factory-Made Wrought Buttwelding Fittings 2012 2007, 2001, 1993, 1986,
1981
ASME B16.11 Forged Fittings, Socket-Welding and Threaded 2016 2011, 2009, 2001, 1996,
1980
ASME B16.20 Metallic Gaskets for Pipe Flanges: Ring-Joint Spiral 2012 2007, 2000, 1998, 1984
Wound and Jacketed
ASME B16.21 Nonmetallic Flat Gaskets for Pipe Flanges 2016 2011, 2005, 1992
ASME B16.25 Buttwelding Ends 2012 1997, 1986
ASME B16.47 Large Diameter Steel Flanges 2017 2011, 2006, 1998
MSS SP-43 Wrought and Fabricated Butt-Welding Fittings for how 2013 2008, 1991, 1982
Pressure, Corrosion Resistant Applications
Bolting
ASME B18.2.1 [Note (2)] Square, Hex, Heavy Hex, and Askew Head ‘Bolts and Hex, 2012 2010, 1999, 1981
Heavy Hex, Hex Flange, Lobed Head\dnd Lag Screws
ASME/ANSI B18.2.2 [Note (2)] Square and Hex Nuts (Inch Series) 2015 2010, 1987, 1972
ASME B18.3 [Note (2)] Socket Cap, Shoulder, and Set'\Screws, Hex and Spine 2012 2003, 1998, 1986, 1982
Keys (Inch Series)
ASME B18.31.2 Continuous Thread Stud, Double-End Stud, and Flange 2014
Bolting Stud (Stud Bolt) (Inch Series)
Threads
ASME B1.1 [Note (2)] Unified Ingh Screw Threads (UN and UNR Thread Form) 2003 1989, 1982
ANSI/ASME B1.20.1 [Note (2)] Pipe Threads, General Purpose (Inch) 2013 1983
ANSI B1.20.3 [Note (2)] Dryseal Pipe Threads (Inch) 1976

GENERAL NOTES: Reaffirmed versions of the listed standards are also acceptable.

NOTES:

(1) Analysis per ASMEB16.9, para. 2.2, is acceptable only for caps and reducers.

(2) These standards.are referenced for dimensional purposes only. Any manufacturing or inspection requirements contained in them are not

mandatory. The SA or SB Material Specification specifies the applicable manufacturing and inspection requirements.

(21)
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Table WA-7100-2
Standards and Specifications Referenced in Division 3

Division 3
Referenced
Standard ID Published Title Edition
The American Society of Mechanical Engineers (ASME)
ASME NQA-1 Quality Assurance Requirements for Nuclear Facility Applications 2015
ASME QAI-1 Qualifications for Authorized Inspection Latest
American Society for Nondestructive Testing (ASNT)
SNT-TC-1A Personnel Qualification and Certification in Nondestructive Testing 2006,52011
American Society for Testing and Materials (ASTM)
ASTM E23 Standard Test Methods for Notched Bar Impact Testing of Metallic Materials 2002a
ASTM E185 Standard Practice for Design of Surveillance Programs for Light-Water Moderated Nuclear Power 2010
Reactor Vessels
ASTM E186 Standard Reference Radiographs for Heavy-Walled (2 to 4%-in.) [(51 to 114-mm)] Sfeél.Castings 67,73,75,79
ASTM E208 Standard Test Method for Conducting Drop-Weight Test to Determine Nil-Ductility> Transition 1991
Temperature of Ferritic Steels
ASTM E280 Standard Reference Radiographs for Heavy-Walled (4% to 12-in.) [(114 to,305=mm)] Steel Castings 68, 72, 75
ASTM E399 Standard Test Method for Plane-Strain Fracture Toughness of Metallic Materials 1983, 1990
ASTM E446 Standard Reference Radiographs for Steel Castings up to 2 in. (51 mm)Nin Thickness 72,75, 0r 78
ASTM E604 Standard Test Method for Dynamic Tear Testing of Metallic Materials 1983
ASTM E1820 Standard Test Method for Measurement of Fracture Toughness 2001
ASTM F788 Standard Specification for Surface Discontinuities of Bolts, Sécews, and Studs, Inch and Metric Series 2013
ASTM F812 Standard Specification for Surface Discontinuities of Nuts;dnch and Metric Series 2012
American Welding Society (AWS)
AWS A4.2 Calibrating Magnetic Instruments to Measure the Delta Ferrite Content of Austenitic and Duplex 1991
Ferritic-Austenitic Stainless Steel
American National Standards Institute (ANSI)
ANSI N14.5 Leakage Test on Packages for T'ransportation 1997, 2014
International Organization for Standardization (ISO)
ISO/IEC 17025  General requirements for the competence of testing and calibration laboratories 2005, 2017
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ARTICLE WA-8000
CERTIFICATES OF AUTHORIZATION, NAMEPLATES,
CERTIFICATION MARK, AND DATA REPORTS

WA-8100 AUTHORIZATION TO PERFORM
CODE ACTIVITIES

WA-8110 GENERAL

Certificates of Authorization to use the official Certifica-
tion Mark in Table WA-8100-1 to certify work in this Divi-
sion will be granted by the Society for a 3-yr period
pursuant to the provisions set forth in this Article.

WA-8120 SCOPE OF AUTHORIZATION

(a) The Certificate of Authorization (WA-3120) will
identify the facility covered and state the scope of activ-
ities for which authorization is granted. The Society may,
at its discretion, limit or extend the scope of an authoriza-
tion to any types or classes of items or to a specificlocation.

(b) The Society may, at any time, make regulations
concerning the issuance and use of Certificates and the
Certification Mark as it deems appropriate, and all regula-

tions shall become binding upon the-h@lders of a valid
Certificate.

WA-8130 INSPECTION AGREEMENT REQUIRED

Certificate Holders shall possess an agreement with an
ASME accredited Authorized Inspection Agency to
provide inspection and audit services. The agreement
with the Authorized-Inspection Agency shall be made
prior to application for a survey. Certificate Holders
shall notify’thé Society whenever their agreements
with an Authorized Inspection Agency are cancelled or
changed ‘to another Authorized Inspection Agency.

WA-8140 QUALITY ASSURANCE PROGRAM
REQUIREMENTS

It is a requirement that a Certificate Holder have a
Quality Assurance Program (Article WA-4000) that has
been evaluated and accepted by the Society.

Table WA-8100-1
Authorizations and Certification Mark Issued by the Society for the Construction of Transportation and Storage
Components and Parts

Type of Organization Data Report
(Code Division) Scope Division 1 Division 3 Form Notes
N3 or NPT (Div. 3) Transportation containments Class TC N-7 (D
Storage containments Class SC N-7 (D
Internal support structures Class ISS N-11
N3 or NPT (Div. 3) Parts Class TC, SC, or N-9 (D), (2)
ISS
Field closure welds Class TC or SC N-8 (1)
NPT\(Div. 1) Tubular products welded with | Class 1 for transportation NM-1 3)
filler metal containments, Class 1 or 2 for
storage containments
N (Div. 1) Line valves Class 1 for transportation NPV-1 (4)
containments, Class 1 or 2 for
storage containments
NOTES:

(1) Completed Data Reports for closure welds of containments shall be forwarded to the Owner.

(2) Data reports for parts shall be forwarded in duplicate to the Certificate Holder of the finished component.

(3) Material (WA-1220) shall be documented on a Certified Material Test Report or a Certificate of Compliance in accordance with Article
WB-2000, Article WC-2000, or Article WD-2000, as appropriate..

(4] Line valves shall meet the requirements of Division 1 In their entirety.
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WA-8150 APPLICATION FOR AUTHORIZATION

An Organization desiring a Certificate of Authorization
shall apply to the Society upon forms issued by the Society
describing the scope of Code activities to be performed.

WA-8151 Field Operations

The N3 or NPT Certificate of Authorization may be
extended to include field operations such as the comple-
tion or repair of components and parts constructed under
that authorization. Except as permitted in WA-8152, the
Society requires a survey of each field site to assure that
the Quality Assurance Program described in the Manual is
implemented and enforced.

WA-8152 Field Operations for Containment
Closure Welds

The N3 or NPT Certificates may be extended to field
locations for making final closure welds to loaded
spent nuclear fuel or high-level radioactive material
containments without a site survey by the Society,
provided

(a) the control of materials, special processes, exami-
nations, inspections, tests, and certification at field loca-
tions shall be described in the Certificate Holders Quality
Assurance Manual, including involvement of the
Inspector;

(b) the Certificate Holders Quality Assurance Program
hasbeenreviewed and accepted by the Authorized Inspec-
tion Agency to confirm (a) above prior to any welding at
field locations;

(c) unique identifiers are permanently marked gniy¢ach
of the containment parts that are to be assembled
together;

(d) the welds are to be made in accordance with the
requirements of the Fabrication Specification; and

(e) the Data Report for each containment includes the
unique identifiers of (c) above.

WA-8153 Shop Assembly

Shop assembly of components, or components to piping
or other items, may be' by N-type Certificate Holders if such
activities are included within the scope of their N-type
Certificate of Authorization.

WA-8154 Code Activities Prior to Certification

Code.activities performed prior to issuance of an N3 or
NPT, Certificate of Authorization shall be subject to the
acceptance of the Inspector.

WA-8160 EVALUATION FOR AUTHORIZATION

WA-8161 Evaluation for Certificate of
Authorization

(a) Applicants for a new or renewed N3 or NPT Certi-
ficate of Authorization for construction require a survey of
their facilities. The purpose of the survey is to evaluate the
applicant’s Quality Assurance Manual and the implemen-
tation of the Quality Assurance Program.

(b) The extent of the survey will be determined by the
Society based on a review of the applicant’svintended
scope of Code activities described in the application.
The acceptance by the Society of the Quality Assurance
Program shall not be interpreted to miean endorsement
of technical capability to perform-design work such as
system design or stress analysis. Such capability is
implied for the specific compgnent involved by the certi-
fication of Design Reports (WA<3356) by a Certifying Engi-
neer.

(c) Authorization to'certify a Data Report or apply a
Certification Mark toyan item will be granted only after
a survey by the‘Society has satisfactorily demonstrated
the adequacy and implementation of the Quality Assur-
ance Program:

WA-8170 ISSUANCE OF AUTHORIZATION

Each Certificate Holder shall have agreed that each
Certificate and Certification Mark (if one is issued) is
at all times the property of the Society, that it will be
used according to the rules and regulations of this Divi-
sion, and that the Certificate and Certification Mark will be
promptly returned to the Society upon demand, or when
the Certificate Holder discontinues the scope of Code
activities covered by his Certificate. The holder of a Certi-
fication Mark shall not permit any other party to use its
Certificate or Certification Mark. The Society reserves the
absolute right to cancel or refuse to renew such authoriza-
tion, returning fees paid for the prorated unexpired term.

WA-8180 RENEWAL OF AUTHORIZATION

Notlater than 6 months prior to the date of expiration of
any Certificate, the Certificate Holder shall apply for a
renewal of such authorization and the issuance of a
new Certificate.

WA-8200 NAMEPLATES AND STAMPING
WITH CERTIFICATION MARK

WA-8210 GENERAL REQUIREMENTS
WA-8211 Nameplates

(a) Each component or part to which a Certification
Mark is applied shall have a nameplate, except as other-
wise permitted by this subarticle. Marking shall be as
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Figure WA-8212-1
Form of Stamping

Certified by

(Designator) (Name of Certificate Holder)

(Class)

(Serial number)

(1) the applicable official Certification Mark, as
shown in Table WA-8100-1;

(2) Class of construction and Designator;

(3) the statement “Certified by”;

(4) Certificate Holder’s name;

(5) Serial number and, if applicable, National Board
number and/or Canadian registration number.

(b) Valves fabricated by a Division 1 Certificate Holder

shall be stamped in accordance with Article NCA-8000.

WA-8212 Stamping With the Certification Mark

The Certification Mark shall be stamped on a nameplate
attached to an item, except as otherwise permitted by this
subarticle. The arrangement of markings shall be as shown
in Figure WA-8212-1. The data shall be in characters not
less than %, in. (2.5 mm) high. The selectedniethod shall
not result in any harmful contamination or sharp discon-
tinuities. Stamping directly on items, when used, shall be
done with blunt-nosed continuous or blunt-nose inter-
rupted dot die stamps.

WA-8213 Attachment of Nameplates

(a) The nameplate shall be attached by a method that
will not affect the styuctural integrity of the item.

(b) Ifthe nameplate is marked before it is attached, the
Certificate Holdershall assure that the nameplate with the
correct marking has been attached and the Inspector shall
verify thafithis has been done.

WA-8220 NAMEPLATES

{a) The markings required by WA-8210 shall be
applied to a separate nameplate attached to the item.
The nameplate shall be of a visible, permanent type
and not detrimental to the item. The type, method, and
manner of marking shall be described in the Certificate
Holder’s Quality Assurance Program or Procedure.

(b) If, because of size or other considerations, the
nameplates cannot be directly attached to the component

amanner acceptable to the Authorized Inspection Agency.
The use of this alternative method of identification,
including the method of marking, shall be reviewed by
and found acceptable to the Authorized Inspection
Agency (WA-5121) prior to implementation by the Certi-
ficate Holder.

(c) For internal support structures, if because of size,
geometric constraints, or other considerations the naine-
plate cannot be directly attached to the component; an
alternative method of identification may be uséd. The
alternative method is to be acceptable to the Authorized
Inspection Agency and includes application of a unique
identification mark to the component.that will serve to
identify the component with the appropriate Data
Report. The marking shall be-of a’visible, permanent
type and not detrimental to.the component. That type,
method, and manner of matrking shall be described in
the Certificate Holder's\Quality Assurance Program or
Procedure. The use-of this alternative method of
marking shall be feviewed by and found acceptable to
the Authorizedylnspection Agency (WA-5121) prior to
the implementation by the Certificate Holder.

WA-8230) NAMEPLATES FOR CERTIFICATION
MARK WITH NPT DESIGNATOR ITEMS

Parts shall have a separate nameplate equivalent to that
réquired for completed items when the size and use of the
item will accommodate such anameplate. When the size or
use of the item will not permit the installation of a name-
plate, the marking shall consist of suitable identification of
the item until it has been incorporated into the finished
component or other Certification Mark with NPT Desig-
nator item. This alternative method of marking shall be
reviewed with and found acceptable to the Authorized
Inspection Agency before being used by the Certificate
Holder.

WA-8300 CERTIFICATION MARK

WA-8310 GENERAL REQUIREMENTS

(a) The Certification Mark shall be applied by the Certi-
ficate Holder only with authorization of the Inspector. In
any case, the Certification Mark shall not be applied until
completion of the required examination and testing,
except as permitted in WA-8311.

(b) Table WA-8100-1 provides Certification Mark re-
quirements as related to type of certificates, scope of
work, and class of construction. The class of construction
shall be indicated by the letters TC, SC, TC and SC, or ISS
stamped below and outside the official Certification Mark.
For construction of components, parts, or welds to be
certified as meeting a Section III Edition or Addenda
before the 2011 Addenda, the ASME Certification Mark
is equivalent to and may be used in lieu of the N3 or
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NPT Stamp shown in the Section III Edition and Addenda
used for construction.

(c) The completed Code Data Report certifies that the
Inspector has inspected the item and authorized the appli-
cation of the Certification Mark. The sequence for
stamping and the completion of the Code Data Report
shall be determined by agreement between the Author-
ized Inspection Agency and the Certificate Holder.

WA-8311 Alternative Stamping Requirements

For containments where final closure welds are not
completed until after spent nuclear fuel or high-level
radioactive materials are loaded into the containment,
the organization assuming overall responsibility for the
containment may apply the Certification Mark with N3
Designator prior to completion of the final closure
welds, provided

(a) unique identifiers are permanently marked on each
of the containment parts that are to be assembled
together;

(b) the Data Report for each component includes the
assigned unique identifiers; and

(c) the procedure for controlling, and the use of, the
unique identifiers shall be included in the Certificate
Holders Quality Assurance Program and accepted by

the Certificate Holders Authorized Inspection Agency
prior to use.

WA-8330 REMOVABLE ITEMS

Removable items that form part of a containment
boundary shall have unique markings identifiable to an
individual component.

WA-8400 DATA REPORTS
WA-8410 GENERAL REQUIREMENTS

The appropriate Data Report,* as specified in Table
WA-8100-1, shall be filled out by the Certificate Holder
and shall be signed by the Certificate"Holder and the
Inspector for each item (except.as/provided elsewhere
in this Article) to be marked with' a Certification Mark.
Any quantity to which units.apply shall be entered on
the Manufacturer’s DataReport with the chosen units.

WA-8412 Availability of Data Reports

All Data Reports and referenced supporting material
shall be available to the Inspector, Owner, and enforce-
ment, or regilatory authority having jurisdiction.
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FORM N-7 NUCLEAR CONTAINMENTS

As Required by the Provisions of the ASME Code, Section lll, Division 3 Pg.1of
1. Manufactured and certified by
2. Manufactured for
3. Transport and/or Storage
(name and address)
4. Type
(horizontal or vertical) (Containment serial no.) (Certificate Holder's serial no.) (CRN) (National Bd. no.) (year built)
5. ASME Code, Section lll, Division 3
(edition) (class) (Code Case no.)
6. Shell
(material spec. no.) (tensile strength) (nominal thickness) (diameter ID) [length (overall)]
7. Seams Long ; girth
(type) (HT) (RT or UT) (joint eff. %) (type) (HT) (RFOr)UT) (joint eff. %)
8. Heads
[(a) material spec. no.] (tensile strength) [(b) material spec. no.] (tensile strength)
[(c) material spec. no.] (tensile strength) [(d) material spec. no.] (tensile strength)
Location (top, Crown Knuckle Elliptical Conical Hemispherical Flat Side to Pressure
bottom, ends) Thickness Radius Radius Ratio Apex Angle Radjus Diameter (convex or concave)
(a)
(b)
(c)
(d)
If removable, bolts used; . If quick opening closure or other fastehing, describe in detail
9. Design pressure at . Min. pressure-test temp. . Pneu., hydro., or comb. test pressure
He leak test
[maximimacesleak rate (from fab. spec.)]
10. Supports Lugs Legs Other Attached
(yes or no) (quantity) (quantity) (describe) (where and how)
11. Nozzles
Diameter How Reinforcement
Purpose Quantity or Sizé Type Attached Material Thickness Material Location
12. Parts supplied by others (Data‘Réports attached).
(a) Part (b) Serial No. (c) CRN No. (d) National Bd. No.

13.

14.

For containments list identifying markings of matching items to be joined in the field by welding.

(closure plates, heads)
Rémarks

to be welded to

(shell assembly)

(07/17)
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FORM N-7 (Back —Pg. 2 of ___)

Certificate Holder’s Serial No.

CERTIFICATION OF DESIGN

Design Specification on file at

Design Specification certified by P.E. State or Prov. — Reg. No.
Design Report on file at

Design Report certified by P.E. State or Prov. —_ Reg. No.
Fabrication Specification on file at

Fabrication Specification certified by PE. StateorProv. _— Reg. No.

CERTIFICATE OF COMPLIANCE FOR OVERALL RESPONSIBILITY
Following completion of the above, the Certificate of Authorization Holder accepting overall responsibility for this Division 3 containmént shall
complete the following statement:
We certify that the statements made by this report are correct and that construction of the items described in this Data Report éonforms to the
rules of the construction of the ASME Code, Section Ill, Division 3.

N3 Certificate of Authorization No. Expires
Date N3 Certificate Holder Signed

(authorized representative)

CERTIFICATE OF INSPECTION

I, the undersigned, holding a valid commission issued by the National Board of Boiler and Pressure V€ssel Inspectors and employed by

of have compared the statements described on this Data Report with those deseribed in the attached Certificate Hold-
er's Data Reports and to the best of my knowledge and belief, the described items have been constricted in accordance with the ASME Code,
Section lll, Division 3.

By signing this certificate neither the inspector nor his employer makes any warranty, expressed*or implied, concerning the items described in
this Data Report. Furthermore, neither the inspector nor his employer shall be liable in any, manner for any personal injury or property damage
or a loss of any kind arising from or connected with this inspection.

Date — Signed CGommission
(Authorized Nuclear Inspector) [National Board Number and Endorsement]

CERTIFICATE OF SHOP. COMPLIANCE
We certify that the statements made in this report are correct and thatgthisshuclear containment conforms to the rules for construction of the
ASME Code, Section lll, Division 3.
Certificate of Authorization Type and No. Expires

Date Name Signed
(N3 Certificate Holder) (authorized representative)

CERTIFICATE OF SHOP INSPECTION

I, the undersigned, holding a valid commission issued by the National Board of Boiler and Pressure Vessel Inspectors and employed by

of have inspected the component described in this Data Report on
_,and state that to the hest’'of my knowledge and belief, the Certificate Holder has constructed this component in accordance
with the ASME Code, Section lll, Division 3.
By signing this certificate neither the inspector nor his employer makes any warranty, expressed or implied, concerning the component described
in this Data Report. Furthermore, neither the inspector nor his employer shall be liable in any manner for any personal injury or property damage
or a loss of any kind arising from“ar-connected with this inspection.

Date —  Sighed Commission
(Authorized Nuclear Inspector) [National Board Number and Endorsement]

(07/17)
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FORM N-8 FOR CLASS SC OR TC CLOSURE WELDS
As Required by the Provisions of the ASME Code, Section lll, Division 3

1. Welds made by

(name and address of certificate holder)

2. Welds made for

(owner’s name and address)

3. Location of installation

(name and address)

4. Welds were made in accordance with Fabrication Specification No.

Revision Date
5. Containment Serial No. National Bd. No. CRN No.
Year Built Identification Markings of Items to be Joined
Welded to
(heads, covers) (shell assy.)
6. ASME Code, Section lll, Division 3
(editions)
(class) (Code Case no.)

7. Testing: Hydro., pneu., or comb. pressure test at

He leak test of Welds

(max. acceptable leak rate)

8. Remarks:

CERTIFICATE OF COMPLIANCE
We certify that the statements made in this report are correct and that.these closure welds conform to the rules of construction of the ASME Code,
Section lll, Division 3, and the Fabrication Specification listed on this’Pata Report.
Certificate of Authorization Type and No. Expires
Date Name Signed

(Certificate Holder) (authorized representative)

CERTIFICATE OF INSPECTION

I, the undersigned, holding a valid commissionissued by the National Board of Boiler and Pressure Vessel Inspectors and employed by

of have’inspected these items described in this Data Reporton—, and state that to the
best of my knowledge and belief, the Certificate Holder has fabricated these parts in accordance with the ASME Code, Section lll, Division 3. Each
part listed has been authorized for stamping on the date shown above.

By signing this certificate neither the inspector nor his employer makes any warranty, expressed or implied, concerning the equipment described
in this Data Report. Furthermoreg, neither the inspector nor his employer shall be liable in any manner for any personal injury or property damage
or loss of any kind arising from or connected with this inspection.

Date — s [ Signed Commission
(Authorized Nuclear Inspector) [National Board Number and Endorsement]

(07/17)
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FORM N-9 SHOP FABRICATED PARTS

As Required by the Provisions of the ASME Code, Section lll, Division 3 Pg.1of
1. Manufactured and certified by
(name and address of N Certificate Holder)
2. Manufactured for
(name and address of Purchaser)
3. Transport and/or Storage
4. Type
(horizontal or vertical) (Serial no.) (Certificate Holder’s serial no.) (CRN) (National Bd. no.) (year built)
5. ASME Code, Section lll, Division 3
(edition) (class) (Code Case no.)
6. Shell
(material spec. no.) (tensile strength) (nominal thickness) (diameter ID) [length (overall)]
7. Seams Long ; girth
(type) (HT) (RT or UT) (joint eff. %) (type) (HT) (RT of UT) (joint eff. %)
8. Heads
[(a) material spec. no.] (tensile strength) [(b) material spec. no.] (tensile strength)
[(c) material spec. no.] (tensile strength) [(d) material spec. no.] (tensile strength)
Location (top, Corrosion Crown Knuckle Elliptical Conical Hemispherical Flat Side to Pressure
bottom, ends) Thickness Allowance | Radius Radius Ratio Apex Angle Radius Diameter (convex or concave)
(a)
(b)
(c)
(d)
If removable, bolts used . If quick opening closure or other fastening, describe in detail
9. Design pressure at . Min. pressure-test temp. . Pneu., hydro., or comb. test pressure
He leak test
[maximum @ce~leak rate (from fab. spec.)]
10. Supports Lugs Legs Other Attached
(yes or no) (quantity) (quantity) (describe) (where and how)
11. Nozzles
Diameter How Reinforcement
Purpose Quantity or Size Type Attached Material Thickness Material Location
12. Parts supplied by others (Data Reports attached).
(a) Part (b) Serial No. (c) CRN No. (d) National Bd. No.
13. For componénts list identifying markings of matching items to be joined in the field by welding.
to be welding to
(closure plates, heads) (shell assembly)
14. List of\Drawings (with last revision and date)
15. Remarks
(07/17)
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FORM N-9 (Back — Pg. 2 of ___)

Certificate Holder’s Serial No.

16. Fabrication specification used for the manufacture of this item

revision no. prepared by

Certified by P.E. State or Prov. Reg. No.

CERTIFICATE OF SHOP COMPLIANCE
We certify that the statements made by this report are correct and that this (these)

conforms to the rules of the construction of the ASME Code, Section Ill, Division 3
Certificate of Authorization Type and No.

Date Name

Expires
Signed

(NPT Certificate Holder) (authorized representative)

CERTIFICATE OF SHOP INSPECTION

I, the undersigned, holding a valid commission issued by the National Board of Boiler and Pressure Vessel Inspector§s_and employed by

of

have inspected these items described in this Data Report on , and state that to the
best of my knowledge and belief, the Certificate Holder has fabricated these parts in accordance with the ASME Codé¢, Section |ll, Division 3. Each
part listed has been authorized for stamping on the date shown above.

By signing this certificate, neither the inspector nor his employer makes any warranty, expressed or impliedx€oncerning the equipment described

in this Data Report. Furthermore, neither the inspector nor his employer shall be liable in any manner foftany personal injury or property damage
or a loss of any kind arising from or connected with this inspection.

Date — Signed Commission

(Authorized Nuclear Inspector)

[National Board Number and Endorsement]

(07/17)
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FORM N-11 CERTIFICATE HOLDER’'S DATA REPORT FOR INTERNAL SUPPORT STRUCTURES*
As Required by the Provisions of the ASME Code, Section lll, Division 3 Pg.1of

1. Manufactured and certified by

(name and address of Certificate Holder)

2. Manufactured for

(name and address of Purchaser)

3. Applicable Installation(s)

(specific identifiers)

4. Type

(Transportation, storage, or both) (C.H.’s serial no.) (CRN) (drawing no.) (National Bd. no.) (year built)

5. ASME Code, Section lll, Division 3

(edition) (class) (Code Case no.)

6. Manufactured in accordance with specification Rev. Date
(Fabrication Specification)

7. List of Drawings (with last revision and date)

8. Remarks
CERTIFICATION OF DESIGN AND FABRICATION
Design Specification certified by PE.State . Reg. no.
Design Report certified by PE.State ______ Reg.no.
Fabrication Specification certified by PE/State _____ Reg.no.

CERTIFICATE OF INTERNAL SUPPORT STRUCTURES

The undersigned, having a valid Certification of Authorization, certify that th€ construction of the internal support structure will not adversely affect
the integrity of the containment.

N3 Certificate of Authorization No. Expires

Date — Name Signed

(Certificate Helder) (authorized representative)

CERTIFICATE OF SHOP COMPLIANCE

We certify that the statements made in this reportsare correct and that this internal support structure conforms to the rules of construction of the
ASME Code, Section lll, Division 3.

Certificate of Authorization Type and No. Expires

Date — Name Signed

(Certificate Holder) (authorized representative)

CERTIFICATE OF INSPECTION

I, the undersigned, holding a valid commission issued by the National Board of Boiler and Pressure Vessel Inspectors and employed by

have inspected-the internal support structure described in this Data Report on , and state that to the best of
my knowledge) and belief, the Certificate Holder has constructed this item in accordance with the ASME Code, Section Ill, Division 3. By signing
this certificate neither the inspector nor his employer makes any warranty, expressed or implied, concerning the item described in this Data
Repdgrt. Furthermore, neither the inspector nor his employer shall be liable in any manner for any personal injury or property damage or a loss of
any'kind arising from or connected with this inspection.

Date Signed Commission
(Authorized Nuclear Inspector) [National Board Number and Endorsement]

* Supplemental sheets in the form of lists, sketches, or drawings may be used provided: (1) size is 8'/; X 11; (2) information in items 1 through 4 on this Data Report is
included on each sheet; and (3) each sheet is numbered and the number of sheets is recorded at the top of this form.

(07/17)
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ARTICLE WA-9000
GLOSSARY

WA-9100 INTRODUCTION

This Article defines selected terms used in this Division.
The definitions in this Glossary shall prevail should a
conflict exist with definitions found elsewhere in this Divi-
sion or other documents referenced in this Division.
Unless defined below, the definitions of Article NCA-
9000 shall apply.

WA-9200 DEFINITIONS

Authorized Nuclear Inspector: an Authorized Nuclear
Inspector is an employee of an Authorized Inspection
Agency who has qualifications for and has been properly
qualified for Division 3.

Authorized Nuclear Inspector Supervisor: an Authorized
Nuclear Inspector Supervisor is an employee of an Author-
ized Inspection Agency who has been assigned by that
agency to oversee and direct the work of one or more
Authorized Nuclear Inspectors and who has qualifications
for and has been properly qualified for Division 3

Class ISS: the Division 3 classification assigned-totinternal
support structures.

Class SC: the Division 3 classification assighed to storage
containments.

Class TC: the Division 3 classification assigned to transpor-
tation containments.

Code Class: the classification;specified in the Design Spec-
ification, which establishes the rules for design and
construction of items.

component: a contdiiment or internal support structure
that is designed, constructed, and stamped in accordance
with the rules of Division 3.

constructign (as used in Division 3): an all-inclusive term
comprising materials, design, fabrication, examination,
testing, inspection, and certification required in the manu-
facture of an item.

containment: an enclosure that serves as a barrier for
spent nuclear fuel or high-level radioactive material
within a prescribed volume for transportation or storage.

containment closure weld: a weld made to close the
containment after spent nuclear fuel or high-level radio-
active material has been loaded into the containment.

Containment Systems: a collective term for @ghe or more
components whose construction requiréments are
addressed by Division 3. Division 3-does not require
nor prohibit any Containment System~component to be
used in conjunction with another*€ontainment System
component.

Design Documents: documents‘used to establish the design
requirements, which include those criteria, parameters,
bases, or other desigh-yequirements upon which detailed
final design is based."For this Division, these include the
Design Specifications and any other documents refer-
enced by them: Additionally, Design Documents are the
output of the’above and provide the technical description
of the.itemn; these include Certified Design Reports, draw-
ingsj«calculations, and Fabrication Specifications.

Design Specification (Division 3): a document prepared by
the N3 Certificate Holder which provides a complete basis
for design in accordance with this Division.

disposal: the permanent placement of spent nuclear fuel or
high-level radioactive material in a repository.

energy-limited dynamic event: a time-dependent, nonre-
peating event characterized by an impact or other
mechanical loading with a known level of energy content.

examination: specific actions by qualified personnel using
qualified procedures to verify that items and fabrication
processes are in conformance with specified require-
ments. This term, when used in conjunction with qualifi-
cation of personnel to perform quality-related activities,
shall mean a written examination.

Fabrication Specification: adocument, or set of documents,
prepared by the N3 Certificate Holder that establishes the
requirements for fabrication.

functionality: the ability of a Division 3 component to
perform its specified function, including mechanical
motion if appropriate, when subjected to its intended
prescribed service, considering all Design and Service
Loadings.

Inspector: the Authorized Nuclear Inspector as defined in
WA-5123.

internal support structure: acomponent used within trans-
portation or storage containments that performs a combi-
nation of structural and configuration control and other
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functions as described by the Design Specification (e.g.,
heat transfer and criticality).

item: a product constructed under a Certificate of Autho-
rization (WA-3120) or material (WA-1220).

Lowest Service Temperature (LST): the lowest tempera-
ture that the metal may experience in service as detailed
in the Design Specification.

material: for Section III, Division 3, metallic materials
manufactured to an SA, SB, SFA, or any other material
specification permitted by this Division.

modification: a change to an item made necessary by, or
resulting in, a change in design requirements.

N3 Certificate Holder (Division 3): the organization that
causes a Design Specification, Design Report, and Fabrica-
tion Specification to be developed. This organization
assumes responsibility for Code compliance with
respect to materials, design, fabrication, examination,
testing, inspection, certification, and stamping of items
constructed to the requirements of this Division.

Owner: the organization that takes legal ownership of a
Division 3 component.

qualified source material: metallic products produced by
anapproved supplier, Material Organization, or Certificate
Holder in accordance with the requirements of WA-3800,
or the output of the qualification process requirements of
NCA-4255.5.

quality control: measurement of the characteristics of an
item or process to determine conformance to specified
requirements.

Quality System Certificate: a Certificate issued’ by the
Society that permits an organization to perfotm.specified
Material Organization activities in accordance with Code
requirements.

regulatory authority: a Federal Government Agency, such
as the United States Nuclear Regulatory Commission,
empowered to issue and enforee regulations concerning
the design and constructiondf components used for trans-
portation and/or storagelof spent nuclear fuel and high-
level radioactive material.

shop drawings: drawings which describe fabrication
details, physicahdimensions, arrangements, and any
significant engineering features needed to establish

conformance to the Fabrication Specification, and this
Division.

source material: metallic products used by a Material Or-
ganization or Certificate Holder in a product form conver-
sion process in the manufacture of material
[NCA-4251.2(a)(1)], or in a qualification process based
on test and examination to the requirements of the mate-
rial specification [NCA-4255.5(a)(2) and (3)]. Source
material may be qualified or unqualified.

special process: a process, the results of which are-highly
dependent on the control of the process or skill of the
operator, or both.

storage: the interim placement of spent ntclear fuel or
high-level radioactive material in a-Section III, Division
3, Class SC containment in accordance with specified re-
quirements.

supplier: any individual or_©rganization that furnishes
materials or services in accordance with a procurement
document.

survey: a documented evaluation of an organization’s
ability to perform. Code activities as verified by a deter-
mination of the‘adequacy of the organization’s quality
program~and by a review of the implementation of
that program at the location of the work.

testing: an element of verification for the determination of
the'capability of an item to meet specified requirements by
stuibjecting the item to a set of physical, chemical, environ-
mental, or operating conditions.

traceability: the ability to verify the history, location, or
application of an item by means of recorded identification.

transportation: the conveyance of spent nuclear fuel or
high-level radioactive material over public access
routes in a Section III, Division 3, Class TC containment
in accordance with specified requirements.

unqualified source material: source material not produced
by a Certificate Holder, Material Organization, or
approved supplier in accordance with the requirements
of WA-3800.

use-as-is: only applicable requirements of this Division
have been met.

verification: a review to ensure that activities have been
performed and documented in accordance with applicable
requirements.
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SUBSECTION WB
CLASS TC TRANSPORTATION
CONTAINMENTS

ARTICLE WB-1000
INTRODUCTION

WB-1100 SCOPE

(a) Subsection WB contains rules for the material,
design, fabrication, examination, testing, marking,
stamping, and preparation of reports by the Certificate
Holder for Class TC transportation containments for
spent nuclear fuel and high-level radioactive material.

(b) The rules of Subsection WB cover the strength and
containment integrity of items where their failure could
breach the containment boundary. The rules cover load
stresses but do not cover deterioration which may occurin
service as a result of corrosion, radiation effects, o¥
instability of containment materials. WA-1130 further
limits the rules of this Subsection.

WB-1120 LIMITS OF RULES FOR CLASS TC
TRANSPORTATION CONTAINMENTS

(a) Subsection WB does not contain rules to cover all
details of construction of Class T€ containments. Where
complete details are not provided in this Subsection, it is
intended that the N3 Certificaté Holder, subject to review
by the Inspector (Article WA-5000), shall provide the
details of construction-which will be consistent with
those provided by the rules of this Subsection.

(b) Valves, classified as part of the containment by the
Design Specification, shall be classified as Class 1 and shall
meet the gequirements of Division 1 in lieu of all other
requirefents of this Division.

WB-1130 BOUNDARIES OF JURISDICTION
WB-1131 Boundary of Containments

The Design Specification shall define the boundary of a
containment. The containment includes the vessel and any
penetrations attached to the vessel.

WB-1132 Boundary-Between a Containment and
Attachments

WB-1132.1 Attachments.

(a) An attachment is an element in contact with or
connectéd;to the inside or outside of a containment,
whiclimay perform a containment function, and either
a stractural or nonstructural function.

(b) Attachments that do not perform a containment
fanction include items such as stiffeners or containment
opening reinforcement.

(c) Attachments with a noncontainment function
include items in the containment support load path
such as support and shear lugs, brackets, trunnions
and skirts.

(d) Attachments with a structural function (structural
attachments) perform a containment function or are in the
containment support load path.

(e) Attachments with a nonstructural function
(nonstructural attachments) do not perform a contain-
ment function nor are they in the containment support
load path. Nonstructural attachments include items
such as nameplates and lifting lugs.

WB-1132.2 Jurisdictional Boundary. The jurisdictional
boundary between a containment and an attachment
defined in the Design Specification shall not be any
closer to the containment than as defined in (a)
through (g) below.

(a) Attachments forged with the containment or weld
buildup on the containment surface shall be considered
part of the containment.

(b) Attachments, welds, and fasteners having a contain-
ment function shall be considered part of the containment.

(c) Except as provided in (d) and (e) below, the
boundary between a containment and an attachment
not having a containment function shall be at the
surface of the containment.
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(d) Thefirst connecting weld of a structural attachment
that does not perform a containment function to a contain-
ment shall be considered part of the containment.

(e) The first connecting weld of a welded nonstructural
attachment to a containment shall be considered part of
the attachment.

(f) Mechanical fasteners used to connect an attachment
that does not perform a containment function to the
containment shall be considered part of the attachment.

(g) The boundary may be located further from the
containment portion of the containment than as
defined in (a) through (f) above when specified in the
Design Specification.

34


https://asmenormdoc.com/api2/?name=ASME BPVC.III.3 (ASME BPVC Section 3 Division 3) 2021.pdf

ASME BPVC.II1.3-2021

ARTICLE WB-2000
MATERIAL

WB-2100 GENERAL REQUIREMENTS FOR
MATERIAL

WB-2110 SCOPE OF PRINCIPAL TERMS
EMPLOYED

(a) The term material as used in this Subsection is
defined in Article WA-9000. The term Material Organiza-
tion is defined in Article NCA-9000.

(b) The term containment material as used in this
Subsection applies to items such as containment shells
and heads; reinforcement around openings and penetra-
tions such as leak testing and drainage ports, and struc-
tural reinforcements required by design to maintain
structural integrity.

(c) The requirements of this Article make reference to
the term thickness t. For the purpose intended, the
following definitions of nominal thickness apply.

(1) plate: the thickness is the dimension of the short
transverse direction.

(2) forgings: the thickness is the dimension defined
as follows:

(-a) hollow forgings: the nominalkthickness is
measured between the inside and outside surfaces
(radial thickness)

(-b) diskforgings (axial lengthess than the outside
diameter): the nominal thicknessiis the axial length

(-c) flat ring forgings (axial length less than the
radial thickness): for axial\lehgth <2 in. (50 mm), the
axial length is the nominal thickness. For axial length
>2 in. (50 mm), the radial thickness is the nominal thick-
ness.

(-d) rectangular solid forgings: the least rectan-
gular dimension is the nominal thickness

(3) castings: thickness for fracture toughness testing
and heat treatment purposes is defined as the wall thick-
ness of-the containment.

WB-2120 CONTAINMENT MATERIAL
WB-2121 Permitted Material Specifications

(a) Containment material and material welded thereto,
except as permitted in WB-4435, and except for welding
and hard surfacing metals and cladding which is 10% or
less of the thickness of the base material (WB-3122), shall
conform to the requirements of one of the specifications

for material given in Section I, Part D, Tables 2A,2B, and 4,
including all applicable footnotes in the table;'and to all of
the special requirements of this Article-which apply to the
product form in which the material is-ised. As an addi-
tional control, only the following materials shall be used:

(1) materials whose P-Numbers are listed in
Table WB-4622.1-1

(2) ductile cast irofncastings per specifications
SA-874 or SA/JIS G5504

(b) The requirements of this Article do not apply to
seals and gaskets.

(c) Materijal for instrument line fittings, NPS 1 (DN 25)
and less, may'be of material made to specifications other
than those’/listed in Section II, Part D, Tables 2A and 2B,
provided that the material is determined to be adequate
for/the service conditions by the containment designer.

(d) Welding material used in the manufacture of items
shall comply with an SFA specification in Section II, Part C,
except as otherwise permitted in Section IX, and shall also
comply with the applicable requirements of this Article.
The requirements of this Article do not apply to material
used as backing rings or backing strips in welded joints.

WB-2122 Special Requirements Conflicting With
Permitted Material Specifications

Special requirements stipulated in this Article shall
apply in lieu of the requirements of the material specifi-
cation wherever the special requirements conflict with the
material specification requirements (NCA-4256). Where
the special requirements include an examination, test, or
treatment which is also required by the material specifi-
cation, the examination, test, or treatment need be
performed only once. Required nondestructive examina-
tions shall be performed as specified for each product
form in WB-2500. Any examination, repair, test, or treat-
ment required by the material specification or by this
Article may be performed by the Material Organization
or the Certificate Holder as provided in WB-4121. Any
hydrostatic or pneumatic pressure test required by a
material specification need not be performed, provided
the material is identified as not having been pressure
tested and it is subsequently pressure tested as part of
the containment pressure test in accordance with
WB-6100, except where the location of the material in
the component or the installation would prevent
pprf'nrming anv nondestructive examination rpr}nirnd

35


https://asmenormdoc.com/api2/?name=ASME BPVC.III.3 (ASME BPVC Section 3 Division 3) 2021.pdf

ASME BPVC.II1.3-2021

by the material specification to be performed subsequent
to the hydrostatic or pneumatic test.

(a) The stress rupture test of SA-453 and SA-638 for
Grade 660 (UNS S66286) is not required for design
temperatures of 800°F (427°C) and below.

WB-2123 Size Ranges

Material outside the limits of size or thickness given in
any specification in Section Il may be used if the material is
in compliance with the other requirements of the speci-
fication and no size limitation is given in the rules for
construction. In those specifications in which chemical
composition or mechanical properties are indicated to
vary with size or thickness, any material outside the spec-
ification range shall be required to conform to the compo-
sition and mechanical properties shown for the nearest
specified range (NCA-4256).

WB-2124 Fabricated Hubbed Flanges

Fabricated hubbed flanges shall be in accordance with
the following:

(a) Hubbed flanges may be machined from a hot rolled
or forged billet. The axis of the finished flange shall be
parallel to the long axis of the original billet. (This is
not intended to imply that the axis of the finished
flange and the original billet must be concentric.)

(b) Hubbed flanges, except as permitted in (a) above,
shall not be machined from plate or bar stock material
unless the material has been formed into a ring, and
further provided that:

(1) in a ring formed from plate, the originalplate
surfaces are parallel to the axis of the finished flange
(this is not intended to imply that the original plate
surface must be present in the finished flange);

(2) the joints in the ring are welded’butt joints that
conform to the requirements of this Division. Thickness to
be used to determine postweld heatitreatment and radio-
graphy requirements shall be thelesser of ¢, or (A - B)/2,
where these symbols are as defined in Section III Appen-
dices, Mandatory Appendix*X], XI-3130.

(c) The back of the flange and the outer surface of the
hub shall be examingd by the magnetic particle method or
the liquid penetrant method in accordance with WB-2540
to ensure that.these surfaces are free from defects.

WB-2125. Bolting Material

(a)~Material for bolts and studs shall conform to the
requirements of one of the specifications listed in
Section II, Part D, Subpart 1, Table 4. Material for nuts
shall conform to SA-194 or to the requirements of one
of the specifications for nuts or bolting listed in
Section II, Part D, Subpart 1, Table 4.

(b) The use of washers is optional. When used, they
shall be made of wrought material with mechanical prop-
erties compatible with the nuts with which they are to be
employed.

WB-2126 Ductile Cast Iron for Containment

The containment body shall be cast by a single pouring
controlled by a casting plan to ensure reproducibility. The
casting plan shall be agreed upon between the manufac-
turer and purchaser and shall become a lifetime dquality
assurance record in accordance with WA-4134:

WB-2127 Additional Requirements When Strain-
Based Acceptance Critefia Have Been
Implemented

In order to satisfy the strain-based acceptance criteria
of WB-3700 regarding sufficient ductility, all material
specified to be used in thecconstruction of the containment
and implementing the(strain-based acceptance criteria
shall meet the requiréments of Section III Appendices,
Nonmandatory Appendix FF, FF-1122, and FF-1140(a)
or FF-1140(b). Assurance of satisfying these requirements
shallbe doctimented in the final Design Report. Per Section
I1I Appendices, Nonmandatory Appendix FF, FF-1140(a),
when temperature-dependent material test data are not
avdilable, the Certified Material Test Report(s) shall
inelude reduction of area values in order to have the nec-
essary data to ensure sufficient material ductility. This
requirement is only necessary when strain-based accep-
tance criteria have been employed in the design of the
containment.

WB-2130 CERTIFICATION OF MATERIAL

All material used in construction of containments shall
be certified as required in NCA-3860. Certified Material
Test Reports are required for containment material
except as provided by NCA-3860. A Certificate of Compli-
ance may be provided in lieu of a Certified Material Test
Report for all other material. Copies of all Certified Mate-
rial Test Reports and Certificates of Compliance applicable
to material used in a containment shall be furnished with
the material.

WB-2140 WELDING MATERIAL

For the requirements governing the material to be used
for welding, see WB-2400.

WB-2150 MATERIAL IDENTIFICATION

The identification of containment material and mate-
rials welded thereto shall meet the requirements of
NCA-4256. Material for small items shall be controlled
during manufacture and installation of a component so
that they are identifiable as acceptable material at all
times. Welding material shall be controlled during the
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repair of material and the manufacture and installation so
thatthey are identifiable as acceptable until the material is
actually consumed in the process (WB-4122).

WB-2160 DETERIORATION OF MATERIAL IN
SERVICE

Consideration of deterioration of material caused by
service is generally outside the scope of this Subsection.
Itis the responsibility of the N3 Certificate Holder to select
material suitable for the conditions stated in the Design
Specifications (WA-3351), with specific attention being
given to the effects of service conditions upon the proper-
ties ofthe material. Any special requirement shall be speci-
fied in the Design Specifications (WA-3351 and WB-3120).
When so specified, the check analysis shall be made in
accordance with the base metal specification and in accor-
dance with WB-2420 for the welding material.

WB-2170 HEAT TREATMENT TO ENHANCE
IMPACT PROPERTIES

Carbon steels and low alloy steels may be heat treated
by quenching and tempering to enhance their impact
properties. Postweld heat treatment of the component
at a temperature of not less than 1,100°F (595°C) may
be considered to be the tempering phase of the heat treat-
ment.

WB-2180 PROCEDURES FOR HEAT TREATMENT
OF MATERIAL

When heat treating temperature or time is required by
the material specification and the rules of this'Subsection,
the heat treating shall be performed in temperature-
surveyed and temperature-calibrated furnaces or shall
be performed with thermocouples in contact with the
material or attached to blocks in contact with the material.
Heat treating shall be performed under furnace loading
conditions such that the heattreatment is in accordance
with the material specifieation and the rules of this
Subsection.

WB-2190 MATERIAL NOT PERFORMING A
CONTAINMENT FUNCTION

Materiaknot performing a containment function welded
at or within 2t of the containment shall comply with the
requirements of WB-4430.

WB-2200 MATERIAL TEST COUPONS AND
SPECIMENS FOR FERRITIC STEEL
MATERIAL AND DUCTILECASTIRON

WB-2210 HEAT TREATMENT REQUIREMENTS

WB-2211 Test Coupon Heat Treatment for Ferritic
Material

Where ferritic steel material is subjected to heat'treat-
ment during fabrication of a containment, the material
used for the tensile and impact test specifuens shall be
heat treated in the same manner as.tlie “containment,
except that test coupons and specimens/for P-No. 1 mate-
rial with a nominal thickness of 2\in./(50 mm) or less are
not required to be so heat treated.'The Certificate Holder
shall provide the Material Ofganization with the tempera-
ture and heating and coolingrate to be used. In the case of
postweld heat treatmehnt) the total time at temperature or
temperatures for the test material shall be at least 80% of
the total time at‘temperature or temperatures during
actual postweld heat treatment of the material, and the
total time at\temperature or temperatures for the test
material, coupon, or specimen may be performed in a
singleeycle. Any postweld heat treatment time, which
iscanticipated to be applied to the material or item
after it is completed, shall be specified in the Design Spec-
ification. The Certificate Holder shall include this time in
the total time at temperature specified to be applied to the
test specimens.

WB-2212 Test Coupon Heat Treatment for
Quenched and Tempered Material

WB-2212.1 Cooling Rates. Where ferritic steel material
is subjected to quenching from the austenitizing tempera-
ture, the test coupons representing that material shall be
cooled atarate similar to and no faster than the main body
of the material except in the case of certain forgings
(WB-2223.2). This rule shall apply to coupons taken
directly from the material as well as to separate test
coupons representing the material, and one of the
general procedures described in WB-2212.2 or one of
the specific procedures described in WB-2220 shall be
used for each product form.

WB-2212.2 General Procedures. One of the general
procedures stipulated in (a), (b), and (c) below may be
applied to quenched and tempered material or test
coupons representing the material, provided the speci-
mens are taken relative to the surface of the product
in accordance with WB-2220. Further specific details
of the methods to be used shall be the obligation of
the Material Organization and the Certificate Holder.

(a) Any procedure may be used which can be demon-
strated to produce a cooling rate in the test material which
matches the cooling rate of the main body of the product at
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(%) and no nearer any heat-treated edge than a distance
equal to the nominal thickness t being quenched within
25°F (14°C) and 20 sec at all temperatures after cooling
begins from the austenitizing temperature.

(b) If cooling rate data for the material and cooling rate
control devices for the test specimens are available, the
test specimens may be heat treated in the device to repre-
sentthe material, provided that the provisions of (a) above
are met.

(c) When any of the specific procedures described in
WB-2220 are used, faster cooling rates at the edges may be
compensated for by:

(1) taking the test specimens at least t from a
quenched edge, where t equals the material thickness;

(2) attaching a steel pad at least t wide by a partial
penetration weld (which completely seals the buffered
surface) to the edge where specimens are to be
removed; or

(3) using thermal barriers or insulation at the edge
where specimens are to be removed. It shall be demon-
strated (and this information shall be included in the Certi-
fied Material Test Report) that the cooling rates are
equivalent to (a) or (b) above.

WB-2213 Test Coupon Heat Treatment for Ductile
Cast Iron

The tensile and impact coupon shall receive the same
heat treatment as the casting.

WB-2220 PROCEDURE FOR OBTAINING TEST
COUPONS AND SPECIMENS FOR
QUENCHED AND TEMPERED MATERIAL
AND FOR DUCTILE CAST IRON

WB-2221 General Requirements

The procedure for obtaining test eQupons and speci-
mens for quenched and tempered-material is related
to the product form. Coupon and specimen location
and the number of tension testspecimens shall be in accor-
dance with the material specifications, except as required
by the following paragraphs. References to dimensions
signify nominal values:

WB-2222 Plates

WB-2222:1'Number of Tension Test Coupons. The
number-of ténsion test coupons required shall be in accor-
dancge~with the material specification and with SA-20,
exCept that from carbon steel plates weighing 42,000
1b(19 000 kg) and over and alloy steel plates weighing
40,000 1b (18000 kg) and over, two tension test
coupons shall be taken, one representing the top end
of the plate and one representing the bottom end of
the plate.

WB-2222.2 Orientation and Location of Coupons.
Coupons shall be taken so that specimens shall have
their longitudinal axes at least %t from a rolled
surface and with the midlength of the specimen at
least t from any heat-treated edge, where t is the
nominal thickness of the material.

WB-2222.3 Requirements for Separate Test Coupons.
Where a separate test coupon is used to represent the
component material, it shall be of sufficient size to
ensure that the cooling rate of the region from which
the test coupons are removed represents the\cooling
rate of the material at least 7/,t deep and-t-from any
edge of the product. Unless cooling rates applicable to
the bulk pieces or product are simulated in accordance
with WB-2212.2(b), the dimensions of the coupon shall
be notless than 3¢ x 3t x t, where®is'the nominal material
thickness.

WB-2223 Forgings

WB-2223.1 Location' of Coupons. Coupons shall be
taken so that specimens shall have their longitudinal
axes at least %t from any surface and with the midlength
of the specimens’s at least t from any second surface, where
tis the maximum heat-treated thickness. A thermal buffer
as described in WB-2212.2(c) may be used to achieve
these conditions, unless cooling rates applicable to the
bulk forgings are simulated as otherwise provided in
WB-2212.2.

WB-2223.2 Very Thick or Complex Forgings. Test
coupons for forgings that are very thick or complex
and other forgings that are contour shaped or machined
to essentially the finished product configuration prior to
heat treatment may be removed from prolongations or
other stock provided on the product. The Certificate
Holder shall specify the surfaces of the finished
product subjected to high tensile stresses in service.
The coupons shall be taken so that specimens shall
have their longitudinal axes at a distance below the
nearest heat-treated surface, equivalent at least to the
greatest distance that the indicated high tensile stress
surface will be from the nearest surface during heat treat-
ment, and with the midlength of the specimens a minimum
of twice this distance from a second heat-treated surface.
In any case, the longitudinal axes of the specimens shall
not be nearer than %, in. (19 mm) to any heat-treated
surface and the midlength of the specimens shall be at
least 1% in. (38 mm) from any second heat-treated
surface.

WB-2223.3 Coupons From Separately Produced Test
Forgings. Test coupons representing forgings from one
heatand one heat treatment lot may be taken from a sepa-
rately forged piece under the conditions given in (a)
through (e) below.
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(a) Theseparate testforging shall be of the same heat of
material and shall be subjected to substantially the same
reduction and working as the production forging it repre-
sents.

(b) The separate test forging shall be heat treated in the
same furnace charge and under the same conditions as the
production forging.

(c) The separate test forging shall be of the same
nominal thickness as the production forging.

(d) Test coupons for simple forgings shall be taken so
that specimens shall have their longitudinal axes at the
region midway between midthickness and the surface,
and with the midlength of the specimens no nearer
any heat-treated edge than a distance equal to the
forging thickness, except when the thickness-length
ratio of the production forging does not permit, in
which case a production forging shall be used as the
test forging and the midlength of the specimens shall
be at the midlength of the test forging.

(e) Test coupons for complex forgings shall be taken in
accordance with WB-2223.2.

WB-2223.4 Test Specimens for Forgings. When test
specimens for forgings are to be taken under the appli-
cable specification, the Inspector shall have the option
of witnessing the selection, placing an identifying
stamping on them, and witnessing the testing of these
specimens.

WB-2224 Location of Coupons

(a) Bars.Coupons shall be taken so that specimens.shall
have their longitudinal axes atleast %t from the-otitside or
rolled surface and with the midlength of the/specimens at
least t from a heat-treated end, where t is\either the bar
diameter or thickness.

(b) Bolting. For bolting materials, tésts shall be made of
either full-size bolts or test coupoehs as required by the
base specification. The gage length of the tension speci-
mens and the area under thenotch of Charpy specimens
shall be at least one diameter or thickness from the heat-
treated end.

WB-2225 Tubular Products and Fittings

WB-2225.1 Location of Coupons. Coupons shall be
taken se~that specimens shall have their longitudinal
axes gt least Y4t from the inside or outside surface and
with the midlength of the specimens at least ¢t from a
heat-treated end, where t is the nominal wall thickness
of the tubular product.

WB-2225.2 Separately Produced Coupons Repre-
senting Fittings. Separately produced test coupons repre-
senting fittings may be used. When separately produced
coupons are used, the requirements of WB-2223.3 shall be
met.

WB-2226 Tensile Test Specimen Location for
Ductile Cast Iron

Tensile specimens shall be taken from each contain-
ment casting or its excess length part that has the
same or equivalent solidification property. The location
shall be near the center of the thickness and shall be
at a distance from the end of the excess length part
thatis notless than one-half of the maximum casting thick-
ness. The excess length part shall be at least the' same
thickness as the maximum casting thickness:

WB-2300 FRACTURE TOUGHNESS
REQUIREMENTS FOR MATERIAL

WB-2310 MATERIAL TO BE' TOUGHNESS TESTED

WB-2311 Material forWhich Toughness Testing Is
Required

(a) Containmentymaterial and material welded thereto
shall be toughness tested in accordance with the require-
ments of this subarticle, except that the material listed in
(1) through.(7) below is not to be toughness tested as a
requirement of this Subsection:

(1) material with a nominal section thickness of %
in.(5 mm) and less where the thicknesses shall be taken as
défined in (-a) through (-c) below:

(-a) for containments, use the nominal thickness
of the shell or head, as applicable;

(-b) for items welded to containments, use the
lesser of the containment shell thickness to which the
item is welded or the maximum radial thickness of the
item exclusive of integral shell butt welding projections;

(-c) for flat heads or flanges, use the maximum
shell thickness associated with the butt welding hub;

(2) bolting, including studs, nuts, and bolts, with a
nominal size of 1 in. (25 mm) and less;

(3) bars with a nominal cross-sectional area of 1 in.?
(650 mm?) and less;

(4) all thicknesses of material for fittings with an
NPS 6 (DN 150) diameter and smaller;

(5) material for fittings with all pipe connections of
% in. (16 mm) nominal wall thickness and less;

(6) austenitic stainless steels, including precipita-
tion hardened austenitic Grade 660 (UNS S66286);

(7) nonferrous material.

(b) Drop weighttests are notrequired for precipitation
hardening steels listed in Section II, Part D, Subpart 1,
Table 2A. The other requirements of WB-2332 apply
for these steels. For nominal wall thicknesses greater
than 2% in. (64 mm), the required Charpy V-notch
values shall be 40 mils (1.02 mm) lateral expansion.
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WB-2320 IMPACT TEST PROCEDURES
WB-2321 Types of Tests

WB-2321.1 Drop Weight Tests. The drop weight test,
when required, shall be performed in accordance with
ASTM E208. Specimen types P-1, P-2, or P-3 may be
used. The results, orientation, and location of all tests
performed to meet the requirements of WB-2330 shall
be reported in the Certified Material Test Report.

WB-2321.2 Charpy V-Notch Tests. The Charpy V-notch
test (C,), when required, shall be performed in accordance
with SA-370 . Specimens shall be in accordance with
SA-370, Figure 11, Type A. A test shall consist of a set
of three full-size 0.394 in. x 0.394 in. (10 mm x 10
mm) specimens. The lateral expansion and absorbed
energy, as applicable, and the test temperature, as well
as the orientation and location of all tests performed
to meet the requirements of WB-2330 shall be reported
in the Certified Material Test Report.

WB-2321.3 Fracture Toughness Tests. Fracture tough-
ness tests, when required, shall be performed in accor-
dance with ASTM E399. The tests shall be performed
at the lowest service temperature (LST). A test shall
consist of two test specimens.

WB-2321.4 Dynamic Tear Test. The dynamic tear tests,
when required, shall be performed in accordance with
ASTM E604. The tests shall be performed at the LST. A
test shall consist of two test specimens.

WB-2322 Test Specimens
WB-2322.1 Location of Test Specimens.

(a) Toughness test specimens for quenched and
tempered material shall be removed from the locations
in each product form specified in WB=2220 for tensile
test specimens. For material in othet heat-treated condi-
tions, toughness test specimens shall be removed from the
locations specified for tensile test specimens in the mate-
rial specification. For all material, the number of tests shall
be in accordance with WB:2340. For bolting, the C, tough-
ness test specimen shall’be taken with the longitudinal
axis of the specimen-located at least one-half radius or
1in. (25 mm) below the surface plus the machining allow-
ance per side, " whichever is less. The fracture plane of the
specimens shall be at least one diameter or thickness from
the heat-treated end. When the studs, nuts, or bolts are not
of sufficient length, the midlength of the specimen shall be
atthe midlength of the studs, nuts, or bolts. The studs, nuts,
or bolts selected to provide test coupon material shall be
identical with respect to the quenched contour and size
except for length, which shall equal or exceed the length of
the represented studs, nuts, or bolts.

(b) For fracture toughness requirements, toughness
test specimens for ductile cast iron shall be taken from
each containment casting or its excess length part. The
location shall be the same as that for the tensile specimens.

WB-2322.2 Orientation of Toughness Test Specimens.

(a) Toughness test specimens shall be oriented as
follows:

(1) Specimens for forgings, other than bolting @nd
bars used for containments, shall be oriented in a direetion
normal to the principal direction in which the material was
worked. Specimens are neither required nor,‘prohibited
from the thickness direction.

(2) Specimens from material for pipe, tube, and
fittings, except for those made from-plate and castings,
shall be oriented in the axial direction.

(3) Specimens from bolting material and bars shall
be oriented in the axial direction.

(4) Specimens for dll-plate material, including that
used for pipe, tube, and fittings, shall be oriented in a direc-
tion normal to the principal rolling direction, other than
thickness direction.

(5) Speeimens for cast material shall have their axes
oriented the same as the axes of the tensile specimens
(WB-2226).

(6)/The plane of the toughness test specimen notch
shallbe normal to the surface of the material. However, for
ductile castiron, the fracture toughness specimen orienta-
tion shall be L-R, as identified in ASTM E399, Fig. 1 (Crack
Plane Identifications for Cylindrical Bars and Tubes).

(b) Specimens for drop weight tests may have their
axes oriented in any direction. The orientation used
shall be reported in the Certified Material Test Report.

WB-2330 TEST REQUIREMENTS AND
ACCEPTANCE STANDARDS®

WB-2331 Material for Containments

WB-2331.1 Test Requirements for Ferritic Steel Mate-
rial for Containments. Ferritic steel material for contain-
ments, other than bolting, shall be tested in accordance
with (a) and (b), (c), or (d) below. Consideration shall
be given to the test temperature requirements of leak
testing and hydrostatic testing of the containment
(WB-6212).

(a) For material with a nominal section between % in.
(5 mm) and % in. (16 mm) thick, the dynamic tear test
shall exhibit at least 80% shear fracture at the LST. For
material of % in. (16 mm) and more but not exceeding 12
in. (300 mm) thick, the reference temperature, RTypT,
shall be established as follows:

(1) Determine a temperature Typr thatis at or above
the nil-ductility transition temperature by drop weight
tests.
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Table WB-2331.2-1
Required LST - RT\pt Values for Ferritic Steel Material
for Containment Material

Nominal Wall Thickness, A = LST - RTypy,

in. (mm) °F (°C)
%% (16) 25 (14)
1 (25) 45 (25)
2 (50) 75 (42)
3 (75) 90 (50)
4 (100) 103 (57)
8 (200) 115 (64)
12 (300) 120 (67)

GENERAL NOTE: Linear interpolation is permissible.

(2) At a temperature not greater than Typr + 60°F
(Tnypt + 33°C), each specimen of the C, test
(WB-2321.2) shall exhibit at least 35 mils (0.89 mm)
lateral expansion and not less than 50 ft-1b (68]) absorbed
energy. Retesting in accordance with WB-2350 is
permitted. When these requirements are met, Typr iS
the reference temperature RTnpr.

(3) In the event that the requirements of (2) above
are not met, conduct additional C, tests in groups of three
specimens (WB-2321.2) to determine the temperature T,
at which they are met. In this case the reference tempera-
ture RTypr = T. - 60°F (RTnpr = T, — 33°C). Thus, the refer-
ence temperature RTypr is the higher of Typrkand
(T, - 60°F) (T. - 33°C).

(4) When a C, test has not been perforpred.at Typr
+ 60°F (Typr + 33°C), or when the C, test at/ Typr + 60°F
(Tnpr +33°C), does not exhibit a minimumof 50 ft-1b (68])
and 35 mils (0.89 mm) lateral expansion, a temperature
representinga minimum of 50 ft-1b (68]) and 35 mils (0.89
mm) lateral expansion may be obtained from a full C,
impact curve developed from:the minimum data points
of all the C, tests performed.

(b) Applythe procedures of (a) aboveto (1), (2),and (3)
below.

(1) the contaifinent base materials,®

(2) the baseymaterial, the heat-affected zone, and
weld metal, from the weld procedure qualification tests
in accordance with WB-4330;

(3)\the weld metal of WB-2431.

(c) “For materials where fracture toughness values are
determined in accordance with WB-2321.3 the measured
fracture toughness shall be reported in the Certified Mate-
rial Test Report.

(d) Bars having a width or diameter of 2 in. (50 mm)
and less which prohibit obtaining drop weight test speci-
mens shall be tested in accordance with WB-2332.

WB-2331.2 Acceptance Standards for Ferritic Steel

Material for Containments. Except as limited in
\/\/R-A.QQ(\’ the reference fnmpnvafnrn DTN shall be

the highest value of the individual RTypr values deter-
mined in accordance with WB-2331.1(a) and
WB-2331.1(b). If applicable, the containment base mate-
rials shall be tested to determine the fracture toughness in
accordance with WB-2321.3. The results shall meet the
acceptance standards of either (a) or (b) below.

(a) For materials not exceeding 12 in. (305 mm), the
reference temperature RTypt shall satisfy the value ef4in
accordance with Table WB-2331.2-1 where A=.LST -
RTnpr-

(b) For materials not exceeding 4 in. (100 mm), the
rapid-load fracture toughness of the Bbase material
shall satisfy the required value in Table WB-2331.2-2, and

(1) All full penetration fabrication weld joints are
ultrasonically examined in aceoxdance with WB-5110
and meet the ultrasonic deCeptance standards of
WB-5330.

(-a) Rules for fractire toughness requirements
based on fracture mechanics methodology are in prepara-
tion.

WB-2331.3 Test Requirements for Ductile Cast Iron for
Containments: A rapid-load fracture toughness test shall
be perfofmed in accordance with WB-2321.3, except that
ASTM-E1820 shall be used. A test shall consist of at least
four'specimens. The test shall be performed at -40°F
(~40°C).

WB-2331.4 Acceptance Standards for Ductile CastIron
for Containments. The rapid-load fracture toughness
value shall satisfy the following inequality at -40°F
(-40°C):

(sverage) KICR = 305D 2 46 ksi-in'/2 (50 MPa-m'/?)

Table WB-2331.2-2
Required Fracture Toughness Values for Ferritic Steel
Material for Containments Having a Specified Yield
Strength of 50 ksi (350000 kPa) or Less at 100°F (38°C)

Rapid-Load Fracture

Toughness,
Nominal Wall Thickness, ksi/in. (MPa/m)
in. (mm) [Note (1)]
% (16) 50 (55)
1 (25) 64 (70)
2 (50) 94 (103)
3 (75) 113 (124)
4 (100) 130 (143)

GENERAL NOTE: Linear interpolation is permissible.

NOTE: (1) Measured for test time equal to or less than 10 ms.
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Table WB-2332(a)-1
Required C, Values for Piping

Lateral
Nominal Wall Thickness, Expansion, mils
in. (mm), [Note (1)] (mm)

5/8 (16) or less No test required

Over % to ¥, (16 to 19) , incl. 20 (0.50)
Over % to 1% (19 to 38), incl. 25 (0.64)
Over 1% to 2% (38 to 64), incl. 40 (1.0)

NOTE: (1) For fittings, use the nominal pipe wall thickness of the
connecting piping.

where
Kicr = rapid-load fracture toughness, ksi-in.'/2
(MPa-m*/?)
osp = standard deviation, ksi-in."/? (MPa-m'/?)

The average value and standard deviation shall be estab-
lished assuming Weibull distribution of the measure-
ments.

WB-2332 Material for Piping, Excluding Bolting
Material

(a) Containment boundary material, other than
bolting, with nominal wall thickness 2% in. (64 mm)
and less for piping (pipe and tubes) and fittings with
all pipe connections of nominal wall thickness 2% im:
(64 mm) and less shall be tested as required ifi/(1)
and (2) below.

(1) Test three C, specimens at a temperature lower
than or equal to the LST. All three specimens shall meet the
requirements of Table WB-2332(a)-1.

(2) Apply the procedures of (1).above to:

(-a) the base material;®

(-b) the base material, thetheat-affected zone, and
weld metal from the weld procédure qualification tests in
accordance with WB-4330%and

(-c) the weld metal-of WB-2431.

(b) Containment-material, other than bolting, with
nominal wall thickness over 2% in. (64 mm) for piping
(pipe and tubes)and fittings with any pipe connections

Table WB-2333-1
Required C, Values for Bolting Material

Lateral
Nominal Diameter, Expansion, Absorbed Energy,
in. (mm) mils (mm) ft-1b (J)

1 (25) or less

Over 1 to 4 (25 to 100),
incl.

No test required
25 (0.64)

No test required

No requirements

of nominal wall thickness greater than 2% in. (64 mm)
shall meet the requirements of WB-2331. The LST
shall not be lower than RTypt + 100°F (RTnpT + 56°C).

WB-2333 Bolting Material

For bolting material, including studs, nuts, and bolts,
test three C, specimens at a temperature no higher
than the preload temperature or the LST, whichever 1s
less. All three specimens shall meet the requirements
of Table WB-2333-1.

WB-2340 NUMBER OF TOUGHNESS TESTS
REQUIRED

WB-2341 Plates

One test shall be made from edch'plate as heat treated.
Where plates are furnished inithe nonheat-treated condi-
tion and qualified by heat-tredtéd test specimens, one test
shall be made for each plate as-rolled. The term as-rolled
refers to the plate rolled from a slab or directly from an
ingot, not to its heatstreated condition.

WB-2342 Forgings

(a) Where the weight of an individual forging is less
than 15000 b (450 kg), one test shall be made to represent
each/heat in each heat treatment lot.

(D) When heat treatment is performed in a continuous
type furnace with suitable temperature controls and
equipped with recording pyrometers so that complete
heat treatment records are available, a heat treatment
charge shall be considered as the lesser of a continuous
run not exceeding 8 hr duration or a total weight, so
treated, not exceeding 2,000 Ib (900 kg).

(c) One testshall be made for each forging of 1,000 b to
10,000 1b (450 kg to 4500 kg) in weight.

(d) As an alternative to (c), a separate test forging may
be used to represent forgings of different sizes in one heat
and heat treat lot, provided the test piece is a representa-
tion of the greatest thickness in the heat treat lot.

WB-2343 Bars

One test shall be made for each lot of bars with cross-
sectional area greater than 1in.? (650 mm?), where alot is
defined as one heat of material heat treated in one charge
or as one continuous operation, not to exceed 6,000 lb
(2700 kg).

WB-2344 Tubular Products and Fittings

On products which are seamless or welded without
filler metal, one test shall be made from each lot. On
products which are welded with filler metal, one addi-
tional test with the specimens taken from the weld
area shall also be made on each lot. A lot shall be
defined as stated in the applicable material specification,

Ouar-4-£100) 45 (611
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than one heat of material and of more than one diameter,
with the nominal thickness of any product included not
exceeding that to be tested by more than % in. (6 mm);
such a lot shall be in a single heat treatment load or in the
same continuous run in a continuous furnace controlled
within a 50°F (28°C) range and equipped with recording
pyrometers.

WB-2345 Bolting Material

One test shall be made for each lot of material, where a
lot is defined as one heat of material heat treated in one
charge or as one continuous operation, not to exceed in
weight the following:

Diameter, in. (mm)
1%, (44) and less
Over 1%, to 2% (44 to 64)
Over 2% to 5 (64 to 127)
Over 5 (127)

Weight, 1b (kg)
1,500 (680)
3,000 (1350)
6,000 (2700)

10,000 (4500)

WB-2346 Test Definitions

Unless otherwise stated in WB-2341 through WB-2345,
the term one test is defined to include the combination of
the drop weighttestand the C, testwhen RTypris required
[WB-2331.1(a) and WB-2331.1(b)] or only the C, test or
the fracture toughness test when RTypr is not required
[WB-2331.1(c) and WB-2331.1(d)].

WB-2350 RETESTS

(a) For C, tests required by WB-2330, one Fetest at the
same temperature may be conducted provided the re-
quirements of (1) through (3) below are'met:

(1) the average value of the test results meets the
minimum requirements;

(2) notmore than one specimén per test is below the
minimum requirements;

(3) the specimen not meeting the minimum require-
ments is not lower thanc10 ft-1b (14 ]J) or 5 mils (0.13 mm)
below the specified requirements.

(b) Aretest consists of two additional specimens taken
as near as practicable to the failed specimens. For accep-
tance of the retest, both specimens shall meet the
minimwmrequirements.

WB-2360 CALIBRATION OF INSTRUMENTS AND
EQUIPMENT

Calibration of temperature instruments and test
machines used in toughness testing shall be performed
at the frequency given in (a) and (b) below.

(a) Temperature instruments used to control test
temperature of specimens shall be calibrated and the
results recorded to meet the requirements of
NCA-4258.2 at least once in each 3 month interval.

(b) Test machines shall be calibrated using the
frequency and methods outlined in ASTM E23 and
employing standard specimens obtained from the
National Institute of Standards and Technology, or any
supplier of subcontracted calibration services accredited
in accordance with the requirements of WA-3123 and
NCA-4255.3(c).

WB-2400 WELDING MATERIAL
WB-2410 GENERAL REQUIREMENTS

(a) All welding material used in the construction and
repair of containments, except welding-material used for
cladding or hard surfacing, shall conform to the require-
ments of the welding material spécification or to the re-
quirements for other welding material as permitted in
Section IX. In addition, Weélding material shall conform
to the requirements stated in this subarticle and to the
rules covering identification in WB-2150.

(b) The Certificate Holder shall provide the organiza-
tion performingthe testing with the information listed
below, as dpplicable.

(1) ‘welding process;

(2)*SFA Specification and classification;

(3) other identification if no SFA Specification
applies;

(4) minimum tensile strength [WB-2431.1(e)] in the
as-welded or heat-treated condition or both
[WB-2431.1(c)];

(5) drop weight test for material as-welded or heat-
treated, or both (WB-2331);

(6) Charpy V-notch test for material as-welded or
heat treated, or both (WB-2331); the test temperature
and the lateral expansion or the absorbed energy shall
be provided;

(7) fracture toughness test for material as-welded or
heat treated, or both (WB-2331);

(8) the preheat and interpass temperatures to be
used during welding of the test coupon [WB-2431.1(c)];

(9) postweld heat treatment time, temperature
range, and maximum cooling rate, if the production
weld will be heat treated [WB-2431.1(c)];

(10) elements for which chemical analysis is
required per the SFA Specification or Welding Procedure
Specification and WB-2432;

(11) minimum delta ferrite (WB-2433).

WB-2420 REQUIRED TESTS

The required tests shall be conducted for each lot of
covered, flux cored, or fabricated electrodes; for each
heat of bare electrodes, rod, or wire for use with the
OFW, GMAW, GTAW, and PAW processes (Section IX);
for each heat of consumable inserts; for each combination
of heat of bare electrodes and lot of submerged arc flux
(SAW); for each combination oflot of fabricated electrodes
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and lot of submerged arc flux; or for each combination of
heat of bare electrodes or lot of fabricated electrodes, and
dry blend of supplementary powdered filler metal, and lot
of submerged arc flux. Tests performed on welding mate-
rial in the qualification of weld procedures will satisfy the
testing requirements for the lot, heat, or combination of
heat and batch of welding material used, provided the
tests required by Article WB-4000 and this subarticle
are made and the results conform to the requirements
of this Article. The definitions in (a) through (h) below
apply.

(a) A dry batch of covering mixture is defined as the
quantity of dry covering ingredients mixed at one time
in one mixing vessel; a dry batch may be used singly
or may be subsequently subdivided into quantities to
which the liquid binders may be added to produce a
number of wet mixes [see (c) below].

(b) A dry blend is defined as one or more dry batches
mixed in a mixing vessel and combined proportionately to
produce a uniformity of mixed ingredients equal to that
obtained by mixing the same total amount of dry ingre-
dients at one time in one mixing vessel.

(c) A wet mix is defined as the combination of a dry
batch or dry blend [(a) and (b) above, respectively],
and liquid binder ingredients at one time in one
mixing vessel.

(d) Alotofcovered, flux cored, or fabricated electrodes is
defined as the quantity of electrodes produced from the
same combination of heat of metal and dry batch, dry
blend, or chemically controlled mixes of flux or core mate*
rials. Alternatively, a lot of covered, flux cored, or fabri-
cated electrodes may be considered one type andssize of
electrode, produced in a continuous period, not€o exceed
24 hr and not to exceed 100,000 1b (45000:kg), from
chemically controlled tube, wire, or strip’and a dry
batch, a dry blend, or chemically controlled mixes of
flux, provided each container of welding material is
coded for identification and traceable to the production
period, the shift, line, and the analysis range of both the
mix and the rod, tube, or strip-used to make the electrode.

(1) Chemically controlled tube, wire, or strip is
defined as consumablestube, wire, or strip material
supplied on coils With a maximum of one splice per
coil that has been.chemically analyzed to ensure that
the material onforms to the electrode manufacturer’s
chemical centrol limits for the specific type of electrode.
Both endsof each coil shall be chemically analyzed, except
that those coils which are splice free need only be analyzed
onone end of the coil.

(2) Chemically controlled mixes of flux are defined as
flux material that has been chemically analyzed to ensure
that it conforms to the percent allowable variation from
the electrode manufacturer’s standard for each chemical
element for that type electrode. A chemical analysis shall
be made on each mix made in an individual mixing vessel
after blending.

(e) A heat of bare electrode, rod, wire, or consumable
insert is defined as the material produced from the
same melt of metal.

(f) Alternatively, for carbon and low alloy steel bare
electrode, rod, wire, or consumable inserts for use
with SAW, OFW, GMAW, GTAW, and PAW processes, a
heat may be defined as either the material produced
from the same melt of metal or the material produced
from one type and size of wire when produced in a contin-
uous period [not to exceed 24 hr and not to exceed
100,000 1b (45000 kg)] from chemically controlled
wire, subject to requirements of (1), (2), and((3) below.

(1) For the chemical control of the prodifet of the rod
mill, coils shall be limited to a maximumof one splice prior
to processing the wire. Chemical analysis shall be made
from a sample taken from both ends of each coil of mill
coiled rod furnished by mills perthitting spliced coil prac-
tice of one splice maximum pér’coil. A chemical analysis
need be taken from only gné.eénd of rod coils furnished by
mills prohibiting splicéd~¢oil practice.

(2) Carbon, manganese, silicon, and other intention-
ally added elementsshall be identified to ensure that the
material conforms to the SFA or user’s material specifi-
cation.

(3) €ach container of wire shall be coded for identi-
fication@and traceability to the lot, production period, shift,
lin€;cand analysis of rod used to make the wire.

(g) Alotofsubmerged arc flux is defined as the quantity
of flux produced from the same combination of raw mate-
rials under one production schedule.

(h) Adryblend ofsupplementary powdered filler metal is
defined as one or more mixes of material produced in a
continuous period, not to exceed 24 hr and not to exceed
20,000 1b (9000 kg) from chemically controlled mixes of
powdered filler metal, provided each container of
powdered metal is coded for identification and traceable
to the production period, the shift, and the mixing vessel. A
chemically controlled mix of powdered filler metal is
defined as powdered filler metal material that has
been chemically analyzed to assure that it conforms to
the percent allowable variation from the powdered
filler metal manufacturer’s standard, for each chemical
element, for that type of powdered filler metal. A chemical
analysis shall be made on each mix made in an individual
mixing vessel after blending. The chemical analysis range
of the supplemental powdered filler shall be the same as
that of the welding electrode, and the ratio of powder to
electrode used to make the test coupon shall be the
maximum permitted for production welding.
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(21)

WB-2430 WELD METAL TESTS
WB-2431 Mechanical Properties Test

Tensile and toughness tests shall be made, in accor-
dance with this paragraph, of welding materials which
are used to join P-Nos. 1 and 3 base materials in any combi-
nation, with the exceptions listed in (a) through (d) below.

(a) austenitic stainless steel and nonferrous welding
material used to join the listed P-Numbers;

(b) consumable inserts (backing filler material);

(c) welding material used for GTAW root deposits with
a maximum of two layers;

(d) welding material to be used for the welding of base
material exempted from toughness testing by WB-2311
shall likewise be exempted from the impact testing
required by WB-2330 and this paragraph.

WB-2431.1 General Test Requirements. The welding
test coupon shall be made in accordance with (a)
through (f) below, using each process with which the
weld material will be used in production welding.

(a) Test coupons shall be of sufficient size and thick-
ness such that the test specimens required herein can be
removed.

(b) Theweld metal to be tested for all processes shall be
deposited in such a manner as to eliminate substantially
the influence of the base material on the results of the tests.
The base material shall conform to the requirements of
Section IX, QW-403.1 or QW-403.4, as applicable.

(c) The welding of the test coupon shall be performéd
within the range of preheat and interpass temperatures
that will be used in production welding. Couponis/shall be
tested in the as-welded condition, or they shall be tested in
the applicable postweld heat-treated condition when the
production welds are to be postweld¢heat-treated. The
postweld heat treatment holding time shall be at least
80% of the maximum time to bé.applied to the weld
metal in production application\The total time for post-
weld heat treatment of the test'coupon may be applied in
one heating cycle. Any postweld heat treatment time,
which is anticipated ta-be applied to the material or
item after it is completed, shall be specified in the
Design Specification. The Certificate Holder shall
include this time'in the total time at temperature specified
to be applied\to the test specimens. The cooling rate from
the postweld heat treatment temperature shall be of the
same'order as that applicable to the weld metal in the
coinponent.

(d) The tensile specimens, and the C, test specimens
where required, shall be located and prepared in accor-
dance with the requirements of SFA-5.1 or the applicable
SFA specification. Drop weight and fracture toughness test
specimens, where required, shall be oriented so that the
longitudinal axis is transverse to the weld with the notch in
the weld face or in a plane parallel to the weld face. For
specimen preparation and testing, the applicable parts of

axis of the specimen shall be at a minimum depth of %t
from a surface, where t is the thickness of the test weld.

(e) One all weld metal tensile specimen shall be tested
and shall meet the specified minimum tensile strength re-
quirements of the base material specification. When base
materials of different specifications are to be welded, the
tensile strength requirements shall conform to the speci=
fied minimum tensile strength requirements of eitherof
the base material specifications.

(f) Toughness specimens of the weld metal shall be
tested where toughness tests are required. for either of
the base materials of the production weld. The weld
metal shall conform to the parts of WB-2331.1(a) or
WB-2332 applicable to the base material. Where different
requirements exist for the two-base materials, the weld
metal may conform to either‘ef the two requirements.

WB-2431.2 Standard Test Requirements. In lieu of the
use of the General Test Requirements specified in
WB-2431.1, tensile ‘dnd toughness tests may be made
in accordance with this subparagraph where they are
required for mild and low alloy steel covered electrodes;
the materialeombinations to require weld material
testing, ds listed in WB-2431, shall apply for this Standard
Test Requirements option. The limitations and testing
undét this Standard Test option shall be in accordance
with (a) through (f) below.

(a) Testing to the requirements of this subparagraph
shall be limited to electrode classifications included in
Specifications SFA-5.1 or SFA-5.5.

(b) The test assembly required by SFA-5.1 or SFA-5.5,
as applicable, shall be used for test coupon preparation,
except that it shall be increased in size to obtain the
number of C, specimens, drop weight specimens, and frac-
ture toughness test specimens required by WB-2330,
where applicable.

(c) The welding of the test coupon shall conform to the
requirements of the SFA Specification for the classification
of electrode being tested. Coupons shall be tested in the as-
welded condition and also in the postweld heat-treated
condition. The PWHT temperatures shall be in accordance
with Table WB-4622.1-1 for the applicable P-Number
equivalent. The time at PWHT temperature shall be 8
hr. (This qualifies PWHT of 10 hr or less.) When the
PWHT of the production weld exceeds 10 hr, or the
PWHT temperature is other than that required above,
the general test of WB-2431.1 shall be used.

(d) The tensile and C, specimens shall be located and
prepared in accordance with the requirements of SFA-5.1
or SFA-5.5, as applicable. Drop weight and fracture tough-
ness test specimens, where required, shall be located and
oriented as specified in WB-2431.1(d).

(e) One all weld metal tensile specimen shall be tested
and shall meet the specified minimum tensile strength
requirement of the SFA Specification for the applicable
electrode classification.
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(21)

Table WB-2432.1-1
Sampling of Welding Materials for Chemical Analysis

Welding All Other
Material GTAW/PAW GMAW Processes
A-No. 8 filler Filler metal or Weld deposit Weld deposit
metal weld
deposit
All other filler  Filler metal or Filler metal or Weld deposit
metal weld weld
deposit deposit

(f) The requirements of WB-2431.1(f) shall be applica-
ble to the toughness testing of this option.

WB-2432 Chemical Analysis Test

Chemical analysis of filler metal or weld deposits shall
be made in accordance with WB-2420 and as required by
the following subparagraphs.

WB-2432.1 Test Method. The chemical analysis test
shall be performed in accordance with this subparagraph
and Table WB-2432.1-1, and the results shall conform to
WB-2432.2.

(a) A-No.8 welding material to be used with GTAW and
PAW processes and any other welding material to be used
with any GTAW, PAW, or GMAW process shall have chem-
ical analysis performed either on the filler metal or on a
weld deposit made with the filler metal in accordance with
(c) or (d) below.

(b) A-No.8welding material to be used with other than
the GTAW and PAW processes and other welding material
to be used with other than the GTAW, PAW, e’ GMAW
process shall have chemical analysis performed on a
weld deposit of the material or combination ef materials
being certified in accordance with (c) orfd) below. The
removal of chemical analysis samples.shall be from an
undiluted weld deposit made inraccordance with (c)
below. As an alternative, the deposit shall be made in
accordance with (d) below~for material that will be
used for corrosion resistant overlay cladding. Where
the Welding Procedure.Specification or the welding mate-
rial specification specifies percentage composition limits
for analysis, it shall state that the specified limits apply for
the filler metaltanalysis, the undiluted weld deposit
analysis, or‘in/situ cladding deposit analysis in confor-
mance with“the above required certification testing.

(c)~The preparation of samples for chemical analysis of
undiluted weld deposits shall comply with the method
given in the applicable SFA Specification. Where a weld
deposit method is not provided by the SFA specification,
the sample shall be removed from a weld pad, groove, or
other test weld made using the welding process that will
be followed when the welding material or combination of
welding materials being certified is consumed. The
methods given in Annex A of SFA-5.9 shall be used to

establish a welding and sampling method for the pad,
groove, or other test weld to ensure that the weld
deposit being sampled will be substantially free of
base metal dilution. The weld for A-No. 8 material to
be used with the GMAW process shall be made using
the shielding gas composition specified in the Welding
Procedure Specifications that will be followed when
the material is consumed. Where a chemical analysis is
required for a welding material that does not haye a
mechanical properties test requirement, a chemical
analysis test coupon shall be prepared as requined by
WB-2431.1(c), except that heat treatment of the
coupon is not required and the weld coupod thickness
requirements of WB-2431.1(c) do notzapply.

(d) The alternative method provided-in (b) above for
the preparation of samples for‘chemical analysis of
welding material to be used for corrosion resistant
overlay cladding shall require‘@test weld made in accor-
dance with the essential variables of the WPS that will be
followed when the welding material is consumed. The test
weld shall be made in conformance with the requirements
of Section IX, QW>*214.1. The removal of chemical analysis
samples shall.conform with Section IX, Table QW-453 for
the minimum-thickness for which the welding procedure
specification is qualified.

WB-2432.2 Requirements for Chemical Analysis. The
chemnrical elements to be determined, the composition re-
quirements of the weld metal, and the recording of results
of the chemical analysis shall be in accordance with (a)
through (c) below.

(a) See (1) and (2) below.

(1) All welding material of ferrous alloys A-No. 8 and
A-No. 9 (Section IX, Table QW-442) shall be analyzed for
the elements listed in Table WB-2432.2-1 and for any
other elements specified in the welding material specifi-
cation referenced by the WPS or in the WPS.

(2) All other welding material shall be analyzed for
the elements specified in either the welding material spec-
ification referenced by the WPS or in the WPS.

(b) Thechemical composition of the weld metal or filler
metal shall conform to the welding material specification
for elements having specified percentage composition
limits. Where the Welding Procedure Specification
contains a modification of the composition limits of
SFA or other referenced welding material specifications,
or provides limits for additional elements, these composi-
tion limits of the welding procedure specification shall
apply for acceptability.

Table WB-2432.2-1
Chemical Analysis for Welding Material

Elements
C, Cr, Mo, Ni, Mn, Si, Cb + Ta

Materials

Chromium-Nickel stainless

steels
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Figure WB-2433.1-1
Weld Metal Delta Ferrite Content
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GENERAL NOTES:

(a) The actual nitrogen content is preferred. If this is.net available, the following applicable nitrogen value shall be used:
(1) GMAW welds — 0.08%, except that when ‘self-shielding flux-cored electrodes are used — 0.12%

(2) Welds made using other processes — 0:06%

(b) This diagram is identical to the WRC-1992 Diagram, except that the solidification mode lines have been removed for ease of use.

(c) The results of the chemical analysis shall be
reported. Elements listed\ifY Table WB-2432.2-1 but
not specified in the welding material specification or
WPS shall be reported for information only.

WB-2433 Delta Ferrite Determination

A determination of delta ferrite shall be performed on A-
No. 8 weldumaterial (Section IX, Table QW-442) backing
filler metdl (consumable inserts); bare electrode, rod, or
wire filler metal; or weld metal, except that delta ferrite
determinations are not required for SFA-5.9 and SFA-5.4,
Type 16-8-2, or A-No. 8 weld filler metal to be used for
weld metal cladding.

WB-2433.1 Method. Delta ferrite determinations of
welding material, including consumable insert material,
shall be made using a magnetic measuring instrument
and weld deposits made in accordance with (b) below.
Alternatively, the delta ferrite determinations for

ical analysis of WB-2432 in conjunction with Figure
WB-2433.1-1.

(a) Calibration of magnetic instruments shall conform
to AWS-A4.2.

(b) The weld deposit for magnetic delta ferrite deter-
mination shall be made in accordance with WB-2432.1(c).

(c) A minimum of six ferrite readings shall be taken on
the surface of the weld deposit. The readings obtained
shall be averaged to a single Ferrite Number (FN).

WB-2433.2 Acceptance Standards. The minimum ac-
ceptable delta ferrite shall be 5FN. The results of the
delta ferrite determination shall be included in the Certi-
fied Material Test Report of WB-2130 or WB-4120.

welding matertats may be performed by the use of Thern-
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WB-2440 STORAGE AND HANDLING OF WELDING
MATERIAL

Suitable storage and handling of electrodes, flux, and
other welding material shall be maintained. Precautions
shall be taken to minimize absorption of moisture by
fluxes and cored, fabricated, and coated electrodes.

WB-2500 EXAMINATION AND REPAIR OF
CONTAINMENT MATERIAL

WB-2510 EXAMINATION OF CONTAINMENT
MATERIAL

(a) Containment material and material welded thereto
shall be examined by nondestructive methods applicable
to the material and product form as required by the rules
of this subarticle. Seamless pipe, tubes, and fittings NPS 1
(DN 25), and less, need not be examined by the rules of this
subarticle.

(b) The requirements of this subarticle for repair by
welding, including examination of the repair welds,
shall be met wherever repair welds are made to contain-
ment material and material welded thereto. The excep-
tions in (a) above do not apply to repair welds.

WB-2520 EXAMINATION AFTER QUENCHING AND
TEMPERING

Ferritic steel products that have their properties
enhanced by quenching and tempering shall be examined
by the methods specified in this subarticle for gach
product form after the quenching and tempering phase
of the heat treatment.

WB-2530 EXAMINATION AND REPAIR OF PLATE
WB-2531 Required Examination

All plates 2 in. (50 mm) nominalthickness and less shall
be examined by the angle beam ultrasonic method in
accordance with WB-2532.2) All plates greater than 2
in. (50 mm) thickness shall be examined by the straight
beam ultrasonic methed.in accordance with WB-2532.1.

WB-2532 Examination Procedures

WB-2532.1"Straight Beam Examination. The require-
ments for{ straight beam examination shall be in accor-
dance(with SA-578, Specification for Straight Beam
Wave Ultrasonic Testing and Inspection of Plain and
Glad Steel Plates for Special Applications, as shown in
Section V, except that the extent of examination and
the acceptance standards to be applied are given in (a)
and (b) below.

(a) Extent of Examination. One hundred percent of one
major plate surface shall be covered by moving the search
unit in parallel paths with not less than a 10% overlap.

(1) Any area where one or more imperfections
produce a continuous total loss of back reflection accom-
panied by continuous indications on the same plane that
cannot be encompassed within a circle whose diameter is
3in. (75 mm) or one-half of the plate thickness, whichever
is greater, is unacceptable.

(2) In addition, two or more imperfections smaller
than described in (1) above shall be unacceptable unless
separated by a minimum distance equal to the greatest
diameter of the larger imperfection, or unless-~they
may be collectively encompassed by the circle déscribed
in (1) above.

WB-2532.2 Angle Beam Examination:The require-
ments for angle beam examination shall be in accordance
with SA-577, Specification for Utrasonic Beam Wave
Inspection of Steel Plates, as shown in Section V and
supplemented by (a) and (6) below. The calibration
notch, extent of examination,*and acceptance standards
to be applied are given i (a) through (c) below.

(a) Calibration. Angleé beam examination shall be cali-
brated from a notch.

(b) Extent of‘Examination. One hundred percent of one
major plate stirface shall be covered by moving the search
unit in parallel paths with not less than 10% overlap.

(c) Acceptance Standards. Material that shows one or
mope imperfections which produce indications exceeding
in amplitude the indication from the calibration notch is
unacceptable unless additional exploration by the straight
beam method shows the imperfections are laminar in
nature and are acceptable in accordance with
WB-2532.1(b).

WB-2537 Time of Examination

Acceptance examinations shall be performed at the time
of manufacture as required in (a) through (c) below.

(a) Ultrasonic examination shall be performed after
rolling to size and after heat treatment, except for post-
weld heat treatment.

(b) Radiographic examination of repair welds, when
required, may be performed prior to any required post-
weld heat treatment.

(c) Magnetic particle or liquid penetrant examination of
repair welds shall be performed after final heat treatment,
except that the examination may be performed prior to
postweld heat treatment of P-No.1 material 2 in. (50 mm)
and less nominal thickness.

WB-2538 Elimination of Surface Defects

Surface defects shall be removed by grinding or
machining, provided the requirements of (a) through
(d) below are met.

(a) The depression, after defect elimination, is blended
uniformly into the surrounding surface.
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(b) After defectelimination, the areais examined by the
magnetic particle method in accordance with WB-2545 or
the liquid penetrant method in accordance with WB-2546
to ensure that the defect has been removed or reduced to
an imperfection of acceptable size.

(c) Areas ground to remove oxide scale or other
mechanically caused impressions for appearance or to
facilitate proper ultrasonic testing need not be examined
by the magnetic particle or liquid penetrant test method.

(d) When the elimination of the defect reduces the
thickness of the section below the minimum required
to satisfy Article WB-3000, the product shall be repaired
in accordance with WB-2539.

WB-2539 Repair by Welding

The Material Organization may repair by welding mate-
rial from which defects have been removed, provided the
depth of the repair cavity does not exceed one-third the
nominal thickness and the requirements of the following
subparagraphs are met. Prior approval of the Certificate
Holder shall be obtained for the repair of plates to be used
in the manufacture of a containment.

WB-2539.1 Defect Removal. The defect shall be
removed by suitable mechanical or thermal cutting or
gouging methods and the cavity prepared for repair
(WB-4211.1).

WB-2539.2 Qualification of Welding Procedures and
Welders. The welding procedure and welders ‘or
welding operators shall be qualified in accordance-with
Article WB-4000 and Section IX.

WB-2539.3 Blending of Repaired Areas{After repair,
the surface shall be blended uniformly into the
surrounding surface.

WB-2539.4 Examination of Repair-Welds. Each repair
weld shall be examined by the magnetic particle method
(WB-2545) or by the liquid pen¢trant method (WB-2546).
In addition, when the depth of the repair cavity exceeds
the lesser of % in. (10sim) or 10% of the section thick-
ness, the repair weld\shall be radiographed after repair in
accordance with"\WB-5110 and to the acceptance stan-
dards of WB-5320. The penetrameter and the acceptance
standards for radiographic examination of repair welds
shall be/based on the section thickness at the repair area.

WB-2539.5 Heat Treatment After Repairs. The product
shallbe heat treated after repair in accordance with the
heat treatment requirements of WB-4620.

WB-2539.6 Material Report Describing Defects and
Repairs. Each defect repair exceeding in depth the
lesser of % in. (10 mm) or 10% of the section thickness
shall be described in the Certified Material Test Report.
The Certified Material Test Report for each piece shall
include a chart which shows the location and size of
the prepared cavity, the welding material identification

the welding procedure, the heat treatment, and the exam-
ination results, including radiographs.

WB-2539.7 Repair of Cladding by Welding. The Mate-
rial Organization may repair defects in cladding by
welding, provided the requirements of (a) through (d)
below are met.

(a) Qualification of Welding Procedures and Welders.
The welding procedure and the welders or welding 6pera-
tors shall be qualified in accordance with Article WB-4000
and with Section IX.

(b) Defect Removal and Examination of\Cavity. The
defect shall be removed, and the cavity-prepared for
repair shall be examined by the*liquid penetrant
method (WB-2546).

(c) Examination of RepairedAreas. The repaired area
shall be examined by adiquid penetrant method
(WB-2546).

(d) Report of Repairs: Each defect repair shall be
described in the Certified Material Test Report for each
piece, including a_¢hart which shows the location and
size of the repair, the welding material identification,
welding procedure, heat treatment, and examination
results.

WB-2540 EXAMINATION AND REPAIR OF
FORGINGS AND BARS

WB-2541 Required Examinations

(a) Forgings and bars shall be examined by the ultra-
sonic method in accordance with WB-2542, except
forgings or sections of forgings which have coarse
grains, or configurations which do not yield meaningful
examination results by ultrasonic methods, shall be exam-
ined by radiographic methods in accordance with Section
V, Article 2, using the acceptance standards of WB-5320.In
addition, all external surfaces and accessible internal
surfaces shall be examined by a magnetic particle
method (WB-2545) or a liquid penetrant method
(WB-2546).

(b) Forged flanges and fittings, such as elbows, tees,
and couplings, shall be examined in accordance with
the requirements of WB-2550.

(c) Bar material used for bolting shall be examined in
accordance with WB-2580.

(d) Forgings and forged or rolled bars which are to be
bored to form tubular products or fittings shall be exam-
ined in accordance with the requirements of WB-2550
after boring.

WB-2542 Ultrasonic Examination

WB-2542.1 Examination Procedure. All forgings in the
rough-forged or finished condition, and bars, shall be
examined in accordance with Section V, Article 5 and
the following supplemental requirements. The techniques
of (a) through (d) below are required, as applicable.
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(a) Forgings may be examined by the use of alternative
ultrasonic methods which utilize distance amplitude
corrections, provided the acceptance standards are
shown to be equivalent to those listed in WB-2542.2.

(b) Cylindrical section bars shall be scanned from the
entire external circumference.

(c) Noncylindrical section bars shall be scanned in two
perpendicular directions to the maximum extent possible
(through each pair of parallel sides).

(d) Bar products do not require recording and
reporting of indications smaller than the acceptance stan-
dard, except when so specified for specialized applica-
tions.

WB-2542.2 Acceptance Standards.

(a) Straight Beam General Rule. A forging shall be un-
acceptable if the results of straight beam examinations
show one or more reflectors which produce indications
accompanied by a complete loss of back reflection not
associated with or attributable to geometric configura-
tions. Complete loss of back reflection is assumed
when the back reflection falls below 5% of full calibration
screen height.

(b) Straight Beam Special Rule for Containment Shell
Sections

(1) Aring forging made to fine grain melting practice
and used for containment shell sections shall be unaccept-
able if the results of the straight beam radial examination
show one or more reflectors producing a continuous
complete loss of back reflection accompanied by contins
uous indications on the same plane that cannot be encom?-
passed with a circle whose diameter is 3 in. (75 _fm) or
one-half of the wall thickness, whichever is greater.

(2) In addition, two or more reflectors smaller than
described in (1) above shall be unacceptable.tinless sepa-
rated by a minimum distance equal~te the greatest
diameter of the larger reflector or unless they may be
collectively encompassed by thecgircle described in (1)
above.

(c) Angle Beam Rule. A forging shall be unacceptable if
the results of angle beaméxaminations show one or more
reflectors which produce’indications exceeding in ampli-
tude the indication_from the appropriate calibration
notches.

WB-2545-Magnetic Particle Examination

WB-2545.1 Examination Procedure. The procedure for
maghetic particle examination shall be in accordance with
the_methods of Section V, Article 7.

WB-2545.2 Evaluation of Indications.

(a) Mechanical discontinuities at the surface are
revealed by the retention of the examination medium.
All indications are not necessarily defects, however,
since certain metallurgical discontinuities and magnetic

permeability variations may produce similar indications
which are not relevant.

(b) Any indication in excess of the WB-2545.3 accep-
tance standards, which is believed to be nonrelevant, shall
be reexamined by the same or other nondestructive ex-
amination methods to verify whether or not actual defects
are present. Surface conditioning may precede the reex-
amination. Nonrelevant indications which would mask
defects are unacceptable.

(c) Relevant indications are indications which result
from imperfections. Linear indications are indications
in which the length is more than three times the
width. Rounded indications are indication$’which are
circular or elliptical with the lengthegiial to or less
than three times the width.

WB-2545.3 Acceptance Standards.

(a) Only imperfections. producing indications with
major dimensions greater,than Y4 in. (1.5 mm) shall
be considered relevant\imperfections.

(b) Imperfections-producing the following indications
are unacceptable:

(1) anyAinear indications greater than % in. (1.5
mm) long-for-material less than % in. (16 mm) thick,
greater.than % in. (3 mm) long for material from %
in. (164mm) thick to under 2 in. (50 mm) thick, and
% o, (5 mm) long for material 2 in. (50 mm) thick
ahd greater;

(2) rounded indications with dimensions greater
than % in. (3 mm) for thicknesses less than % in. (16
mm) and greater than % in. (5 mm) for thicknesses
% in. (16 mm) and greater;

(3) fourormoreindicationsin aline separated by ¢
in. (1.5 mm) or less edge to edge;

(4) ten or more indications in any 6 in.? (4 000 mm?)
of area whose major dimension is no more than 6 in. (150
mm) with the dimensions taken in the most unfavorable
location relative to the indications being evaluated.

WB-2546 Liquid Penetrant Examination

WB-2546.1 Examination Procedure. The procedure for
liquid penetrant examination shall be in accordance with
the methods of Section V, Article 6.

WB-2546.2 Evaluation of Indications.

(a) Mechanical discontinuities at the surface are
revealed by bleeding out of the penetrant; however, loca-
lized surface discontinuities, such as may occur from
machining marks, surface conditions, or an incomplete
bond between base metal and cladding, may produce
similar indications which are not relevant.

(b) Any indication in excess of the WB-2546.3 accep-
tance standards, which is believed to be nonrelevant, shall
be reexamined to verify whether or not actual defects are
present. Surface conditioning may precede the
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reexamination. Nonrelevant indications and broad areas
of pigmentation, which would mask defects, are unaccept-
able.

(c) Relevant indications are indications which result
from imperfections. Linear indications are indications
in which the length is more than three times the
width. Rounded indications are indications which are
circular or elliptical with the length equal to or less
than three times the width.

WB-2546.3 Acceptance Standards.

(a) Only imperfections producing indications with
major dimensions greater than Y4 in. (1.5 mm) shall
be considered relevant imperfections.

(b) Imperfections producing the following indications
are unacceptable:

(1) any linear indications greater than % in. (1.5
mm) long for material less than % in. (16 mm) thick,
greater than % in. (3 mm) long for material from %
in. (16 mm) thick to under 2 in. (50 mm) thick, and
%16 in. (5 mm) long for material 2 in. (50 mm) thick
and greater;

(2) rounded indications with dimensions greater
than % in. (3 mm) for thicknesses less than % in. (16
mm) and greater than % in. (5 mm) for thicknesses
% in. (16 mm) and greater;

(3) fourormoreindications in aline separated by %4
in. (1.5 mm) or less edge to edge;

(4) ten or more indications in any 6 in.” (4 000 mri%)
of area whose major dimension is no more than 6 in.{(150
mm) with the dimensions taken in the most unfavorable
location relative to the indications being evaluated.

WB-2547 Time of Examination

Acceptance examinations, including those for repair
welds, shall be performed at the'time of manufacture
as required in (a) through (d) below.

(a) Ultrasonic examinatiefimay be performed at any
time after forging [WB-2541(d)], and the maximum prac-
tical volume, including*weld repairs, if required, shall be
examined after final heat treatment, excluding postweld
heat treatment;

(b) Radiographic examination of repair welds, if
required, may be performed prior to any required post-
weld heat)treatment.

(c)\Magnetic particle or liquid penetrant examination
shalljpe performed in the finished condition, except repair
welds of P-No. 1 material, 2 in. (50 mm) nominal thickness
and less, may be examined prior to postweld heat treat-
ment.

(d) Forgings and rolled bars which are to be bored or
turned to form tubular parts or fittings shall be examined
after boring or turning, except for threading.

WB-2548 Elimination of Surface Defects

Elimination of surface defects shall be made in accor-
dance with WB-2538.

WB-2549 Repair by Welding

Repair by welding shall be in accordance with WB-2539,
except that:

(a) the depth of repair that is permitted is notlimited;
and

(b) for ferritic steel forgings, the completed repair may
be examined by the ultrasonic method in accordance with
the requirements of WB-2542 in liew of-tadiography.

WB-2550 EXAMINATION AND REPAIR OF
SEAMLESS AND‘WELDED TUBULAR
PRODUCTS AND'FITTINGS

WB-2551 Required Examination

In addition to the’requirements of the material speci-
fication and of(thisArticle, seamless and welded tubular
products (including pipe flanges and fittings machined
from forgings and bars) shall comply with the following.

(a) Wroeught seamless and welded pipe and tubing shall
be eéxamined over the entire volume of the material in
accordance with (1), (2), or (3), as follows. The volumetric
éxaminations required by this paragraph need only be
conducted from one surface. Tubular products may
require both outside and inside surface conditioning
prior to examination.

(1) Pipe and Tubing

(-a) Pipe and tubing smaller than 2% in. (64 mm)
0.D. shall be examined by the ultrasonic method in accor-
dance with WB-2552.1(a) in two opposite circumferential
directions’ and by the eddy current method in accordance
with WB-2554, provided the product is limited to sizes,
materials, and thicknesses for which meaningful results
can be obtained by eddy current examination as evidenced
by detection of required standards. Each method shall be
calibrated to the appropriate standard: that is, the ultra-
sonic method shall be calibrated to the axial notches or
grooves of WB-2552.1(b), and the eddy current method
shall be calibrated to the circumferential notches and
grooves as well as the radial hole of WB-2554.2.

(-b) As an alternative to the eddy current exami-
nation or when the eddy current examination does not
yield meaningful results, an axial scan ultrasonic exami-
nation in two opposite axial directions,” in accordance
with WB-2552.1(b), shall be made.

(2) Pipe and tubing 2% in. (64 mm) 0.D. and larger
shall be examined by the ultrasonic method in accordance
with WB-2552.1(a) in two opposite circumferential direc-
tions, and in accordance with WB-2552.1(b) in two oppo-
site axial directions. Alternatively, for welded without
filler metal pipe larger than 6%, in. (170 mm) 0.D., the
plate shall be examined by the ultrasonic method in
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accordance with WB-2530 prior to forming and the weld
shall be examined by the radiographic method in accor-
dance with WB-2553. Radiographic examination of welds,
including repair welds, shall be performed after final
rolling and forming and may be performed prior to
any required postweld heat treatment.

(3) Copper-nickel alloy and nickel alloy seamless
pipe and tubing shall be examined as follows.

(-a) Each pipe and tube, all sizes shall be ultraso-
nically examined in accordance with WB-2552.1(a) in two
opposite circumferential directions.

(-b) Pipe and tubing smaller than 2% in. (64 mm)
0.D. shall be examined by the eddy current method in
accordance with WB-2554 if meaningful indications
can be obtained from the reference specimen notches.
If meaningful indications cannot be obtained from the
reference specimen, an axial scan ultrasonic examination
in two opposite axial directions, in accordance with
WB-2552.1(b), shall be made.

(-c) Pipe and tubing 2% in. (64 mm) 0.D. and
larger shall be examined by an axial scan ultrasonic ex-
amination in two opposite axial directions in accordance
with WB-2552.1(b).

(b) Wrought seamless and welded without filler metal
fittings (including pipe flanges and fittings machined from
forgings and bars) shall be examined in accordance with
the material specification, and in addition by the magnetic
particle method in accordance with WB-2555, or the liquid
penetrant method in accordance with WB-2556 on all
external surfaces and all accessible internal surface$
(excluding bolt holes and threads). Additionallyy for
fittings over NPS 6 (DN 150), the entire volume-shall
be examined by the ultrasonic method, if feasiblefin dccor-
dance with WB-2552, or the radiographicimethod in
accordance with WB-2553. Alternatively, the’plate shall
be examined by the ultrasonic method/in accordance
with WB-2530 prior to forming and‘the weld shall be
examined by the radiographic method in accordance
with WB-2553. Radiographic\examination of welds,
including repair welds, shall, be performed after final
rolling and forming, and may be performed prior to
any required postweld heat treatment.

WB-2552 Ultrasonic Examination’

WB-2552:} Examination Procedure for Pipe and
Tubing. Independent channels or instruments shall be
employed for circumferential and axial scans.

(a] Circumferential Direction. The procedure for ultra-
soni¢ examination of pipe and tubing in the circumferen-
tial direction shall be in accordance with SE-213 except as
required in WB-2551(a)(1), WB-2551(a)(2), and
WB-2551(a)(3)(-a), and the requirements of this para-
graph. The procedure shall provide a sensitivity which
will consistently detect defects that produce indications
equal to, or greater than, the indications produced by the

standard defects included in the reference specimens
specified in WB-2552.3.

(b) Axial Direction. When required by WB-2551, the
ultrasonic examination of pipe and tubing shall include
angle beam scanning in the axial direction. The procedure
for the axial scans shall be in accordance with SE-213,
except that the propagation of sound in the tube or
pipe wall shall be in the axial direction instead of the
circumferential direction and as requiredyin
WB-2551(a)(1)(-b), WB-2551(a){2),
WB-2551(a)(3)(-b), and WB-2551(a)(3)(-¢).(Bigure
WB-2552.1-1 illustrates the characteristic,;oblique
entry of sound into the pipe or tube wall.afhd the axial
direction of ultrasonic energy propagation to detect trans-
verse notches or similar surface discontinuities.

(c) Acceptance Standards. Products with defects that
produce indications in excess of the indications produced
by the standard defects in the.feference specimen are un-
acceptable unless the defectsare eliminated or repaired in
accordance with WB-2558 or WB-2559.

WB-2552.2 Examination Procedure for Fittings.

(a) Procedure."The procedure for ultrasonic examina-
tion of fittings“shall be in accordance with the require-
ments_ 0f/SA-388 for straight beam examination and,
where feasible, angle-beam examination in two circumfer-
entlal/directions.

(b) Acceptance Standards. Fittings shall be unaccept-
able if straight beam examination shows one or more
reflectors that produce indications accompanied by
complete loss of back reflection not associated with or
attributable to the geometric configuration, or if angle
beam examination results show one or more reflectors
that produce indications exceeding in amplitude the indi-
cations from the calibrated notch. Complete loss of back
reflection is assumed when the back reflection falls below
5% of full calibration screen height.

Figure WB-2552.1-1
Axial Propagation of Sound in Tube Wall

Sound beam

Tubing wall
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WB-2552.3 Reference Specimens.

(a) The reference specimen shall be of the same
nominal diameter and thickness, and of the same
nominal composition and heat-treated condition as the
product which is being examined. For circumferential
scanning, the standard defects shall be axial notches or
grooves on the outside and inside surfaces of the reference
specimen, and shall have a length of approximately 1 in.
(25 mm) orless, awidth not to exceed % in. (1.5 mm) fora
square notch or U-notch, a width proportional to the depth
for a V-notch, and a depth not greater than the larger of
0.004 in. (0.10 mm) or 5% of the nominal wall thickness.
For axial scanning in accordance with SE-213, atransverse
(circumferential) notch shall be introduced on the inner
and outer surfaces of the standard. Dimensions of the
transverse notch shall not exceed those of the longitudinal
notch. The reference specimen may be the product being
examined.

(b) The reference specimen shall be long enough to
simulate the handling of the product being examined
through the examination equipment. When more than
one standard defect is placed in a reference specimen,
the defects shall be located so that indications from
each defectare separate and distinct without mutual inter-
ference or amplification. All upset metal and burrs adja-
cent to the reference notches shall be removed.

WB-2552.4 Checking and Calibration of Equipment.
The proper functioning of the examination equipment
shall be checked and the equipment shall be calibfated
by the use of the reference specimens, as a minimum

(a) at the beginning of each production rumref a given
size and thickness of a given material;

(b) after each 4 hr or less during the production run;

(c) at the end of the production run;

(d) at any time that malfunctioning is suspected. If,
during any check, it is determinedthat the test equipment
is not functioning properly, alLofthe product that has been
tested since the last valid equipment calibration shall be
reexamined.

WB-2553 Radiographic Examination

(a) General~When radiographic examination is
performed ‘as an alternative for ultrasonic examination
of the entire volume of the material, it shall apply to
the efitire volume of the pipe, tube, or fitting material.
AccCeptance standards specified for welds shall apply to
the entire volume of material examined.

(b) Examination Procedure. The radiographic examina-
tion shall be performed in accordance with Section V,
Article 2, as modified by WB-5111.

(c) Acceptance Standard. Welds that are shown by
radiography to have any of the following types of discon-
tinuities are unacceptable:

(1) any type of crack or zone of incomplete fusion or

ppnpfrnﬁnn;

(2) any other elongated indication which has alength
greater than:
(-a) Y, in. for t up to ¥, in. (6 mm to 19 mm),
inclusive
(-b) Yt for tfrom ¥, in.to 2%, in,,inclusive (19 mm
to 57 mm)
(-c) %, in. for t over 2, in. (19 mm to 57 mmnj
where t is the thickness of the thinner portion of theweld;
(3) any group of aligned indications having an.aggre-
gate length greater than t in a length of 12¢, unless the
minimum distance between successive indications
exceeds 6L, in which case the aggregate léngth is unlim-
ited, L being the length of the largestiinidication;
(4) rounded indications in excesS of that shown as
acceptable in Section [II Appendices, Mandatory Appendix
VL.

WB-2554 Eddy Current Examination

This examination méthod is restricted to materials with
uniform magnetid,properties and of sizes for which mean-
ingful results ¢an be obtained.

WB-2554:1" Examination Procedure. The procedure for
eddy current examination shall provide a sensitivity that
will«Consistently detect defects by comparison with the
standard defects included in the reference specimen
specified in WB-2554.2. Products with defects that
produce indications in excess of the reference standards
are unacceptable unless the defects are eliminated or
repaired in accordance with WB-2558 or WB-2559 as ap-
plicable.

WB-2554.2 Reference Specimens. The reference
specimen shall be of the same nominal diameter and thick-
ness, and of the same nominal composition and heat-
treated condition as the product that is being examined.
The standard shall contain tangential or circumferential
notches on the outside surface plus a % in. (1.5 mm)
diameter hole drilled through the wall. For copper-
nickel alloy and nickel alloy materials, the standard
shall have one notch extending circumferentially on
the outside surface and one notch extending circumfer-
entially on the inside surface plus a % in. (1.5 mm)
diameter hole drilled through the wall. These shall be
used to establish the rejection level for the product to
be tested. The reference notches shall have a depth
not greater than the larger of 0.004 in. (0.10 mm) or
5% of the wall thickness. The width of the notch shall
not exceed ¢ in. (1.5 mm). The length shall be approxi-
mately 1 in. (25 mm) or less. The size of reference speci-
mens shall be as specified in WB-2552.3.

WB-2554.3 Checking and Calibration of Equipment.
The checking and calibration of examination equipment
shall be the same as in WB-2552.4.
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WB-2555 Magnetic Particle Examination

Magnetic particle examination shall be performed in
accordance with the requirements of WB-2545.

WB-2556 Liquid Penetrant Examination

Liquid penetrant examination shall be performed in
accordance with the requirements of WB-2546.

WB-2557 Time of Examination

(a) Products that are quenched and tempered shall be
examined, as required, after the quenching and tempering
heat treatment.

(b) Products that are not quenched and tempered shall
receive the required examinations as follows:

(1) Ultrasonic or eddy current examination, when
required, shall be performed after final heat treatment,
except postweld heat treatment.

(2) Radiographic examination, when required, may
be performed prior to any required postweld heat treat-
ment.

(3) Magnetic particle or liquid penetrant examina-
tion, including repair welds, shall be performed after
final heat treatment, except that the examination may
be performed prior to postweld heat treatment for
P-No. 1 (Section IX of the Code) materials of 2 in.
(50 mm) and less nominal thickness.

(4) Forgings and rolled bars which are to be bored
and/or turned to form tubular parts or fittings shall be
examined after boring and/or turning, except for
threading. Fittings shall be examined after final forming.

WB-2558 Elimination of Surface Defects

Surface defects shall be removed by« grinding or
machining, provided the requirementszof (a) through
(c) below are met.

(a) The depression, after defect elimination, is blended
uniformly into the surrounding sttface.

(b) After defectelimination,the areais examined by the
method which originally disclosed the defect to assure
that the defect has beengemoved or reduced to an imper-
fection of acceptabl€ size.

(c) Iftheelimination of the defect reduces the thickness
of the section below the minimum required to satisfy the
rules of Article/lWB-3000, the product shall be repaired in
accordance.with WB-2559.

WB-2559 Repair by Welding

Repair of defects shall be in accordance with WB-2539,
except repair by welding is not permitted on copper-
nickel alloy and nickel alloy materials.

WB-2570 EXAMINATION AND REPAIR OF CAST
PRODUCTS

WB-2571 Required Examination

For examination of the containment casting, the
following shall apply:

(a) All cast products shall be examined by the ultra-
sonic method as specified in WB-2574.

(b) All external and accessible internal surfaces, except
threaded surfaces, shall be examined using eithér the
liquid penetrant method (WB-2576) or the,magnetic
particle method (WB-2577).

WB-2572 Time of Nondestructive(Examination

All examinations shall be pepformed after final
machining except that ultrasonic testing shall be
performed at the time when/the configuration is best
suited for scanning and.the'most meaningful results
can be obtained.

WB-2573 Provisions for Repair of Base Material by
Welding

Castings shall not be repaired by plugging, welding,
brazing,{impregnation, or any other means.

WB-2574 Ultrasonic Examination of Castings

Ultrasonic examination shall be performed in accor-
dance with Section V, Article 5, T-571.4. Each manufac-
turer shall certify that the procedure is in accordance
with the following requirements and shall make the proce-
dure available for approval upon request.

The following acceptance standards shall be applied:

(a) The Quality Levels of SA-609 as shown in Section V
shall apply for the casting thickness indicated.

(1) Quality Level 1 for thicknesses up to 2 in. (50 mm)

(2) Quality Level 3 for thicknesses 2 in. to 4 in. (50
mm to 100 mm)

(3) Quality Level 4 for thicknesses greater than 4 in.
(100 mm)

(b) Inaddition to the Quality Level requirements stated
in (a) above, the requirements in (1) through (5) below
shall apply for both straight beam and angle beam exam-
ination.

(1) Areasgivingindications exceeding the Amplitude
Reference Line with any dimension longer than those
specified in the following tabulation shall be unacceptable:
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Longest Dimension of Area, in. (mm)

UT Quality Level [Notes (1)-(3)]

1 1.5 (38)
2 2.0 (50)
3 2.5 (64)
4 3.0 (75)

NOTES:
(1) Theareas for the Ultrasonic Quality Levels in SA-609 refer to
the surface area on the casting over which continuous indi-
cation, exceeding the transfer-corrected distance amplitude
curve, is maintained.
Areas shall be measured from dimensions of the movement
of the search unit, using the center of the search unit as the
reference point.
In certain castings, because of very long metal path distances
or curvature of the examination surfaces, the surface area
over which a given discontinuity is detected may be consid-
erably larger or smaller than the actual area of the discon-
tinuity in the casting; in such cases, other criteria that
incorporate a consideration of beam angles or beam
spread shall be used for realistic evaluation of the disconti-
nuity.

(2) Quality Level 1 shall apply for the volume of cast-
ings within 1 in. (25 mm) of the surface regardless of the
overall thickness.

(3) Discontinuities indicated to have a change in
depth equal to or greater than one-half the wall thickness
or 1in. (25 mm), whichever is less, shall be unacceptable.

(4) Two or more indications in the same planefwith
amplitudes exceeding the Amplitude Reference Line’and
separated by a distance less than the longest dimension of
thelarger of the adjacent indications shall belunacceptable
if they cannot be encompassed within an‘area less than
that of the Quality Level specified in (L)

(5) Two or more indications greater than permitted
for Quality Level 1 for castings less'than 2 in. (50 mm) in
thickness, greater than permitted for Quality Level 2 for
thicknesses 2 in. to 4 in. (50;mm to 100 mm), and greater
than permitted for Quality, Level 3 for thicknesses greater
than 4 in. (100 mm), separated by a distance less than the
longest dimension df the larger of the adjacent indications,
shall be unacceptable if they cannot be encompassed in an
area less than_ that of the Quality Level requirements
stated in_ ().

2

3)

WB-2576 Liquid Penetrant Examination

(a) Castings shall be examined, if required, on all acces-
sible surfaces by the liquid penetrant method in accor-
dance with Section V of the Code.

(b) Evaluation of Indications. All indications shall be
evaluated in terms of the acceptance standards. Mechan-
ical discontinuities intersecting the surface are indicated
by bleeding out of the penetrant; however, localized
surface discontinuities as may occur from machining
marks_scale_or dents may produce indications that

are notrelevant. Any indication in excess of the acceptance
standards believed to be nonrelevant shall be regarded as
a defect until it is reexamined to verify whether actual
defects are present. Nonrelevant indications and broad
areas of pigmentation that would mask indications of
defects are unacceptable. Surface conditioning may
precede the reexamination. Relevant indications are
those that result from mechanical discontinuities.
Linear indications are those whose length is mere than
3 times the width. Rounded indications are those that
are circular or elliptical with the length (éss than 3
times the width. Indications with major*dimensions
greater than % in. (1.5 mm) are considéred relevant.

(c) Acceptance Standards. The following relevant indi-
cations are unacceptable:

(1) any linear indicatiors/greater than % in. (1.5
mm) long for materials less‘than % in. (16 mm) thick,
greater than % in. (3 mmJ long for materials from %
in. (16 mm) thick to.under 2 in. (50 mm) thick, and
%16 in. (5 mm) lofg-for materials 2 in. (50 mm) thick
and greater

(2) rounded indications with dimensions greater
than % in. (3 mm) for thicknesses less than % in. (16
mm) and-greater than % in. (5 mm) for thicknesses
% if)(16 mm) and greater

(3) four or more relevant indications in a line sepa-
rated by % in. (1.5 mm) or less edge-to-edge

(4) ten or more relevant indications in any 6 in.?
(4000 mm?) of surface with the major dimension of
this area not to exceed 6 in. (150 mm) taken in the
most unfavorable orientation relative to the indications
being evaluated

WB-2577 Magnetic Particle Examination (for
Ductile Cast Iron)

(a) Castings of magnetic material shall be examined, if
required, on all accessible surfaces by a magnetic particle
method in accordance with Section V of the Code.

(b) Evaluation of Indications. All indications shall be
evaluated in terms of the acceptance standards. Mechan-
ical discontinuities intersecting the surface are indicated
by retention of the examination medium. All indications
are not necessarily defects since certain metallurgical
discontinuities and magnetic permeability variations
may produce indications that are not relevant. Any indi-
cation in excess of the acceptance standards that is
believed to be nonrelevant shall be regarded as a
defect until it is reexamined to verify whether actual
defects are present. Nonrelevant indications that would
mask indications of defects are unacceptable. Surface
conditioning may precede the reexamination. Relevant
indications are those that result from unacceptable
mechanical discontinuities and have a major dimension
greater than "4 in. (1.5 mm). Linear indications are
those whose length is more than 3 times the width.
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Rounded indications are those that are circular or ellip-
tical with the length less than 3 times the width.

(c) Acceptance Standards. The following relevant indi-
cations are unacceptable:

(1) linear indications greater than Y% in. (1.5 mm)
long for materials less than % in. (16 mm) thick, greater
than % in. (3 mm) long for materials from % in. (16 mm)
thick to under 2 in. (50 mm) thick, and % in. (5 mm) long
for materials 2 in. (50 mm) thick and greater

(2) rounded indications with dimensions greater
than % in. (3 mm) long for materials from % in. (16
mm) thick to under 2 in. (50 mm) thick, and % in. (5
mm) long for materials 2 in. (50 mm) thick and greater

(3) four or more relevant indications in a line sepa-
rated by Y in. (1.5 mm) or less edge-to-edge

(4) ten or more relevant indications in any 6 in.?
(4000 mm?) of surface with the major dimension of
this area not to exceed 6 in. (150 mm) taken in the
most unfavorable orientation relative to the indications
being evaluated

WB-2580 EXAMINATION OF BOLTS, STUDS, AND
NUTS

WB-2581 Required Examination

All bolting material shall be visually examined in accor-
dance with WB-2582. In addition, nominal sizes greater
than 1 in. (25 mm) shall be examined by either the
magnetic particle method in accordance with WB-2583
or the liquid penetrant method in accordance with
WB-2584. In addition, nominal sizes greater than 2 in-
(50 mm) but not over 4 in. (100 mm) shall be examined
by the ultrasonic method in accordance with WB~2585
and nominal sizes greater than 4 in. (100 mm) shall be
examined by the ultrasonic method in accerdance with
both WB-2585 and WB-2586.

WB-2582 Visual Examination

The final surfaces of threads,shanks, and heads shall be
visually examined for workmanship, finish, and appear-
ance in accordance with'the requirements of ASTM F788
for bolting material andASTM F812 for nuts. The visual
examination personnel shall be trained and qualified in
accordance with the Material Organization’s Quality
System Prograim or the Certificate Holder’s Quality Assur-
ance Progtant. These examinations are not required to be
performed either in accordance with procedures qualified
to WB-5100 or by personnel qualified in accordance with
WB-5500.

WB-2583 Magnetic Particle Examination (for
Ferritic Steel Bolting Material Only)

WB-2583.1 Examination Procedure. All bolts, studs,
and nuts greater than 1 in. (25 mm) nominal bolt size
shall be examined by the magnetic particle method in

accordance with ASTM A275. If desired, the supplier
may perform liquid penetrant examination in accordance
with WB-2584 instead of magnetic particle examination.
Such examination shall be performed on the finished
component after threading or on the materials stock at
approximately the finished diameter before threading
and after heading (if involved). This examination shall
be performed on all accessible surfaces.

WB-2583.2 Evaluation of Indications.

(a) All indications shall be evaluated in terims-of the
acceptance standards. Linear indications are those indi-
cations in which the length is more than 3 times the width.
Rounded indications are those which are ¢ircular or ellip-
tical with the length equal to or less than 3 times the width.

(b) Allindications are not necessarily relevant: leakage
of magnetic fields and permeability variations may
produce indications that are hot relevant to the detection
of unacceptable discontinuities. Indications with major
dimensions of % in.\(1’5 mm) or less are not relevant.

(c) Any indicationythat is believed to be nonrelevant,
and that is largersthan acceptable, shall be considered
to be a defect.and shall be reexamined after light
surface conditioning.

(d) Any indication observed during such reexamina-
tion,shall be considered relevant and shall be evaluated
intte€rms of the acceptance standards.

{e) As an alternative to magnetic particle reexamina-
tion, other nondestructive examination means (such as
liquid penetrant examination for surface discontinuities)
may be used to determine relevancy.

WB-2583.3 Acceptance Standard. Linear nonaxial
indications are unacceptable. Linear axial indications
greater than 1 in. (25 mm) in length are unacceptable.

WB-2584 Liquid Penetrant Examination

WB-2584.1 Examination Procedure. All bolts, studs,
and nuts greater than 1 in. (25 mm) nominal bolt size
shall be examined by a liquid penetrant method in accor-
dance with the methods of Section V, Article 6. Such ex-
amination shall be performed on the finished component
after threading or on the materials stock at approximately
the finished diameter before threading and after heading
(if involved).

WB-2584.2 Evaluation of Indications. All indications
shall be evaluated in terms of the acceptance standards.
Linear indications are those indications in which the
length is more than three times the width. Rounded indi-
cations are those which are circular to elliptical with the
length equal to or less than three times the width. All pene-
trant indications are not necessarily relevant. Surface
imperfections such as machining marks and scratches
may produce indications thatare nonrelevant to the detec-
tion of unacceptable discontinuities. Broad areas of
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are unacceptable. Indications with major dimensions of
Y6 in. (1.5 mm) or less are not relevant. Any indication
that is believed to be nonrelevant, and that is larger than
acceptable, shall be considered to be a defect and shall be
reexamined after light surface conditioning. Any area of
pigmentation also shall be reexamined after recleaning or
light surface conditioning, as appropriate. Any indication
observed during such reexamination shall be considered
relevant and shall be evaluated in terms of the acceptance
standards.

WB-2584.3 Acceptance Standard. Linear nonaxial
indications are unacceptable. Linear axial indications
greater than 1 in. (25 mm) long are unacceptable.

WB-2585 Ultrasonic Examination for Sizes Greater
Than 2 in. (50 mm)

All bolts, studs, and nuts greater than 2 in. (50 mm)
nominal bolt size shall be ultrasonically examined over
the entire cylindrical surface prior to threading in accor-
dance with the following requirements.

WB-2585.1 Ultrasonic Method. Examination shall be
carried out by the straight beam, radial-scan method in
accordance with Section V, Article 23, SA-388.

WB-2585.2 Examination Procedure. Examination shall
be performed at a nominal frequency of 2.25 MHz unless
variables such as production material grain structure
require the use of other frequencies to ensure adequate
penetration or better resolution. The search unitarea‘shall
not exceed 1 in.? (650 mm?).

WB-2585.3 Calibration of Equipment,-Calibration
sensitivity shall be established by adjustment of the
instrument so that the first back reflegtion is 75% to
90% of full-screen height.

WB-2585.4 Acceptance Standard. Any discontinuity
that causes an indication in‘excess of 20% of the
height of the first back refléction or any discontinuity
that prevents the production of a first back reflection
of 50% of the calibration amplitude is not acceptable.

WB-2586 Ultrasonic Examination for Sizes Over 4
in. (100 mm)

In addition to the requirements of WB-2585, all bolts,
studsf{and nuts over 4 in. (100 mm) nominal bolt size shall
be(ultrasonically examined over the entire surface of each
end before or after threading in accordance with the
following requirements.

WB-2586.1 Ultrasonic Method. Examination shall be
carried out by the straight beam, longitudinal-scan
method.

WB-2586.2 Examination Procedure. Examination shall
be performed at a nominal frequency of 2.25 MHz unless

variables such as production material grain structure
T [=]

require the use of other frequencies to ensure adequate
penetration or better resolution. The search unit shall
have a circular cross section with a diameter not less
than % in. (13 mm) nor greater than 1% in. (29 mm).

WB-2586.3 Calibration of Equipment. Calibration shall
be established on a test bar of the same nominal composi-+
tion and diameter as the production part and a minimum
of one-half of the length. A %; in. (10 mm) diameter by 3 in.
(75 mm) deep flat-bottom hole shall be drilled in'one end
of the bar and plugged to full depth. A distance<amplitude
curve shall be established by scanning from both ends of
the test bar.

WB-2586.4 Acceptance Standard. Any discontinuity
that causes an indication in excess of that produced by
the calibration hole in the referefice specimen as corrected
by the distance-amplitude curve is not acceptable.

WB-2587 Time of Examination

Acceptance examinations shall be performed after the
final heat treatment required by the basic material spec-
ification.

WB-2588" Elimination of Surface Defects

Unacceptable surface defects on finished bolts, studs,
and nuts are not permitted, and are cause for rejection.

WB-2589 Repair by Welding

Weld repairs of bolts, studs, and nuts are not permitted.

WB-2600 MATERIAL ORGANIZATION’S
QUALITY SYSTEM PROGRAMS

WB-2610 DOCUMENTATION AND MAINTENANCE
OF QUALITY SYSTEM PROGRAMS

(a) Except as provided in (b) below, Material Organi-
zations shall have a Quality System Program or an Iden-
tification and Verification Program, as applicable, which
meets the requirements of WA-3800.

(b) Therequirements of NCA-3860 and NCA-4256 shall
be met as required by WB-2130 and WB-2150, respec-
tively. The other requirements of WA-3800 need not
be used by Material Organizations for small products,
as defined in (c) below, and for material which is
allowed by this Subsection to be furnished with a Certi-
ficate of Compliance. For these products, the Certificate
Holder’s Quality Assurance Program (Article WA-4000)
shall include measures to provide assurance that the
material is furnished in accordance with the material spec-
ification and with the applicable requirements of this
Subsection.

(c) For the purpose of this paragraph, small products
are defined as given in (1) through (4) below:
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(1) pipe, tube, pipe fittings, and flanges NPS 2 (DN
50) and less;

(2) bolting material, including studs, nuts, and bolts
of 1 in. (25 mm) nominal diameter and less;

(3) bars with a nominal cross-sectional area of 1 in.?
(650 mm?) and less; and

(4) material for valves with inlet pipe connections of
NPS 2 (DN 50) and less.

WB-2700 DIMENSIONAL STANDARDS

Dimensions of standard items shall comply with the
standards and specifications listed in Article WA-7000.
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ARTICLE WB-3000
DESIGN

WB-3100 GENERAL DESIGN

WB-3110 LOADING CRITERIA
WB-3111 Loading Conditions

The loadings considered in designing a containment as
identified in the Design Specification shall include, but are
not limited to those in (a) through (g) below:

(a) internal and external pressures

(b) impact loads caused by either internal or external
conditions, including drop and puncture

(c) weight of the containment and normal contents
under operating or test conditions, including additional
pressure due to static and dynamic head of liquids

(d) superimposed loads such as other components,
operating equipment, impact limiting devices, shielding,
insulation, and linings

(e) shock loads, vibration loads, transportation loads;
and handling loads

(f) reaction loads from attachments and supports

(g) temperature effects caused by contents; the
external environment, and other components

WB-3112 Design Loadings

The Design Loadings shall be established in accordance
with WA-2123.1 and the following subparagraphs.

WB-3112.1 Design Pressure:The specified internal and
external Design Pressures to'be used in this Subsection
shall be established in aecordance with WA-2123.1(a).

WB-3112.2 Desigh/Temperature. The specified Design
Temperature shallbe established in accordance with
WA-2123.1(b). It-shall be used in computations involving
the Design Pressure and the coincidental Design Mechan-
ical Loads,\If necessary, the metal temperature shall be
determined by computation using accepted heat transfer
procedures or by measurement from equipmentin service
under equivalent operating conditions. In no case shall the
temperature of the metal exceed the maximum tempera-
ture listed in the applicability column of Section II, Part D,
Subpart 1, Tables 24, 2B, and 4, nor exceed the maximum
temperature limitations specified elsewhere in this
Subsection.

WB-3112.3 Design Mechanical Loads. The specified
Design Mechanical Loads shall be establishéd in accor-
dance with WA-2123.1(c). They shall be'tised in conjunc-
tion with the Design Pressure.

WB-3112.4 Design Stress lntensity Values. Design
stress intensity values for Sgetion III, Class TC materials
listed in Section II, Part D{Subpart 1, Tables 24, 2B, and 4
shall be used. The material$ shall not be used at tempera-
tures that exceed thetémperature limit established in the
stress tables. The'stress intensity values in the tables may
be interpolatéd-for intermediate temperatures. As an
additional control on permitted transportation contain-
ment mdterials listed in Section II, Part D, Subpart 1,
Tables.2A and 2B, only the following materials shall be
useds

(d) materials whose P-numbers are listed in
TPable WB-4622.1-1, or

(b) ductile cast iron castings per specifications SA-874
or SA/JIS G5504 of Section II, Part D, Subpart 1, Table 2A.

WB-3113 Operating and Test Conditions

(a) Transportation containments (WA-1110) are
subject to operating and test conditions that are required
to be considered in the design of the containment in order
to satisfy applicable safety criteria.

(b) The selection of operating and test conditions is
beyond the scope of this Division. The Design Specification
shall specify these conditions using appropriate guidance
from safety criteria documents for transportation contain-
ments and the requirements of regulatory and enforce-
ment authorities having jurisdiction.

(c) Each operating and test condition to which the
containment may be subjected shall be classified in accor-
dance with WA-2120, and Service Limits [WA-2123.4(b)]
shall be designated in the Design Specification in such
detail as will provide a complete basis for design in accor-
dance with this Subsection.

(d) When any loading for which Level A or Level D
Service Limits are specified in the Design Specification,
they shall be evaluated in accordance with WA-2120
and in compliance with the applicable design and
stress intensity limits of this Subsection.
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WB-3114 Stress and Strain Limits

Stress limits associated with operating and test condi-
tions are specified in WB-3220 and WB-3230. As an alter-
native to the stress criteria, strain-based acceptance
criteria associated with Level D energy-limited events
are specified in WB-3700.

WB-3120 SPECIAL CONSIDERATIONS
WB-3121 Material Degradation

Material subject to thinning by corrosion, erosion,
mechanical abrasion, or other environmental effects
shall have provision made in the Design Specification
for these effects by indicating the increase in the thickness
of the base metal over that determined by the design
analysis (WB-3200). Other suitable methods of protection
may be used. Material added or included for these
purposes need not be of the same thickness for all
areas of the containment if different rates of attack are
expected for the various areas.

WB-3122 Cladding

The rules of this paragraph apply to the design of clad
containments constructed of materials permitted in
Section II, Part D, Subpart 1, Tables 2A and 2B. Only mate-
rials whose P-numbers are listed in Table WB-4622.1-1
shall be used.

WB-3122.1 Primary Stresses. No structural strength
shall be attributed to the cladding.

WB-3122.2 Design Dimensions. The dimensions-given
in (a) and (b) below shall be used in the design of the
containment.

(a) For containments subjected to internal pressure,
the inside diameter shall be taken at the’nominal inner
face of the cladding.

(b) For containments subjected-to external pressure,
the outside diameter shall be taken at the outer face of
the base metal.

WB-3122.3 Secondary-and Peak Stresses. In satisfying
WB-3222.6 and WB;3222.9, the presence of the cladding
shall be considered-with respect to both the thermal
analysis and the'stréess analysis. The stresses in both mate-
rials shall be‘limited to the values specified in WB-3222.6
and WB-3222°9. However, when the cladding is of the inte-
grally bonded type and the nominal thickness of the clad-
ding is 10% or less of the total thickness of the
containment, the presence of the cladding may be
neglected.

WB-3122.4 Bearing Stresses. In satisfying WB-3227.1,
the presence of cladding shall be included.

WB-3123 Welding

WB-3123.1 Dissimilar Metals. In satisfying the require-
ments of this subarticle, caution shall be exercised in
design and construction involving dissimilar metals
having different chemical compositions, mechanical prop-
erties, and coefficients of thermal expansion to avoid diffi-
culties in service.

WB-3123.2 Fillet Welded Attachments. Fillet welds
conforming to Figure WB-4427-1 may be used for attach-
ments to containments except as limited by WB24433.
Limits for primary and secondary stress intensities in
the weld shall be one-half of the allowable values of
primary and secondary stress intensity for the weaker
of the materials being joined. Evaluation for cyclic
loading shall be made in accordance with WB-3222.9,
using a fatigue strength reduetion factor of 4, and shall
include consideration off\temperature differences
between the containment and the attachment, and of
expansion or contraction of the containment produced
by internal or external-pressure.

WB-3130 GENERAL DESIGN RULES
WB-3131;Design Reports

The“Certificate Holder shall provide a Design Report
conforming to the requirements of WA-3352 and
WB-3211.

WB-3132 Dimensional Standards for Standard
Products

Dimensions of standard products shall comply with the
standards and specifications listed in Table WA-7100-1
when the standard or specification is referenced in the
specific design subarticle. However, compliance with
these standards does not replace or eliminate the require-
ments for stress analysis.

WB-3133 External Pressure, Axial Compression,
Buckling, and Instability

Rules are given in this paragraph for the consideration
of statically applied external pressure and axial compres-
sion loads for Design Loadings and normal loadings.
Compressive loads as a result of accident loadings
shall use the rules from WB-3224.1(e).

WB-3133.1 General. Rules are given in this paragraph
for determining the thickness of spherical shells, cylin-
drical shells with or without stiffening rings, and
formed heads under external pressure loading.

WB-3133.2 Nomenclature. The symbols used in this
paragraph are defined as follows:
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A = factor determined from Section II, Part D, Subpart
3, Figure G and used to enter the applicable mate-
rial chart in Section II, Part D, Subpart 3. For the
case of cylinders having D,/T values less than 10,
see WB-3133.3(b). Also, factor determined from
the applicable chart in Section II, Part D,
Subpart 3 for the material used in a stiffening
ring, corresponding to the factor B and the
design metal temperature for the shell under
consideration.

cross-sectional area of a stiffening ring

factor determined from the applicable chart in
Section II, Part D, Subpart 3 for the material
used in a shell or stiffening ring at the design
metal temperature, psi (MPa)

outside diameter of the cylindrical shell
modulus of elasticity of material at Design
Temperature, psi (MPa). For external pressure
and axial compression design in accordance
with this Subsection, the modulus of elasticity
to be used shall be taken from the applicable mate-
rials chart in Section II, Part D, Subpart 3. (Inter-
polation may be made between lines for
intermediate temperatures.) The modulus of elas-
ticity values shown in Section II, Part D, Subpart 3
for material groups may differ from those values
listed in Section II, Part D, Subpart 2, Tables TM for
specific materials. Section II, Part D, Subpart3
values shall be applied only to external pre$sure
and axial compression design

available moment of inertia of the combined ring-
shell section about its neutral axis, parallel to the
axis of the shell. The width of the shell which is
taken as contributing to the combined moment
of inertia shall be not gredter than 1.10,/D,T,
and shall be taken as lyihg one-half on each
side of the centroid. gfthe ring. Portions of shell
plates shall not belconsidered as contributing
area to more thdw one stiffening ring.

required moinent of inertia of the combined ring-
shell sectien-about its neutral axis parallel to the
axis of the’shell

the design length of a containment taken as the
largest of the following:

{a) the distance between head tangent lines
plus one-third of the depth of each head if
there are no stiffening rings

(b) the greatest center-to-center distance
between any two adjacent stiffening rings

(c) the distance from the center of the first stif-
fening ring to the head tangent line plus one-third
of the depth of the head, all measured parallel to
the axis of the containment

o
&

)
o

one-half the distance from the center line of the
stiffening ring to the next line of support on
one side, plus one-half of the center line distance
to the next line of support on the other side of the
stiffening ring, both measured parallel to the axis of
the component. A line of support is one of the
following:

(a) a stiffening ring that meets the require-
ments of this paragraph

(b) acircumferential line on a head at-one-third
the depth of the head from the head tangent line

(c) circumferential connection t0,a jacket for a
jacketed section of a cylindrical.Shell
external Design Pressure, pst (MPa) (gage or abso-
lute, as required)
allowable external préssure, psi (MPa) (gage or
absolute as required)
inside radius of sphérical shell
the lesser of 1-5.times the stress intensity at design
metal tempéerature from Section II, Part D, Subpart
1, Tables,2A-and 2B or 0.9 times the tabulated yield
strength.dt design metal temperature from Section
[L-Part D, Subpart 1, Table Y-1, psi (MPa)
minimum required thickness of cylindrical shell or
spherical shell
nominal thickness used, less corrosion allowance,
of a cylindrical shell

5

WB-3133.3 Cylindrical Shells. The thickness of cylin-
ders under external pressure shall be determined by the
procedure given in (a) or (b) below.

(a) Cylinders having D,/T values 2 10:

Step 1. Assume a value for T and determine the ratios
L/D, and D,/T.

Step 2. Enter Section I, Part D, Subpart 3, Figure G at
the value at L/D,, determined in Step 1. For values of L/D,,
greater than 50, enter the chartatavalue of L/D, of 50. For
values of L/D, less than 0.05, enter the chart at a value of
L/D, of 0.05.

Step 3. Move horizontally to the line for the value of
D,/T determined in Step 1. Interpolation may be made for
intermediate values of D,/T. From this point of intersec-
tion move vertically downward to determine the value of
factor A.

Step 4. Using the value of A calculated in Step 3, enter
the applicable material chartin SectionII, Part D, Subpart 3
for the material under consideration. Move vertically to an
intersection with the material/temperature line for the
Design Temperature. Interpolation may be made
between lines for intermediate temperatures. In cases
where the value of A falls to the right of the end of the
material/temperature line, assume an intersection with
the horizontal projection of the upper end of the mate-
rial/temperature line. For values of A falling to the left
of the material/temperature line, see Step 7.
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Step 5. From the intersection obtained in Step 4,
move horizontally to the right and read the value of B.

Step 6. Using this value of B, calculate the value of the
maximum allowable external pressure P, using the
following equation:

4B

3(Dy/T)

P, =

Step 7. For values of A falling to the left of the appli-
cable material/temperature line, the value of P, can be
calculated using the following equation:

2AE

3(Dy/T)

P, =

Step 8. Compare P, with P. If P, is smaller than P,
select alarger value for T'and repeat the design procedure
until a value of P, is obtained that is equal to or greater
than P.

(b) Cylinders having D,/T values <10:

Step 1. Using the same procedure as given in (a)
above, obtain the value of B. For values of D,/T less
than 4, the value of factor A can be calculated using
the following equation:

11
(D,/T)
For values of A greater than 0.10, use a value of 0.10.

Step 2. Using the value of B obtained in Step 1, calcu-
late a value P,; using the following equation:

2.167
(Dy/T)

al —

- 0.0833} B

Step 3. Calculate avalue P,; using the following equa-
tion:
28
(D,/T)

1
(Dy/T)

Pa2

Step 4. The smaller of'the values of P,; calculated in
Step 2, or P,; calculated\in Step 3 shall be used for the
maximum allowable-'external pressure P,. Compare P,
with P. If P, is smaller than P, select a larger value for
T and repeat tHe design procedure until a value for P,
is obtained that is equal to or greater than P.

WB-3133:4 Spherical Shells and Formed Heads.

(a)_Spherical Shells. The minimum required thickness
of.aspherical shell under external pressure shall be deter-
niined by the procedure given in Steps 1 through 6 below.

Step 1. Assume avalue for T and calculate the value of
factor A using the following equation:

_ 0125
(R/T)

Step 2. Using the value of A calculated in Step 1, enter
the applicable material chartin SectionII, Part D, Subpart 3
for the material under consideration. Move vertically to an
intersection with the material/temperature line for the
Design Temperature. Interpolation may be made
between lines for intermediate temperatures. In cases
where the value of A falls to the right of the end of the
material/temperature line, assume an intersectipi with
the horizontal projection of the upper end of-the mate-
rial/temperature line. For values of A falling,to the left
of the material/temperature line, see Step-5.

Step 3. From the intersection obtained in Step 2,
move horizontally to the right afid tead the value of
factor B.

Step 4. Using the value of B obtained in Step 3, calcu-
late the value of the maximiim\allowable external pressure
P, using the following equation:

P, = B
(R/T)

Step 5. \For values of A4 falling to the left of the appli-
cable material/temperature line for the Design Tempera-
ture, théwalue of P, can be calculated using the following
equation:

0.0625E

* T R/

Step 6. Compare P, obtained in Steps 4 or 5 with P. If
P, is smaller than P, select a larger value for T and repeat
the design procedure until a value for P, is obtained that is
equal to or greater than P.
(b) Nomenclature for Formed Heads. The nomenclature
defined below is used in the equations of (c) through (e)
below.

D = inside length of the major axis of an ellipsoidal
head
D, = outside diameter of the head skirt at the point
under consideration
h = one-half of the length of the minor axis of the ellip-
soidal head or the inside depth of the ellipsoidal
head measured from the tangent line, head bend
line
K, = afactor depending on the ellipsoidal head propor-
tions, given in Table WB-3133.4-1
R = for hemispherical heads, the inside radius in the

corroded condition

for ellipsoidal heads, the equivalent inside spher-
ical radius taken as K;D,, in the corroded condition
for torispherical heads, the inside radius of the
crown portion of the head in the corroded
condition
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Table WB-3133.4-1
Values of Spherical Radius Factor, K;

D/2h 3.0 28 26 24 22 20 18 16 14 12 1.0
K; 1.36 1.27 1.18 1.08 0.99 0.90 0.81 0.73 0.65 0.57 0.50

GENERALNOTE: Equivalentspherical radius=K;D; D/2h=axis ratio;
interpolation permitted for intermediate values.

T = minimum required thickness of head after
forming, exclusive of corrosion allowance

(c) Hemispherical Heads. The required thickness of a
hemispherical head having pressure on the convex side
shall be determined in the same manner as outlined in
(a) above for determining the thickness for a spherical
shell.

(d) Ellipsoidal Heads. The required thickness of an ellip-
soidal head having pressure on the convex side, either
seamless or of built-up construction with butt joints,
shall not be less than that determined by the following
procedure.

Step 1. Assume avalue for T and calculate the value of
factor A using the following equation:

_ 0125
(R/T)

Step 2. Usingthevalue of A calculated in Step 1, follow
the same procedure as that given for spherical shells in (&)
Step 2 through (a) Step 6 above.

(e) Torispherical Heads. The required thickness of a
torispherical head having pressure on the convex side,
either seamless or of built-up constructien with butt
joints, shall not be less than that determined by the
same design procedure as is used for ellipsoidal heads
given in (d) above, using the appropriate value for R.

WB-3133.5 Stiffening Rings-for Cylindrical Shells.

(a) The required momeént of inertia of the combined
ring-shell section is given by the equation:

D,2L(T + Ag/L)A
10.9

I Y

s =

The ayailable moment of inertia I for a stiffening ring
shall pe.determined by the procedure given in Steps 1
through' 6 below.

Step 1. Assuming that the shell has been designed
ard D,, L,, and T,, are known, select a member to be
used for the stiffening ring and determine its area A;
and the value of I defined in WB-3133.2. Then calculate
B by the equation:

_ 3
4

5 PD,
T, + A/L,

Step 2. Enter the right-hand side of the applicable
material chart in Section II, Part D, Subpart 3 for the mate-
rial under consideration at the value of B determined in
Step 1. If different materials are used for the shell and
stiffening ring, then use the material chart resulting in
the larger value for factor A in Step 4 or Step 5 below.

Step 3. Move horizontally to the left to the materialy.
temperature line for the design metal temperature=For
values of B falling below the left end of the material/
temperature line, see Step 5.

Step 4. Move vertically to the bottom of the'chartand
read the value of A.

Step 5. For values of B falling below.tHe left end of the
material/temperature line for the-DeSign Temperature,
the value of A can be calculated using the following equa-
tion:

A/= 2BJE
Step 6. Ifthe required I is greater than the computed

moment of inertia\Pfor the combined ring-shell section
selected in Step-1,"a new section with a larger moment
of inertia must-be selected and a new I; determined. If
the required I is smaller than the computed I for the
section selected in Step 1, that section should be satisfac-
tory:

(b) Stiffening rings may be attached to either the
outside or the inside of the containment by continuous
welding.

WB-3133.6 Cylinders Under Axial Compression. The
maximum allowable compressive stress to be used in
the design of cylindrical shells subjected to loadings
that produce longitudinal compressive stresses in the
shell or wall shall be the lesser of the values given in
(a) or (b) below:

(a) the S, value for the applicable material at Design
Temperature given in Section II, Part D, Subpart 1, Tables
2A and 2B

(b) the value of the factor B determined from the ap-
plicable chart in Section II, Part D, Subpart 3 using the
following definitions for the symbols on the charts:

R
T

inside radius of the cylindrical shell
selected thickness of the shell, exclusive of the
corrosion allowance

The value of B shall be determined from the applicable
chart contained in Section II, Part D, Subpart 3 as given in
Steps 1 through 5 below.

Step 1. Using the selected values of T and R, calculate
the value of factor A using the following equation:

_ 0125
(R/T)

Step 2. Using the value of A calculated in Step 1, enter
the applicable material chartin SectionII, Part D, Subpart 3

forthamatarialyndar cancidaration Mouavuarticallytn o
roF-the-mateFaruhaereconstaeraton—m1ove-vertcaty-teah
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intersection with the material/temperature line for the
Design Temperature. Interpolation may be made
between lines for intermediate temperatures. In cases
where the value at A falls to the right of the end of the
material/temperature line, assume an intersection with
the horizontal projection of the upper end of the mate-
rial/temperature line. For values of A falling to the left
of the material/temperature line, see Step 4.

Step 3. From the intersection obtained in Step 2,
move horizontally to the right and read the value of
factor B. This is the maximum allowable compressive
stress for the values of T and R used in Step 1.

Step 4. For values of A falling to the left of the appli-
cable material/temperature line, the value of B shall be
calculated using the following equation:

Step 5. Compare the value of B determined in Step 3
or Step 4 with the computed longitudinal compressive
stress in the cylindrical shell, using the selected values
of T and R. If the value of B is smaller than the computed
compressive stress, a greater value of T must be selected
and the design procedure repeated until a value of B is
obtained which is greater than the compressive stress
computed for the loading on the cylindrical shell.

WB-3134 Leak Tightness

The leak tightness requirements for each containment
shall be set forth in the Design Specification.

WB-3135 Attachments

(a) Except as permitted in (c) and (d) below, attach-
ments and connecting welds within the jurisdictional
boundary of the containment as defined in WB-1130
shall meet the stress limits of the containment.

(b) The design of the containmentshall include consid-
eration of the interaction effects‘and loads transmitted
through the attachment to and from the containment.
Thermal stresses, stress,concentrations, and restraint
of the containment shall be considered.

(c) Beyond 2t framthe outside surface of the contain-
ment shell, where tis the nominal thickness of the contain-
mentshell, theappropriate design rules as identified in the
Design Specification may be used.

(d) Nonstructural attachments shall meet the require-
ments.of WB-4435.

WB-3200 DESIGN OF CONTAINMENTS

WB-3210 DESIGN CRITERIA
WB-3211 Requirements for Acceptability

The requirements for the acceptability of a design by
analysis are given in (a) through (d) below.

(a) The design shall be such that stress intensities will
not exceed the limits described in this subarticle and tabu-
lated in Section 1], Part D, Subpart 1, Tables 24, 2B, and 4.
The material shall notbe used at metal or Design Tempera-
ture that exceeds the temperature limitin the applicability
column for which stress intensity values are listed. The
values in the tables may be interpolated for intermediate
temperatures.

(b) The design details shall conform to the rules given
in this Article.

(c) For configurations where compressive stresses
occur, in addition to the requirements in (a)*and (b)
above, the critical buckling stress shallrbé&“taken into
account as specified in WB-3133.

(d) Protection against nonductile\fracture shall be
provided. An acceptable procédure for nonductile
failure prevention is given in, WB~2300.

WB-3212 Basis for Determining Stresses

The theory of failure, wsed in the rules of this Subsection
for combining stresses, is the maximum shear stress
theory. The makximum shear stress at a point is equal
to one-half the-difference between the algebraically
largestandthealgebraically smallest of the three principal
stresses at the point.

WB=3213 Terms Relating to Stress Analysis

Terms used in this Subsection relating to stress analysis
are defined in the following subparagraphs.

WB-3213.1 Stress Intensity.® Stress intensity is defined
as twice the maximum shear stress, which is the difference
between the algebraically largest principal stress and the
algebraically smallest principal stress at a given point.
Tensile stresses are considered positive and compressive
stresses are considered negative.

WB-3213.2 Gross Structural Discontinuity. Gross
structural discontinuity is a geometric or material discon-
tinuity that affects the stress or strain distribution through
the entire wall thickness of the containment. Gross discon-
tinuity-type stresses are those portions of the actual stress
distributions that produce net bending and membrane
force resultants when integrated through the wall thick-
ness. Examples of a gross structural discontinuity are
head-to-shell junctions, flange-to-shell junctions, rein-
forcement of openings in containment shells and
heads, and junctions between shells of different diameters
or thicknesses.

WB-3213.3 Local Structural Discontinuity. Local struc-
tural discontinuity is a geometric or material discontinuity
that affects the stress or strain distribution through a frac-
tional part of the wall thickness. The stress distribution
associated with alocal discontinuity causes only very loca-
lized deformation or strain and has no significant effect on
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the shell-type discontinuity deformations. Examples are
small fillet radii and small attachments.

WB-3213.4 Normal Stress. Normal stress is the compo-
nent of stress normal to the plane of reference. This is also
referred to as direct stress. Usually the distribution of
normal stress is not uniform through the thickness of
apart, so this stressis considered to have two components,
one uniformly distributed and equal to the average stress
across the thickness under consideration, and the other
varying from this average value across the thickness.

WB-3213.5 Shear Stress. Shear stressis the component
of stress tangent to the plane of reference.

WB-3213.6 Membrane Stress. Membrane stress is the
component of normal stress that is uniformly distributed
and equal to the average stress across the thickness of the
section under consideration.

WB-3213.7 Bending Stress. Bending stress is the
component of normal stress that varies across the thick-
ness. The variation may or may not be linear.

WB-3213.8 Primary Stress. Primary stress is any
normal stress or shear stress developed by an imposed
loading, that is necessary to satisfy the laws of equilibrium
of external and internal forces and moments. The basic
characteristic of a primary stress is that it is not self-
limiting. Primary stresses that considerably exceed the
yield strength will result in failure or, at least, in gross
distortion. Primary membrane stress is divided, into
general and local categories. A general primary membrane
stress is one that is so distributed in the structute that no
redistribution of load occurs as a result of yielding. Exam-
ples of primary stress are:

(a) general membrane stress in a ciroular cylindrical
shell or a spherical shell due to internal pressure or to
distributed loads;

(b) bending stress in the central portion of a flat head
due to pressure;

(c) longitudinal stress due to cylinder bending in the
central portion of a horizontal cylindrical shell being
decelerated by forces-applied at its extreme ends.

Refer to Tables\WB-3217-1 for examples of primary
stress.

WB-3213.9 Secondary Stress. Secondary stress is a
normal\stress or a shear stress developed by the
constraint of adjacent material or by self-constraint of
the-structure. The basic characteristic of a secondary
stress is that it is self-limiting. Local yielding and
minor distortions can satisfy the conditions that cause
the stress to occur and failure from one application of
the stress is not to be expected. Examples of secondary
stress are:

(a) general thermal stress [WB-3213.13(a)];

(b) bending stress at a gross structural discontinuity.

Refer to Table WB-3217-1 for examples of secondary
stress.

WB-3213.10 Local Primary Membrane Stress. Cases
arise in which a membrane stress produced by pressure
or other mechanical loading and associated with a discon-
tinuity would, if not limited, produce excessive distortion
in the transfer of load to other portions of the structure.
Conservatism requires that such a stress be classifiéd as a
local primary membrane stress even though it has some
characteristics of a secondary stress.

Astressed region may be considered localifthe distance
over which the membrane stress intensity-exceeds 1.15,,
does not extend in the meridional difection more than
1.0~/Rt, where R is the minimum‘midsurface radius of
curvature and t is the migimum thickness in the
region considered. Regions ©f Jocal primary stress inten-
sity involving axisymmetric membrane stress distribu-
tions that exceed 155, shall not be closer in the
meridional direetion than 2.5 /R;t;, where R, is
defined as (Ry+ Rz)/2 and ¢t is defined as (t; + t3)/2
(where t; and t; are the minimum thicknesses at each
of the regions considered, and R; and R, are the
minimum’ midsurface radii of curvature at these
regiohs where the membrane stress intensity exceeds
1483,). Discrete regions of local primary membrane
stress intensity, such as those resulting from concentrated
loads acting on brackets, where the membrane stress
intensity exceeds 1.1S,, shall be spaced so that there
is no overlapping of the areas in which the membrane
stress intensity exceeds 1.1S,,.

WB-3213.11 Peak Stress. Peak stress is that increment
of stress that is additive to the primary plus secondary
stresses by reason of local discontinuities or local
thermal stress [WB-3213.13(b)], or localized application
of dynamic load including the effects, if any, of stress
concentrations. The basic characteristic of a peak
stress is that it does not cause any noticeable distortion
and is objectionable only as a possible source of a fatigue
crack or a brittle fracture. A stress that is not highly loca-
lized falls into this category if it is of a type that cannot
cause noticeable distortion. Examples of peak stress are:

(a) the thermal stress in the austenitic steel cladding of
a carbon steel part;

(b) certain thermal stresses that may cause fatigue but
not distortion;

(c) the stress at a local structural discontinuity;

(d) surface stresses produced by thermal shock.

WB-3213.12 Load-Controlled Stress. Load-controlled
stress is the stress resulting from application of a
loading, such as internal pressure, inertial loads, or
gravity, whose magnitude is not reduced as a result of
displacement.
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WB-3213.13 Thermal Stress. Thermal stress is a self-
balancing stress produced by a nonuniform distribution of
temperature or by differing thermal coefficients of expan-
sion. Thermal stressis developed in a solid body whenever
a volume of material is prevented from assuming the size
and shape that it normally would under a change in
temperature. For the purpose of establishing allowable
stresses, two types of thermal stress are recognized,
depending on the volume or area in which distortion
takes place, as described in (a) and (b) below.

(a) General thermal stress is associated with distortion
of the structure in which it occurs. If a stress of this type,
neglecting stress concentrations, exceeds twice the yield
strength of the material, the elastic analysis may be invalid
and successive thermal cycles may produce incremental
distortion. Therefore this type is classified as secondary
stress in Table WB-3217-1. Examples of general thermal
stress are:

(1) stress produced by an axial temperature distri-
bution in a cylindrical shell;

(2) stress produced by the temperature difference
between a nozzle and the shell to which it is attached;

(3) the equivalent linear stress® produced by the
radial temperature distribution in a cylindrical shell.

(b) Local thermal stress is associated with almost
complete suppression of the differential expansion and
thus produces no significant distortion. Such stresses
shall be considered only from the fatigue standpoint
and are therefore classified as peak stresses in
Table WB-3217-1. Examples of local thermal stress are:

(1) the stress in a small hot spot in a containment
wall;

(2) the difference between the actual stress/and the
equivalent linear stress resulting from a radiaktempera-
ture distribution in a cylindrical shell;

(3) the thermal stress in a cladding.material that has
a coefficient of expansion different from that of the base
metal.

WB-3213.14 Total Stress. Total stress is the sum of the
primary, secondary, and peakstress contributions. Recog-
nition of each of the indiyidual contributions is essential to
establishment of appropriate stress limitations.

WB-3213.15 Operational Cycle. Operational cycle is
defined as thefinitiation and establishment of new condi-
tions followed.by a return to the conditions that prevailed
at the beginning of the cycle. The types of operating con-
ditionsthat may occur are further defined in WB-3113.

WB-3213.16 Stress Cycle. Stress cycle is a condition in
which the alternating stress difference [WB-3222.9(e)]
goes from an initial value through an algebraic
maximum value to an algebraic minimum value and
then returns to the initial value. A single operational
cycle may result in one or more stress cycles. Dynamic
effects shall also be considered as stress cycles.

WB-3213.17 Fatigue Strength Reduction Factor.
Fatigue strength reduction factor is a stress intensification
factor that accounts for the effect of a local structural
discontinuity (stress concentration) on the fatigue
strength. In the absence of experimental data, the theo-
retical stress concentration factor may be used.

WB-3213.20 Deformation. Deformation of a compo-
nent part is an alteration of its shape or size.

WB-3213.21 Ratcheting. Ratcheting is a progressive
incremental inelastic deformation or strain-that can
occur in a component that is subjected to variations of
mechanical stress, thermal stress, or both:

WB-3213.22 Shakedown. Shakedown of a structure
occurs if, after a few cycles of load application, ratcheting
ceases. The subsequent structuralyesponse is elastic, or
elastic-plastic, and progressive incremental inelastic
deformation is absent. Elastic shakedown is the case in
which the subsequent response is elastic.

WB-3214 Stress Analysis

A detailed stress analysis of all major structural compo-
nents shall be_prepared in sufficient detail to show that
each of thie Stress limitations of WB-3220 and WB-3230 is
satisfiéd when the component is subjected to the loadings
of WB-3110.

WB-3215 Derivation of Stress Intensities

One requirement for the acceptability of a design
(WB-3210) is that the calculated stress intensities shall
not exceed specified allowable limits. These limits
differ depending on the stress category (primary,
secondary, etc.) from which the stress intensity is
derived. This paragraph describes the procedure for
the calculation of the stress intensities that are subject
to the specified limits. The steps in the procedure are
stipulated in (a) through (e) below.

(a) At the point on the component that is being inves-
tigated, choose an orthogonal set of coordinates, such as
tangential, longitudinal, and radial, and designate them by
the subscripts t, [, and r. The stress components in these
directions are then designated o, 0;, and o, for direct
stresses and 1, T;, and T, for shear stresses.

(b) Calculate the stress components for each type of
loading to which the part will be subjected, and assign
each set of stress values to one or a group of the following
categories:

(1) general primary membrane stress P,
(WB-3213.8);

(2) local primary membrane stress P,
(WB-3213.10);

(3) primary bending stress P, (WB-3213.7 and
WB-3213.8);

(4) secondary stress Q (WB-3213.9);

(5) peak stress F (WB-3213.11).
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WB-3217 provides guidance for this step.

(c) Foreach category, calculate the algebraic sum ofthe
o, values that result from the different types of loadings
and similarly for the other five stress components. Certain
combinations of the categories must also be considered.

(d) Translate the stress components for the ¢, I, and r
directions into principal stresses o4, 0;, and o3. In many
pressure component calculations, the ¢, [, and r directions
may be so chosen that the shear stress components are
zero and o4, 0,, and o3 are identical to o, 05, and o,.

(e) Calculate the stress differences Sy, S»3,and S31 from
the relations:

S1p = 01 — 0y
S$3 = 05 — 03
31 = 03 — 0

The stress intensity S is the largest absolute value of 1,
523, and 531.

NOTE: Membrane stress intensity is derived from the stress
components averaged across the thickness of the section.
The averaging shall be performed at the component level in

(b) or (c).

WB-3216 Derivation of Stress Differences

If the specified operation of the component does not
meet the conditions of WB-3222.9(d), the ability of the
component to withstand the specified cyclic operation
without fatigue failure shall be determined as provided
in WB-3222.9(e). The determination shall be made, on
the basis of the stresses at a point of the component,
and the allowable stress cycles shall be adeguate for
the specified service at every point. Only thestress differ-
ences due to cyclic operating loadings, as'specified in the
Design Specification, need to be considered.

WB-3216.1 Constant Principal Stress Direction. For
any case in which the directions‘of the principal stresses
at the point being considered’do not change during the
cycle, the steps stipulated in (a) through (c) below
shall be taken to deterniine the alternating stress inten-
sity.

(a) PrincipalcStresses. Consider the values of the three
principal stressesat the point versus time for the complete
stress cycle)taking into account both the gross and local
structural)discontinuities and the thermal effects, which
vary during the cycle. These are designated as o4, 0, and
o3\for'later identification.

(b) Stress Differences. Determine the stress differences
812 =01 - 0, 5,3 =0, — 03,and S31 = 03 — 01 versus time for
the complete cycle. In what follows, the symbol Sj; is used
to represent any one of these three stress differences.

(c) Alternating Stress Intensity. Determine the extremes
of the range through which each stress difference S;; fluc-
tuates and find the absolute magnitude of this range for
each §;. Call this magnitude S,;; and let S, ;; = 0.5S,;. The

WB-3216.2 Varying Principal Stress Direction. For any
case in which the directions of the principal stresses at the
point being considered do change during the stress cycle,
it is necessary to use the more general procedure of (a)
through (e) below.

(a) Consider the values of the six stress components o,
0y, O Tjp Tjr and T,, versus time for the complete stress
cycle, taking into account both the gross and local struc-
tural discontinuities and the thermal effects that vary
during the cycle.

(b) Choose a point in time when the conditions are one
of the extremes for the cycle (eithen graximum or
minimum, algebraically) and identify thie' stress compo-
nents at this time by the subscript, i’ In most cases, it
will be possible to choose at leastone time during the
cycle when the conditions aredknown to be extreme. In
some cases, it may be necessary to try different points
in time to find the onetthat results in the largest value
of alternating stress¢intensity.

(c) Subtract eachrof the six stress components o, 0y;
etc., from the corresponding stress components oy, g, etc.,
at each point'in time during the cycle and call the resulting
components\o’, o', etc.

(d) Ateach point in time during the cycle, calculate the
prinCipal stresses ¢';, 6',, and o’5 derived from the six
stre€ss components o', o', etc. Note that the directions
of the principal stresses may change during the cycle
but each principal stress retains its identity as it rotates.

(e) Determine the stress differences S, = 6’; — 0’5,
S’>3 = 0’5, - 0’5, and S’51 = 0’5 — 01 versus time for the
complete cycle and find the largest absolute magnitude
of any stress difference at any time. The alternating
stress intensity S, is one-half of this magnitude.

WB-3217 Classification of Stresses

Table WB-3217-1 provides assistance in the determi-
nation of the category to which a stress should be assigned.

WB-3220 STRESS LIMITS FOR OTHER THAN
BOLTS

WB-3221 Design Limits

The stress intensity limits that must be satisfied for
Design Loadings (WB-3112) stated in the Design Specifi-
cation are the limits of the following subparagraphs and
the Special Stress Limits of WB-3227. The design stress
intensity values S,, are given by WB-3229. The limits are
summarized in Figure WB-3221-1.

WB-3221.1 General Primary Membrane Stress Inten-
sity. (Derived from P,, in Figure WB-3221-1). This
stress intensity is derived from the average value
across the thickness of a section of the general
primary stresses (WB-3213.8) produced by Design Load-
ings, which include internal pressure and other specified
mechanical loads, but excluding secondary and peak

attermating stress imtersity S 15 the targest =S5 5 vatue:
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Table WB-3217-1
Classification of Stress Intensity in Containments for Some Typical Cases

Containment Part Location Origin of Stress Type of Stress Classification
Cylindrical or spherical shell | Shell plate remote from | Internal pressure General membrane P,
discontinuities Gradient through plate Q
thickness
Axial thermal gradient Membrane Q
Bending Q
Junction with head or Internal pressure Membrane P,
flange Bending Q [Note (1)]
Any shell or head Any section across entire | External load or moment, or | General membrane averaged | P,
containment internal pressure across full section
External load or moment Bending across full section P,
Near nozzle or other External load or moment, or Local membrane P,
opening internal pressure Bending )
Peak (fillet or eorner) F
Any location Temperature difference Membrane Bending
between shell and head Bending Q [Note (3)]
Any location away from | Impact on unyielding surface | Generakmembrane P,
impact area Bending across full section P,
At impact area Impact on puncture bar Local membrane P, [Note (4)]
Local bending Q
Dished head or conical head Crown Internal pressure Membrane P,
Bending Py
Knuckle or junction to Internal pressure Membrane P, [Note (5)]
shell Bending Q
Flat head Center region Internal pressure Membrane P,
Bending Py
Junction to shell Internal pressure Membrane P,
Bending Q [Note (1)]
Square or rectangular Center region Uniform pressure Membrane P,
containment of flat plates Bending P,
Junction between flat Uniform pressure Membrane P,
plates Bending Py
Any section across entire | Lateral internal loading Bending across full cross P,
containment section
Cladding Any Differential expansion Membrane F
Bending F
Any Any Radial temperature Equivalent linear stress Q
distribution [Note (6)] [Note (7)]
Nonlinear portion of stress F
distribution
Any Any Any Stress concentration (notch F
effect)

GENERAL NOTE: Q and F classification of stresses refers to other than design condition (Figure WB-3222-1).

NOTES:

(1) Ifthebendingmomentatthe edgeisrequired to maintain the bending stress in the middle to acceptable limits, the edge bendingis classified as
P,. Otherwise, it is classified as Q.

(2) Components such as concentric shells attached to each other at the ends or in close radial contact may develop stresses due to temperature
differences or differential expansion between dissimilar materials. Members subjected to compressive load shall be evaluated against
buckling, treating the membrane stresses as Pp,.
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Table WB-3217-1
Classification of Stress Intensity in Containments for Some Typical Cases (Cont’d)

NOTES: (Cont'd)

(3) Ifanend connection of two concentric shells is relatively weak, the differential thermal expansion of the shells may lead to the formation of a
plastic hinge in the connection and could cause excessive deformation or failure. The end connection shall be evaluated for such a condition

treating the bending stresses as P,.
(4) The special stress limits of WB-3227 shall also be met.

(5) Consideration shall also be given to the possibility of wrinkling and excessive deformation in containments with a large diameter-thiekness

ratio.
(6) Consider possibility of thermal stress ratchet.

(7) Equivalent linear stress is defined as the linear stress distribution that has the same net bending moment as the actual stress.distribution.

stresses. Averaging is to be applied to the stress compo-
nents prior to determination of the stress intensity values.
The allowable value of this stress intensity is S,, at the
Design Temperature.

WB-3221.2 Local Primary Membrane Stress Intensity.
(Derived from P in Figure WB-3221-1). This stress inten-
sity is derived from the average value across the thickness
of a section of the local primary stresses (WB-3213.10)
produced by Design Pressure and specified Design
Mechanical Loads, but excluding all thermal and peak
stresses. Averaging is to be applied to the stress compo-
nents prior to the determination of the stress intensity
values. The allowable value of the stress intensity is 1.55,,,.

WB-3221.4 Primary Membrane (General or Local) Plus
Primary Bending Stress Intensity. [Derived from (P,, or
P;) + P, in Figure WB-3221-1]. This stress intensity\ds
derived from the highest value across the thickness of
a section of the general or local primary membrane
stresses plus primary bending stresses produced by
Design Pressure and other specified Design Mechanical
Loads, but excluding all secondary andypeak stresses.
For solid rectangular sections, the-allowable value of
this stress intensity is 1.5S,,. For other than solid rectan-
gular sections, a value of a times the limit established in
WB-3221.1 may be used, whére the factor « is defined as
the ratio of the load set producing a fully plastic section to
the load set producing initial yielding in the extreme fibers
of the section. In the-évaluation of the initial yield and fully
plastic section capagities, the ratios of each individual load
in the respectiveload set to each other load in thatload set
shall be the'same as the respective ratios of the individual
loads in(the specified design load set. The value of « shall
not exceed the value calculated for bending only (P,, = 0).
Inmo case shall the value of a exceed 1.5. The propensity
for buckling of the part of the section that is in compres-
sion shall be investigated.

WB-3222 Level A Services Limits

The stress intensity limits that must be satisfied for
normal loadings (WB-3113) stated in the Design Specifi-
cation are the Level A Service Limits [WA-2123.4(b)(1)] of
the following subparagraphs and the Special Stress Limits

of WB-3227. The design stress intensity values S,, are
given by WB-3229. The limits\are summarized in
Figure WB-3222-1.

WB-3222.1 General Primary Membrane Stress Inten-
sity. (Derived from Pjin Figure WB-3222-1). This
stress intensity is¢derived from the average value
across the thickivess of a section of the general
primary stresses~(WB-3213.8) produced by normal
loads, which.include internal pressure and other specified
mechanjealNoads, but excluding secondary and peak
stresses,"Averaging is to be applied to the stress compo-
nents’prior to determination of the stress intensity values.
The jallowable value of this stress intensity is S, at the
normal operating temperature.

WB-3222.2 Local Primary Membrane Stress Intensity.
(Derived from P; in Figure WB-3222-1). This stress inten-
sity is derived from the average value across the thickness
of a section of the local primary stresses (WB-3213.10)
produced by normal loads, but excluding all thermal
and peak stresses. Averaging is to be applied to the
stress components prior to the determination of the
stress intensity values. The allowable value of this
stress intensity is 1.55,,.

WB-3222.4 Primary Membrane (General or Local) Plus
Primary Bending Stress Intensity. [Derived from (P,, or
P;) + P, in Figure WB-3222-1]. This stress intensity is
derived from the highest value across the thickness of
a section of the general or local primary membrane
stresses plus primary bending stresses produced by
normal loads, but excluding all secondary and peak
stresses. For solid rectangular sections, the allowable
value of this stress intensity is 1.5S,,. For other than
solid rectangular sections, a value of a times the limit
established in WB-3222.1 may be used, where the
factor «a is defined as the ratio of the load set producing
a fully plastic section to the load set producing initial
yielding in the extreme fibers of the section. In the evalua-
tion of the initial yield and fully plastic section capacities,
the ratios of each individual load in the respective load set
to each other load in that load set shall be the same as the
respective ratios of the individual loads in the specified
design load set. The value of a shall not exceed the value
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(21)

Figure WB-3221-1

Stress Categories and Limits of Stress Intensity for Design Loadings
Stress Primary
Category General Membrane Local Membrane Bending
Description (for Average primary Average stress Component of
examples see stress across across any primary stress
Table WB-3217-1) solid section. solid section. proportional to
Excludes Considers distance from
discontinuities discontinuities centroid of solid
and concentra- but not concen- section.
tions. Produced trations. Excludes
by Design Produced by discontinuities
Loads. Design Loads. and concentra-
tions. Produced
by Design
Loads.
Symbol
[Note (1)] Prm PL Py
Combination of
stress compo-
nents and v
allowable limits of Pm
stress intensities.
A >
h4
R
T Y
(PmorPr)+ Py [Note (2)]

Legend:
O = Allowable value
I:l = Calculated value

NOTES:

(1) Thesymbols P, P;, and P, do nottepresent single quantities, but rather sets of six quantities representing the six stress components o, 0}, 0,
Tjp, T, and Ty

(2) Allowable values shown‘ake for a solid rectangular section. See WB-3221.4 for other than a solid rectangular section.
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Figure WB-3222-1
Stress Categories and Limits of Stress Intensity for Normal Loadings

Primary

Secondary [Note (2)]

Stress
Category

General Membrane

Local Membrane

Bending

Membrane Plus
Bending

Peak

Description (for examples,

see Table WB-3217-1)

Alerage primary stress
actoss solid section.
Excludes disconti-
nuitiessand concentra-
tions. Produced by
pressure and/mechani-
cal loads.

Average stress across any
solid section. Considers
discontinuities but
not concentrations.
Produced by pressure
and mechanical loads,

including inertia effects.

Component of primary
stress proportional to
distance from centroid
of solid section. Ex-
cluding effects of
discontinuities and
concentrations. Pro-
duced by pressure and
mechanical loads,
including inertia

Self-equilibrating stress
necessary to satisfy
continuity of structure
discontinuities. Can be
caused by pressure,
mechanical loads, or
differential thermal
expansion. Excludes
local stress

Increment added to
primary or second-
ary stress by a
concentration
(notch).

Certain thermal
stresses that may
cause fatigue but
not distortion.

effects. concentrations. In Ioc.al impact
regions.
Symbol P P, P, Q F
[Note (1)1
Combination of stress com- l l
ponents and allowable
limits of stress intensities @ @
w v S| (P or P) + Py '—
[Note (6)]

(Pyor P)+ P+ Q

[Notes (2) and (3)]
1 [Note (5)1

\—>|(Pmor P+ P+ O+F

[Note (4)]

Legend:
:) = Allowable value
:l = Calculated value

OTES:

) The symbols P,, P;, Py, Q, and F do not represent single quantities, but sets of six quantities representing the six stress components: o, o), 0, T, iy, Tre-

) When the secondary stress is due to a temperature transient at the point at which the stresses are being analyzed, the value of S, shall be taken as the average of the tabulated S,, values for the
highest and the lowest temperatures of the metal during the transient. When part or all of the secondary stress is due to the mechanical load, the value of S,, shall not exceed the value for the|
highest temperature during the transient.

) The 3S,, limit is applicable to the range of stresses.

(21)
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OTES (Cont’d)

Figure WB-3222-1
Stress Categories and Limits of Stress Intensity for Normal Loadings (Cont’d)

}) Thestressesin Category Q are those parts of the totalstress that are produced by thermal gradients, structural discontinuities, etc., and they do notinclude primary stresses that may also existat

the same point. However, it should be noted that a detailed stress analysis frequently gives the combination of primary and secondary stresses directly and, when appropriate, the calculated
value represents the total of P, + P, + Q, and not Q alone.-Similarly, if the stress in Category Fis produced by a stress concentration, the quantity Fis the additional stress produced by the notch
over and above the nominal stress. For example, if a pointhas a nominal stress intensity P,, + P,,(K - 1) = KP,,. However, P, is the total membrane stress that results from mechanical loads,

L

—~

including discontinuity effects rather than a stress increment. Therefore, the P, value always includes the P,, contribution.
) S, is obtained from the fatigue curves, Section III Appendices,/Mandatory Appendix I. The allowable value of stress intensity for the full range of fluctuation is 25,.
) Allowable values shown are for a solid rectangular section. See WB-3222.4 for other than a solid rectangular section.
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calculated for bending only (P,, = 0). In no case shall the
value of a exceed 1.5. The propensity for buckling of the
part of the section that is in compression shall be inves-
tigated.

WB-3222.6 Primary Plus Secondary Stress Intensity.
[Derived from (P, or Py) + P, + Q in Figure
WB-3222-1]. This stress intensity is derived from the
highest value at any point across the thickness of a
section of the general or local primary membrane stresses,
plus primary bending stresses plus secondary stresses,
produced by normal loads. The allowable value of the
maximum range of this stress intensity is 35,,.

NOTE: The concept of stress differences discussed in WB-3216 is
essential to determination of the maximum range, since alge-
braic signs must be retained in the computation. This limitation
on range is applicable to the entire history of normal loadings,
not just to the stresses resulting from each individual transient.

WB-3222.9 Analysis for Cyclic Operation.

(a) Suitability for Cyclic Operation. The suitability of a
component for specified normal loadings and Test Load-
ings [if required by WB-3225(d)] involving cyclic applica-
tion of loads and thermal conditions shall be determined
by the methods described herein, except that the suit-
ability of high strength bolts shall be determined by
the methods of WB-3232.4(b), and the possibility of
thermal stress ratchet shall be investigated in accordance
with WB-3222.11. If the specified normal loads of the
component meet all of the conditions of (d) below, no
analysis for cyclic operation is required, and it may be
assumed that the limits on peak stress intengities, as
governed by fatigue, have been satisfied by’ compliance
with the applicable requirements for material, design,
fabrication, examination, and testing of‘this Subsection.
If the normal loads do not meet, all’the conditions of
(d) below, a fatigue analysis shall'be made in accordance
with (e) below or a fatigue test shall be made in accordance
with Section III Appendicesy;Mandatory Appendix II, II-
1500.

(b) Peak Stress Intensity. This stress intensity is derived
from the highest value at any point across the thickness of
a section of the Comibination of all primary, secondary, and
peak stresses'produced by specified normal loads.

(c) Conditions and Procedures. The conditions and
procedures of WB-3222.9 are based on a comparison
of peak’stresses with strain cycling fatigue data. The
strain cycling fatigue data are represented by design
fatigue strength curves of Section III Appendices, Manda-
tory Appendix I. These curves show the allowable ampli-
tude S, of the alternating stress intensity component (one-
half of the alternating stress intensity range) plotted
against the number of cycles. This stress intensity ampli-
tude is calculated on the assumption of elastic behavior
and, hence, has the dimensions of stress, but does not
represent a real stress when the elastic range is exceeded.

The fatigue curves are obtained from uniaxial strain
cycling data in which the imposed strains have been
multiplied by the elastic modulus and a design margin
has been provided so as to make the calculated stress
intensity amplitude and the allowable stress intensity
amplitude directly comparable. Where necessary, the
curves have been adjusted to include the maximum
effects of mean stress, which is the condition where
the stress fluctuates about a mean value that is diffefent
from zero. As a consequence of this procedure, it is'essen-
tial that the requirements of WB-3222.6 be satisfied at all
times with transient stresses included, and that the calcu-
lated value of the alternating stress intehsity be propor-
tional to the actual strain amplitude-To evaluate the effect
of alternating stresses of varying amplitudes, a linear
damage relation is assumed.in/(e)(5) below.

(d) Components Not Requiring Analysis for Cyclic Opera-
tion. An analysis for cyclic@peration is not required, and it
may be assumed thatthelimits on peak stress intensities,
as governed by fatigu€, have been satisfied for a compo-
nent by compliance-with the applicable requirements for
material, design; fabrication, examination, and testing of
this Subsection, provided the specified normal loads of the
component, or portion thereof, meet all the conditions
stipdlated in (1) through (5) below.

(1) Atmospheric to Normal Pressure Cycle. The speci-
fied number of times that the pressure will be cycled from
atmospheric pressure to normal pressure and back to
atmospheric pressure during normal conditions does
not exceed the number of cycles on the applicable
fatigue curve of Section IIl Appendices, Mandatory Appen-
dix I, corresponding to an S, value of three times the S,
value for the material at the maximum normal tempera-
ture.

(2) Normal Pressure Fluctuation. The specified full
range of pressure fluctuations during normal conditions
does not exceed the quantity /3 x Design Pres-
sure x (Sq4/Sm), where S, is the value obtained from
the applicable design fatigue curve for the total specified
number of significant pressure fluctuations and S, is the
allowable value of stress intensity for the material at the
maximum normal temperature. If the total specified
number of significant pressure fluctuations exceeds the
maximum number of cycles defined on the applicable
design fatigue curve, the S, value corresponding to the
maximum number of cycles defined on the curve may
be used. Significant pressure fluctuations are those for
which the total excursion exceeds one-third of the
Design Pressure multiplied by(S,/S») where S is
defined as follows:

(-a) If the total specified number of cycles is 10°
cycles or less, S is the value of S, obtained from the ap-
plicable design fatigue curve for 10° cycles.
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(-b) Ifthe total specified number of cycles exceeds
10° cycles, Sis the value of S, obtained from the applicable
design fatigue curve for the maximum number of cycles
defined on the curve.

(3) Temperature Difference — Normal Condition. The
total algebraic range of temperature difference, °F (°C),
between any two adjacent points’® does not change
during normal conditions by more than the quantity
Sa/2Ea, where S, is the value obtained from the applicable
design fatigue curve of Section III Appendices, Mandatory
Appendix I, for the total specified number of significant
temperature difference fluctuations, a is the value of
the instantaneous coefficient of thermal expansion, and
E at the mean value of the temperatures at the two
points as given by Section II, Part D, Subpart 2, Tables
TE and TM. A temperature difference fluctuation shall
be considered to be significant if its total algebraic
range exceeds the quantity S/2Ea, where S is defined
as follows:

(-a) If the total specified number of cycles is 10°
cycles or less, S is the value of S, obtained from the ap-
plicable design fatigue curve for 10° cycles.

(-b) Ifthe total specified number of cycles exceeds
10° cycles, Sis the value of S, obtained from the applicable
design fatigue curve for the maximum number of cycles
defined on the curve.

(4) Temperature Difference — Dissimilar Materials.
For components fabricated from materials of differing
moduli of elasticity or coefficients of thermal expansion,
the total algebraic range of temperature fluctuation, °F
(°C), experienced by the component during normal con-
ditions does not exceed the magnitude S,/2(E;a; 7Eza3),
where S, is the value obtained from the applicable design
fatigue curve for the total specified number of significant
temperature fluctuations, F; and E, are the moduli of elas-
ticity (Section I, Part D, Subpart 2, TablesT™), and «; and
a, are the values of the instantaneous coefficients of
thermal expansion (Section II;<Part D, Subpart 2,
Tables TE) at the mean temperature value involved for
the two materials of construetion. A temperature fluctua-
tion shall be considered to be significant if its total excur-
sion exceeds the quantity S/2(Eia; — E;a;), where S is
defined as follows:

(-a) If the total specified number of cycles is 10°
cycles or less,SS-is the value of S, obtained from the ap-
plicable design fatigue curve for 10° cycles.

(-b)If the total specified number of cycles exceeds
10° gycles, Sis the value of S, obtained from the applicable
design’fatigue curve for the maximum number of cycles
defined on the curve. If the two materials used have
different applicable design fatigue curves, the lower
value of S, shall be used in applying the rules of this para-
graph.

(5) Mechanical Loads. The specified full range of
mechanical loads, excluding pressure but including
support reactions, handling and transportation loads,

and assembly/dissembly loads, does not result in load
stresses whose range exceeds the S, value obtained
from the applicable design fatigue curve of Section III
Appendices, Mandatory Appendix [, for the total specified
number of significant load fluctuations. If the total speci-
fied number of significant load fluctuations exceeds the
maximum number of cycles defined on the applicable
design fatigue curve, the S, value corresponding to the
maximum number of cycles defined on the curve may
be used. Aload fluctuation shall be considered to be signif-
icant if the total excursion of load stress exceeds the)quan-
tity S, where S is defined as follows:

(-a) If the total specified number of €ycles is 10°
cycles or less, S is the value of S, obtained from the ap-
plicable design fatigue curve for 10° cycles.

(-b) Ifthe total specified number of cycles exceeds
10° cycles, Sis the value of S, obtained from the applicable
design fatigue curve for thetmtaximum number of cycles
defined on the curve.

(e) Procedure for Analysis for Cyclic Loading. If the
specified normal leads-for the component do not meet
the conditions of (d), the ability of the component to with-
stand the specified cyclic operation without fatigue failure
shall be detérmined as provided in this subsubparagraph.
The detépmination shall be made on the basis of the
stresses)at a point, and the allowable stress cycles
shall’ be adequate for the specified normal loads at
every point. Only the stress differences due to operation
eycles as specified in the Design Specifications need be
considered. Compliance with these requirements
means only that the component is suitable from the stand-
point of possible fatigue failure; complete suitability for
the specified normal loads is also dependent on meeting
the general stress limits of WB-3222 and any applicable
special stress limits of WB-3227.

(1) Stress Differences. For each normal load, deter-
mine the stress differences and the alternating stress
intensity S,y in accordance with WB-3216.

(2) Local Structural Discontinuities. These effects
shall be evaluated for all conditions using stress concen-
tration factors determined from theoretical, experimental,
or photoelastic studies, or numerical stress analysis tech-
niques. Experimentally determined fatigue strength
reduction factors may be used when determined in accor-
dance with the procedures of Section 11l Appendices, Man-
datory Appendix 1], II-1600, except for high strength alloy
steel bolting for which the requirements of WB-3232.4(c)
shall apply when using the design fatigue curve of Section
III Appendices, Mandatory Appendix I, Figure 1-9.4. No
fatigue strength reduction factor greater than five need
be used.

(3) Design Fatigue Curves. Section III Appendices,
Mandatory Appendix I, contains the applicable fatigue
design curves for the materials permitted by this Subsec-
tion. When more than one curve is presented for a given
material, the applicability of each is identified. Where
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curves for various strength levels of a material are given,
linear interpolation may be used for intermediate strength
levels of these materials. The strength level is the specified
minimum room temperature value.

(4) Effect of Elastic Modulus. Multiply S, (as deter-
mined in WB-3216.1 or WB-3216.2) by the ratio of the
modulus of elasticity given on the design fatigue curve
to the value of the modulus of elasticity used in the
analysis. Enter the applicable design fatigue curve of
Section III Appendices, Mandatory Appendix I at this
value on the ordinate axis and find the corresponding
number of cycles on the abscissa. If the operating cycle
being considered is the only one which produces signifi-
cant fluctuating stresses, this is the allowable number of
cycles.

(5) Cumulative Damage. If there are two or more
types of stress cycle that produce significant stresses,
their cumulative effect shall be evaluated as stipulated
in Steps 1 through 6 below.

Step 1. Designate the specified number of times
each type of stress cycle of types 1, 2, 3, .., n, will be
repeated during the life of the component as ny, ny, ns,
.., Ny, respectively.

NOTE: In determining ny, ny, ns, .., n, consideration shall be
given to the superposition of cycles of various origins that
produce a total stress difference range greater than the
stress difference ranges of the individual cycles. For example,
if one type of stress cycle produces 1,000 cycles of a stress differ:
ence variation from zero to +60,000 psi (+414 MPa) and another
type of stress cycle produces 10,000 cycles of a stress difference
variation from zero to -50,000 psi (-345 MPa), the two types of
cycle to be considered are defined by the following parameters:

(a) for type 1 cycle, n; =¢2,000 and
Sain = (60,000 + 50,000)/2 = 55,000 psi;
(b) fortype 2 cycle, n, =9,000 and S,y = (50,000 + 0)/

2 = 25,000 psi.

Step 2. For each type of stress cycle, determine the
alternating stress intensity Sit by the procedures of
WB-3216.1 or WB-3216.2above. Call these quantities
Saltl' SaltZ: Salt3' " Saltn'

Step 3. For each'walue S,¢1, Saiez, Sais « Saltn, USE
the applicable design fatigue curve to determine the
maximum numberof repetitions that would be allowable
if this type of cycle were the only one acting. Call these
values N]_, Nz, N3, vy Nn_

Step 4. For each type of stress cycle, calculate the
usage\factors Uy, Uy, U3, ..., Uy, from Uy =ny /Ny, Uy = ny /No,
U3 = n3/N3, .y Un = nn/N,,.

Step 5. Calculate the cumulative usage factor U
from U=U; + Uy, + U3 + ... + U,

Step 6. The cumulative usage factor U shall not
exceed 1.0.

WB-3222.10 Deformation Limits. Any deformation
limits prescribed by the Design Specifications, such as
those intended to limit leakage, shall be satisfied.

WB-3222.11 Thermal Stress Ratchet. It should be
noted that under certain combinations of steady state
and cyclicloadings there is a possibility of large distortions
developingas the result of ratchet action; that s, the defor-
mation increases by a nearly equal amount for each cycle.
Examples of this phenomenon are treated in this subpar-
agraph and in WB-3227.3.

(a) The limiting value of the maximum cyclic thermal
stress permitted in a portion of an axisymmetric shell
loaded by steady state internal pressure ip~ofder to
prevent cyclic growth in diameter is as follows. Let

X = maximum general membrane §tress due to pres-
sure divided by the yield strength, S,
y’ = maximum allowable range of thermal stress
computed on an elastic basis divided by the
yield strength, S,
NOTE: Forboth xand ysitispermissible to use 1.5S,, whenever it

is greater than S,.

(1) Case Inlinear variation of temperature through
the wall

y' = dyYxfor 0 < x < 0.5
y . &/4(1 -x) for 0.5 <x< 1.0

(2) Case 2: parabolic, constantly increasing or
constantly decreasing, variation of temperature
through the wall

!

y

5.2(1-x) for 0.615 < x< 1.0 and, approximately, for
x < 0.615 as follows:

y’ = 4.65,3.55,and 2.70, for x= 0.3, 0.4, and 0.5, respec-
tively.

(b) Use of yield strength, S,, in the above relations
instead of the proportional limit allows a small amount
of growth during each cycle until strain hardening
raises the proportional limit to S,. If the yield strength
of the material is higher than 2 times the S, value for
the maximum number of cycles on the applicable
fatigue curve of Section IIl Appendices, Mandatory Appen-
dix I for the material, the latter value shall be used if there
is to be a large number of cycles because strain softening
may occur.

WB-3224 Level D Service Limits

(a) Level D Service Limits [WA-2123.4(b)(3)] are those
limits that must be satisfied for accident loadings
(WB-3113) stated in the Design Specification.

(b) Any deformation limits prescribed by the Design
Specification for accident loadings, such as those to
limit leakage from mechanical or thermal accidents
(e.g., hypothetical fire event), shall be satisfied.
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WB-3224.1 Elastic Analysis. The stress intensity limits
that must be satisfied for accident loadings stated in the
Design Specification are the Level D Service Limits of this
paragraph and in Figure WB-3224.1-1 for elastic analysis.
The design stress intensity values §,, are given by
WB-3229.

(a) The general primary membrane stress intensity P,
shall not exceed the lesser of 2.4S,,, and 0.7S,, for austenitic
steel, high-nickel alloy, and copper-nickel alloy materials
included in Section II, Part D, Subpart 1, Tables 2A and 2B,
or 0.7S, for ferritic steel materials included in Section II,
Part D, Subpart 1, Table 2A.

(b) The local primary membrane stress intensity P,
shall not exceed 150% of the limit for general primary
membrane stress intensity P, but not greater than 1.0S,.

(c) The primary membrane (general or local) plus
primary bending stress intensity, (P, or P;) + Pj, shall
not exceed 150% of the limit for general primary
membrane stress intensity P,,, but not greater than
1.0S,. For other than solid rectangular sections, considera-
tion of the factor a as discussed in WB-3221.4 shall be
incorporated into the stress evaluation. The « factor is
not permitted for Level D Service Limits when inelastic
component analysis is used as permitted in Section III
Appendices, Mandatory Appendix XXVII.

(d) The average primary shear across a section loaded
in pure shear shall not exceed 0.42S,,.

(e) Forcompressiveloads, Section IIl Appendices, Man-
datory Appendix XXVII shall be used.

WB-3224.2 Plastic Analysis. The plastic analysis rules
contained in Section III Appendices, Mandatory Appéndix
XXVII may be used to evaluate primary stresses résulting
from accident loadings, provided the requirements of
WB-3224(b) are satisfied.

WB-3224.3 Alternative Strain-Based Acceptance
Criteria. In lieu of the requiremeénts provided in
WB-3224.1 or WB-3224.2, the'requirements of
WB-3700 may be used to evaluate’inelastic containment
responses to energy-limitedcdynamic events.

WB-3225 Testing Limits

The evaluation of-pressure test loadings [WB-3113]
shall be in accordance with (a) through (d) below.

(a) The containments shall be subjected to an internal
pressure (test: The general primary membrane stress
intensity, P,, produced in the containment during the
test Shall not exceed 90% of the tabulated yield strength
S,\ab test temperature.

(b) For pressure tested containments, the primary
membrane plus bending stress intensity P,, + P, shall
not exceed the applicable limits given in (1) or (2) below:

(1) For P, < 0.67S,

B, + P, < 1355,

(2) For 0.67S, < P,, < 0.90S,

By + Pp < (2158, - 128,)
where

S, = the tabulated yield strength at test temperature

(c) Additional tests may be specified in the Design Spe¢-
ification. Stresses produced in the containment by such
tests shall not exceed the limits specified for normalload-
ings (Figure WB-3222-1).

(d) Tests, with the exception of either the first 10
hydrostatic tests in accordance with WB%6220, the first
10 pneumatic tests in accordance with WB-6320, or
any combination of 10 such tests;shall be considered
in the fatigue evaluation of thie‘component. In this
fatigue evaluation, the limits on the primary plus
secondary stress intensity.ratige (WB-3222.6) may be
taken as the larger of 8§}, or 25, when at least one
extreme of the stress, itensity range is determined by
the test loadings.

WB-3227 Special Stress Limits

The following deviations from the basic stress limits are
provided, to cover special Design and Operating Loadings
or configurations. Some of these deviations are more
restrictive, and some are less restrictive, than the basic
Stress limits. In cases of conflict between these require-
ments and the basic stress limits, the rules of WB-3227
take precedence for the particular situations to which they

apply.
WB-3227.1 Bearing Loads.

(a) The average bearing stress for resistance to
crushing under the maximum load, experienced as a
result of Design Loadings, Test Loadings, or Operating
Loadings, except those for which Level D Service
Limits are designated, shall be limited to S, at temperature,
except that when the distance to a free edge is larger than
the distance over which the bearing load is applied, a
stress of 1.55, at temperature is permitted. For clad
surfaces, the yield strength of the base metal may be
used if, when calculating the bearing stress, the
bearing area is taken as the lesser of the actual contact
area or the area of the base metal supporting the
contact surface.

(b) When bearing loads are applied near free edges,
such as at a protruding ledge, the possibility of a shear
failure shall be considered. In the case of load-controlled
stress only (WB-3213.12), the average shear stress shall
be limited to 0.6S,,. In the case of load-controlled stress
plus secondary stress (WB-3213.9), the average shear
stress shall not exceed (1) or (2) below:

(1) for material to which Section I, Part D, Subpart 1,
Table 2A, Note G7 or Table 2B, Note G1, applies, the lower

(2o

76

£QACcC 1000 e Walled el 4t 4
Ul U-JJy dal 1UU 1" (00 LJ dliu U.U7/ de al CHIpcldatulc,


https://asmenormdoc.com/api2/?name=ASME BPVC.III.3 (ASME BPVC Section 3 Division 3) 2021.pdf

LL

—~

Legend:

:) = Allowable value
:l = Calculated value
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Figure WB-3224.1-1
Stress Categories and Limits of Stress Intensity for Accident Loadings for Elastic Analysis

Stress Category

Primary [Note (2)]

General Membrane

Local Membrane

Bending

Description(for examples,
see Table'WB-3217-1)

Average primary stress
across solid section.
Excludes discontinuities
and concentrations.
Produced by pressure and
mechanical loads.

Average stress across any
solid section. Considers
discontinuities but not
concentrations. Produced
by pressure and mechanical
loads, including inertia
effects.

Component of primary stress propor-
tional to distance from centroid of
solid section. Excluding dis-continu-
ities and concentrations. Produced
by pressure and mechanical loads,
including inertia effects.

Symbol P P, Py
[Note (1)1 WB-3213.6 and WB-3213.8 WB-3213.10 WB-3213.7 and WB-3213.8
Combination of stress
c'on.'lponents anq aIIov.va.\bIe @ @
limits of stress intensities
[Note (31 [Note (3)]
v

Y
>, or P+ P, @

[Note (4)] [Note (3)]

) The symbols P,, P;, and P, do not represent single quantities, but sets of six quantities representing the_six stress components: o, 0}, 0, Ti, Tjp, Tre
) For configurations where compressive stresses occur, the stress limits shall be revised to take into account’critical buckling stresses [WB-3211(c)].
) Use the lesser of the values specified.
}) Allowable values shown are for a solid rectangular section. See WB-3224.1(c) for other than a solid rectangular”seetion.

(21)
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(2) for all other materials, 0.5S, at temperature.

For clad surfaces, if the configuration or thickness is
such that a shear failure could occur entirely within
the clad material, the allowable shear stress for the clad-
ding shall be determined from the properties of the
equivalent wrought material. If the configuration is
such that a shear failure could occur across a path that
is partially base metal and partially clad material, the
allowable shear stresses for each material shall be
used when evaluating the combined resistance to this
type of failure.

(c) When considering bearing stresses in pins and
similar members, the S, at temperature value is applicable,
except thatavalue of 1.55, may be used if no creditis given
to bearing area within one pin diameter from a plate edge.

WB-3227.2 Pure Shear.

(a) The average primary shear stress across a section
loaded in pure shear, experienced as a result of Design
Loadings, Test Loadings, or Operating Loadings except
those for which Level D Service Limits are designated
(for example, keys, shear rings, screw threads), shall
be limited to 0.6S,,.

(b) The maximum primary shear that is experienced as
a result of Design Loadings, Test Loadings, or Operating
Loadings (except those for which Level D Service Limits
are designated), exclusive of stress concentration, at the
periphery of a solid circular section in torsion shall be
limited to 0.8S,,.

(c) Primary plus secondary and peak shear stresses
shall be converted to stress intensities (equal to/two
times the pure shear stress) and as such shall not
exceed the basic stress limits of WB-3222.6 and
WB-3222.9.

WB-3227.3 Progressive Distortion of Nonintegral
Connections. Screwed on caps, screwed' in plugs, shear
ring closures, and breech lock closures are examples of
nonintegral connections that aré’subject to failure by
bell mouthing or other types,of progressive deformation.
If any combination of applied1oads (including Test Loads)
produces yielding, such-joints are subject to ratcheting
because the mating'nmiembers may become loose at the
end of each complete operating cycle and start the
next cycle in a.new relationship with each other, with
or without manual manipulation. Additional distortion
may occurin each cycle so that interlocking parts,
such a$ threads, can eventually lose engagement. There-
fore,_primary plus secondary stress intensities
(WB-3222.6), which result in slippage between the
parts of a nonintegral connection in which disengagement
could occur as a result of progressive distortion, shall be
limited to the value S, (Section II, Part D, Subpart 2, Table
Y-1).

WB-3227.4 Triaxial Stresses. The algebraic sum of the
three primary principal stresses (o1 + 0, + 03) shall not
exceed four times the tabulated value of S, except for
accident loadings.

WB-3227.5 Applications of Elastic Analysis for
Stresses Beyond the Yield Strength. Certain of the allow-
able stresses permitted in the design criteria are such that
the maximum stress calculated on an elastic basis may
exceed the yield strength of the material. The limiton
primary plus secondary stress intensity of 3S,,
(WB-3222.6) has been placed at a level that'ensures
shakedown to elastic action after a few repetitions of
the stress cycle, except in regions containing significant
local structural discontinuities or local.thermal stresses.
These last two factors are considered-only in the perfor-
mance of a fatigue evaluation. Therefore:

(a) In evaluating stresses_for comparison with the
stress limits on other than-fatigue allowables, stresses
shall be calculated on an-elastic basis.

(b) In evaluating stresses for comparison with fatigue
allowables, all stresses except those that result from local
thermal stresses\\WB-3213.13(b)] shall be evaluated on
an elastic ba§is, In evaluating local thermal stresses, the
elastic equations shall be used, except that the numerical
value substituted for Poisson’s ratio shall be determined
from the expression:

v=205-02 (Sy/Sa), but not less than 0.3

where

Sa

alternating stress intensity determined in
WB-3222.9(e) prior to the elastic modulus adjust-
ment in WB-3222.9(e)(4)

yield strength of the material at the mean value of
the temperature of the cycle

WB-3229 Design Stress Values

The design stress intensity values S, are given in
Section II, Part D, Subpart 1, Tables 2A and 2B for compo-
nent materials. Values for intermediate temperatures may
be found by interpolation. These form the basis for the
various stress limits. Values of yield strength are given
in Section II, Part D, Subpart 2, Table Y-1. Values of
the coefficient of thermal expansion are in Section II,
Part D, Subpart 2, Tables TE, and values of the
modulus of elasticity are in Section II, Part D, Subpart
2, Tables TM. The basis for establishing stress values is
given in Section III Appendices, Mandatory Appendix
[II. The design fatigue curves used in conjunction with
WB-3222.9 are those of Section [1l Appendices, Mandatory
Appendix L
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WB-3230 STRESS LIMITS FOR BOLTS

The evaluation of bolting requires a number of analysis
considerations, including (a) through (f) below and the
criteria specified in this subsubarticle for the loads
imposed.

(a) When gaskets are used for preservice testing only,
the design is satisfactory if WB-3231 requirements are
satisfied for m = y = 0, and the requirements of
WB-3232 are satisfied when the appropriate m and y
factors are used for the test gasket.

(b) The membrane and bending stresses in the bolt
produced by thermal expansion due to differences in
the temperature or thermal expansion coefficients,
shall be treated as primary stresses in bolting analysis.

(c) The bolting analysis shall consider the effects of
loading eccentricities due to puncture loads and eccentric
impact loads.

(d) The bolting analysis shall consider prying effects,
which cause amplification of the bolt loads due to rotation
of the closure surfaces.

(e) Bolting analysis shall consider bolt preload appli-
cation methodology and resulting bolt forces.

(f) Gasket characteristics and leak tightness require-
ments shall be considered in the bolting analysis.

WB-3231 Design Limits

The number and cross-sectional area of bolts required
to resist the Design Pressure shall be determined in accor-
dance with the procedures of Section III Appendices,Non-
mandatory Appendix E, using the larger of the boltdoads,
given by the equations of Section III Appendices, Nonman-
datory Appendix E, as a Design Mechanigal\load. The
stress limits shall utilize the values given in Section II,
Part D, Subpart 1, Table 4 for boltingimaterial.

WB-3232 Level A Service Limits

Actual stresses in bolts, such-as those produced by the
combination of preload, pressure, and differential thermal
expansion, may be higherthan the values given in Section
I, Part D, Subpart 1,(Table 4.

WB-3232.1 Average Stress. The maximum value of
stress, averaged across the bolt cross section and
neglecting Stress concentrations, shall not exceed two-
thirds ¢f'the yield strength values, S,, of Section II,
Part D, Subpart 1, Table Y-1.

WB-3232.2 Shear Stress. The average bolt shear stress
expressed in terms of available shear stress area shall not
exceed 40% of the yield strength values, S,, (at tempera-
ture) of Section II, Part D, Subpart 1, Table Y-1.

WB-3232.3 Maximum Stress. The maximum value of
stress, except as restricted by WB-3232.4(b), at the
periphery of the bolt cross section resulting from
direct tension plus bending and neglecting stress concen-
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Section II, Part D, Subpart 1, Table Y-1. Stress intensity,
rather than maximum stress, shall be limited to this value
when the bolts are tightened by methods other than
heaters, stretchers, or other means which minimize resi-
dual torsion.

WB-3232.4 Fatigue Analysis of Bolts. Unless the
components on which they are installed meet all the con-
ditions of WB-3222.9(d) and thus require no fatigue
analysis, the suitability of bolts for cyclic service shall
be determined in accordance with the procedures of
(a) through (e) below. Thermal stress ratchét'shall be eval-
uated in accordance with WB-3222.11.

(a) Bolting Having Less Than 100.0 ksi (689 MPa)
Tensile Strength. Bolts made of material which has speci-
fied minimum tensile strength-of tess than 100.0 ksi (689
MPa) shall be evaluated for €yelic service by the methods
of WB-3222.9(e), using théapplicable design fatigue curve
of Section III Appendices; Mandatory Appendix I and an
appropriate fatigue strength reduction factor [see (c)].

(b) High StrengthAlloy Steel Bolting. High strength alloy
steel bolts and studs may be evaluated for cyclic service by
the methods\of WB-3222.9(e) using the design fatigue
curve of(Section III Appendices, Mandatory Appendix I,
provided:

(1) the maximum value of the stress (WB-3232.3) at
thevperiphery of the bolt cross section, resulting from
direct tension plus bending and neglecting stress concen-
tration, shall not exceed 0.9S, if the higher of the two
fatigue design curves given in Section IIl Appendices, Man-
datory Appendix I, Figure 1-9.4 is used. The 2/35y limit for
direct tension is unchanged.

(2) threads shall be of a Vee-type having a minimum
thread root radius no smaller than 0.003 in. (0.08 mm).

(3) fillet radii at the end of the shank shall be such
that the ratio of fillet radius to shank diameter is not less
than 0.060.

(c) Fatigue Strength Reduction Factor (WB-3213.17).
Unless it can be shown by analysis or tests that a
lower value is appropriate, the fatigue strength reduction
factor used in the fatigue evaluation of threaded members
shall be notless than 4.0 for the threaded region. However,
when applying the rules of (b) for high strength alloy steel
bolts, the value used shall be not less than 4.0 for the
threaded region.

(d) Effect of Elastic Modulus. Multiply S,i: (as deter-
mined in WB-3216.1 or WB-3216.2) by the ratio of the
modulus of elasticity given on the design fatigue curve
to the value of the modulus of elasticity used in the
analysis. Enter the applicable design fatigue curve at
this value on the ordinate axis and find the corresponding
number of cycles on the abscissa. If the cyclic operation
being considered is the only one which produces signifi-
cant fluctuating stresses, this is the allowable number of
cycles.
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(e) Cumulative Damage. The bolts shall be acceptable
for the specified cyclic application of loads and thermal
stresses provided the cumulative usage factor U, as deter-
mined in WB-3222.9(e)(5), does not exceed 1.0.

WB-3234 Level D Service Limits

(a) The rules contained in Section III Appendices, Man-
datory Appendix XXVII shall be used in evaluating loadings
for which Level D Service Limits are specified, indepen-
dently of all other loadings.

(b) If leak tightness of the closure is required by the
Design Specification (WB-3134) under impact loads,
the analysis of the bolting shall also demonstrate that
no yielding occurs in the bolt or sealing surface materials.
This requirement may be satisfied by using the rules of
WB-3232.

(c) The potential unloading of closure lid bolts due to
events where high temperatures (e.g., hypothetical fire
accident) may occur shall be evaluated to ensure that
the leak tightness requirements specified in the Design
Specification (WB-3134) are satisfied.

WB-3235 Testing Limits

Bolts shall not yield for test conditions.

WB-3236 Design Stress Intensity Values

The design stress intensity values S,, are given in
Section II, Part D, Subpart 1, Table 4 for bolting.
Values for intermediate temperatures may be found by
interpolation.

WB-3240 NOZZLES OR OPENINGS

(a) The rules for nozzles or openings are.given in (1)
through (5) below, where R is the mean radius and t is the
nominal thickness of the containmentshell or head at the
location of the nozzle or opening; and\locally stressed area
means any area in the containment where the primary
local membrane stress exceeds™1.1S,,,.

(1) A single nozzle o6t-0pening shall not have a
diameter exceeding 0.2«/R¢ or NPS 2 (DN 50), whichever
is smaller. Nozzles ghall be self-reinforcing.

(2) 1f there are two or more nozzles or openings
within any cirele of diameter 2.5+/Rt, the sum of the
diameters,of such nozzles or openings shall not exceed
0.25+/Rt=

(3)-No two nozzles or openings shall have their
centers closer to each other, measured on the inside of
the“containment wall, than 1.5 times the sum of their
diameters.

(4) No nozzle or opening shall have its center closer
than 2.5+/Rt to the edge of a locally stressed area in the
shell.

(5) Nozzles or openings shall be such that there are
substantially no significant external load or reactions on
the nozzle(s).

(b) Any nozzle or opening not meeting the require-
ments in (a) above shall meet the requirements of
WB-3220.

WB-3250 DESIGN OF WELDED CONSTRUCTION
WB-3251 Welded Joint Category

The term Category defines the location of a jgint in a
containment, but not the type of joint. The ccategories
established are for use in specifying specialréquirements
regarding joint type and degree of examination for certain
welded joints. Since these special requirements, which are
based on service, material, and thiékness, do not apply to
every welded joint, only those joints to which special re-
quirements apply are included in the categories. The
special requirements applyto joints of a given category
only when specifically Stated. The joints included in each
category are designated-as joints of Categories A, B, C, and
D. Figure WB-3251+1 illustrates typical joint locations
included in each.category.

WB-3251.1 Category A. Category A comprises longitu-
dinal welded joints within the main containment shell,
trapsitions in diameter, any welded joint within a
sphere, within a formed or flat head, or within the side
plates of a flat sided containment; and circumferential
welded joints connecting hemispherical heads to main
containment shells, or transitions in diameters.

WB-3251.2 Category B. Category B comprises circum-
ferential welded joints within the main containment shell
or transitions in diameter, including joints between the
transition and a cylinder at either the large or small
end; and circumferential welded joints connecting
formed heads other than hemispherical to main shells.

WB-3251.3 Category C. Category C comprises welded
joints connecting flanges or flat heads to main contain-
ment shell, to formed heads, or to transitions in diameter,
any welded joint connecting one side plate to another side
plate of a flat sided containment.

WB-3251.4 Category D. Category D comprises welded
joints connecting integral attachments or protrusions to
main containment shells, to spheres, to transitions in
diameter, to heads, or to flat sided containments.

WB-3252 Permissible Types of Welded Joints

The design of the containment shall meet the require-
ments for each category of joint. Butt joints are full pene-
tration joints between plates or other elements that lie
approximately in the same plane. Figure WB-3252-1
shows typical butt welds for each category joint.
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Figure WB-3251-1
Welded Joint Locations Typical of Categories A, B, C, and D
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WB-3252.1 Joints of Category A. All welded joints of
Category A as defined in WB-3251 shall meet the fabrica-
tion requirements of WB-4241 and shall be capable of
being examined in accordance with WB-5210.

WB-3252.2 Joints of Category B. All welded joints of
Category B as defined in WB-3251 shall meet the fabrica-
tion requirements of WB-4242 and shall be capable of
being examined in accordance with WB-5220. When
joints with opposing lips to form an integral backing
strip or joints with backing strips not later removed
are used, the suitability for cyclic operation shall be
analyzed by the method of WB-3222.9 using a fatigue
strength reduction factor of not less than 2.

WB-3252.3 Joints of Category C. All wélded joints of
Category C, as defined in WB-3251, shall meet the fabrica-
tion requirements of WB-4243 and shall be capable of
being examined in accordaneé’/with WB-5230.
Minimum dimensions of the welds and throat thickness
shall be as shown in Figure WB-4243-1 for (a) and (b)
below, where:

(a) for forged flat heads and forged flanges with the
weld preparation bevel angle not greater than 45 deg
measured from the-face:

t t, = nominal thicknesses of welded parts
t. =, 09¢t, or ¥, in. (6 mm), whichever is less
tw(=.t;/2 or t/4, whichever is less
(b) for all other material forms and for forged flat

heads, and forged flanges with the weld preparation
bevel angle greater than 45 deg measured from the face:

t t, = nominal thicknesses of welded parts
t. = 0.7t, or ¥, in. (6 mm), whichever is less
tw = t, or t/2, whichever is less

WB-3252.4 Joints’of Category D. All welded joints of
Category D, as defined in WB-3251, shall be in accordance
with the requirements of one of (a) through (f) below.

(a) Full Penetration Welds. Full penetration welds, as
shown in Figures WB-4244(a)-1, WB-4244(b)-1, and
WB-4244C)-1 may be used [except as otherwise provided
in (b)) for the purposes of achieving continuity of metal
and facilitating the required radiographic examination.
When all or part of the required reinforcement is attribu-
table to the connecting item, the connecting items shall be
attached by full penetration welds through either the
containment shell or head, the thickness of the connecting
item, or both.

(b) Partial Penetration Welds

(1) Partial penetration welds, as shown in
Figure WB-4244(d)-1, are allowed only for connecting
items on which there are substantially no reaction
loads, such as openings for instrumentation. For such
connecting items, all reinforcement shall be integral
with the portion of the containment boundary penetrated.
Partial penetration welds shall be of sufficient size to
develop the full strength of the connecting items.
Connecting items attached by partial penetration welds
shall have an interference fit or a maximum diametric
clearance between the item and the containment
boundary penetration of

(-a) 0.010 in. (0.25 mm) for d < 1 in. (25 mm)

(-b) 0.020in.(0.50 mm)for1in.(25mm)<d<4in.
(100 mm)

(-¢) 0.030 in. (0.76 mm) for d > 4 in. (100 mm)
where d is the outside diameter of the item, except that the
above limits on maximum clearance need not be met for
the full length of the opening, provided there is a region at
the weld preparation and a region near the end of the
opening opposite the weld that does meet the above
limits on maximum clearance, and the latter region is
extensive enough (not necessarily continuous) to
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Figure WB-3252-1
Typical Butt Joints

Category A Butt Joint

¥

T

Category B Butt Joint

Category C Butt Joint

Category D Butt Joint

provide a positive stop for deflection of the connecting
item.

(2)-In-satisfying the limit of WB-3222.6, the stress
intensities resulting from pressure-induced strains (dila-
tiomof hole) may be treated as secondary in the pene-
trating part of partial penetration welded construction,
provided the requirements of (f) and Figure
WB-4244(d)-1 are fulfilled.

(c) Butt-Welded Connections. Connections shall meet
the fabrication requirements of WB-4244(a) and shall
be capable of being examined in accordance with

WB-5242. The minimum dimensions and geometrical re-
quirements of Figure WB-4244(a)-1 shall be met, where

r1 = Yt or ¥, in. (19 mm), whichever is less
r, = % in. (6 mm) minimum
t = nominal thickness of part penetrated
t, = nominal thickness of penetrating part
(d) Full Penetration Corner-Welded Connections.

Connections shall meet the fabrication requirements of
WB-4244(b) and shall be capable of being examined as
required in WB-5243. The minimum dimensions of

et o
HEE—WieTe
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r1 = Ytor ¥, in. (19 mm), whichever is less
r, = Y% in. (6 mm) minimum
t = nominal thickness of part penetrated

t. = 0.7t, or ¥, in. (6 mm), whichever is less
nominal thickness of penetrating part

(e) Use of Deposited Weld Metal for Openings and
Connections

(1) Connections shall meet the fabrication require-
ments of WB-4244(c) and shall be capable of being exam-
ined in accordance with WB-5244.

(2) When the deposited weld metal is used as rein-
forcement, the coefficients of thermal expansion of the
base metal, the weld metal, and the connection shall
not differ by more than 15% of the lowest coefficient
involved.

(3) The minimum dimensions of Figure
WB-4244(c)-1 shall be met, where

Y4t or ¥, in. (19 mm), whichever is less
nominal thickness of part penetrated
t. = 0.7t, or ¥ in. (6 mm), whichever is less
nominal thickness of penetrating part

~
Inn

(4) The corners of the end of each connection
extending less than ,/dt, beyond the inner surface of

the part penetrated shall be rounded to a radius of
one-half the thickness ¢, of the connection or %, in. (19
mm), whichever is smaller.
(f) Attachment of Connections Using Partial Penetrqtion

Welds

(1) Partial penetration welds used for connections as
permitted in (b) shall meet the fabrication requirements of
WB-4244(d) and shall be capable of being examined in
accordance with the requirements of WB-5245.

(2) The minimum dim&nsions of Figure
WB-4244(d)-1 shall be met where

d = outside diameter of-the connecting item
r1 = Y%t, or % in. (195mm), whichever is less
t = nominal thickness of part penetrated

t. = 0.7t, or %~n. (6 mm), whichever is less
nominal thickness of penetrating part

(3) /The corners of the end of each connecting item,
extending’less than \/d_tn beyond the inner surface of the
paft penetrated, shall be rounded to a radius of one-half of
the thickness t, of the penetrating part or %, in. (19 mm),
whichever is smaller.

(4) Weld groove design for partial penetration joints
attaching connecting item may require special considera-
tion to achieve the minimum depth of weld and adequate
access for welding examination. The welds shown in the
sketches of Figure WB-4244(d)-1 may be on either the
inside or the outside of the containment shell. Weld

preparation may be J-groove, as shown in the figures,
or straight bevel.

(5) A fatigue strength reduction factor of not less
than four shall be used when fatigue analysis is required.

WB-3254 Structural Attachment Welds

Welds for structural attachments shall meet the ré-
quirements of WB-4430.

WB-3255 Welding Grooves

The dimensions and shape of the edges to-be joined shall
be such as to permit complete fusion.and complete joint
penetration, except as otherwise permitted in WB-3252.4.

WB-3256 Thermal Treatment

All containments and centainment parts shall be given
the appropriate postweldvheat treatment prescribed in
WB-4620.

WB-3260 SPECIAL CONTAINMENT
REQUIREMENTS

WB-3261 )Category A or Category B Joints Between
Sections of Unequal Thickness

I’ general, a tapered transition section as shown in
Efgure WB-3261-1, which is a type of gross structural
discontinuity (WB-3213.2), shall be provided at joints
of Categories A and B between sections that differ in thick-
ness by more than one-fourth the thickness of the thinner
section. The transition section may be formed by any
process that will provide a uniform taper. An ellipsoidal
or hemispherical head that has a greater thickness than a
cylinder of the same inside diameter may be machined to
the outside diameter of the cylinder, provided the
remaining thickness is at least as great as that required
for a shell of the same diameter. A uniform taper is not
required for flanged hubs. The adequacy of the transition
shall be evaluated by stress analysis. Stress intensity
limitations are given in WB-3220. The requirements of
this paragraph do not apply to flange hubs.

WB-3262 Category C Weld Joints for Flat Heads
With Hubs

Hubs for butt welding to the adjacent shell, head, or
other containment part, as in Figure WB-4243-2, shall
not be machined from rolled plate. The component
having the hub shall be forged in such a manner as to
provide in the hub the full minimum tensile strength
and elongation specified for the material, in a direction
parallel to the axis of the vessel. Proof of this shall be fur-
nished by a tension test specimen (subsize if necessary)
taken in this direction and as close to the hub as is prac-
tical. In Figure WB-4243-2, the minimum dimensions are
as follows:
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Figure WB-3261-1
Category A and B Joints Between Sections of Unequal

Thickness
/\:’-Lﬁ ,'\"\"\",A ha
/ 2 7
A <YL > <O
\ \ \l s AR
\ \ Y v \\ \
! Heads \ N
thinner \\
/ than shell o
Taper
may be
LAY inside or
rh- outside
Tangent
I line
"

{a) (b)

{c)

GENERAL NOTE: Length of taper may include the width of the weld.

(a) sketch (a), r not less than 1.5t,

(b) sketch (b),r notlessthan 1.5¢,, and enotlessthant,

(c) sketch (c), r not less than 1.5¢,

(d) sketch (d), tr notless than 2t, and rnotless than 3¢,

(e) sketch (e), t notless than 2t,, rnotless than 3¢5 and
e not less than ¢

WB-3700 STRAIN-BASED ACCEPTANCE
CRITERIA

The strain-based acceptance criteria are applicable only
to the metallic containments of transportatioli-packagings
subject to energy-limited dynamic events: It is not the
intent of this subarticle to permit significant regions or
major portions of the containfment to experiences
strains at or near the limits of these strain-based accep-
tance criteria without consideration of the overall compo-
nent deformation. These strain-based acceptance criteria
are established to addréss'the regions of the containment
that experience high strains due to the effects of direct
impacts. Deformation limits, if any, provided in the
Design Specification shall be satisfied.

Section IlIlNAppendices, Nonmandatory Appendix FF
provides the strain-based acceptance criteria.
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ARTICLE WB-4000
FABRICATION

WB-4100 GENERAL REQUIREMENTS
WB-4110 INTRODUCTION

Containments shall be fabricated and installed in accor-
dance with the requirements of this Article and shall be
manufactured from materials that meet the requirements
of Article WB-2000.

WB-4120 CERTIFICATION OF MATERIALS AND
FABRICATION BY CERTIFICATE HOLDER

WB-4121 Means of Certification

The Certificate Holder for a containment shall certify, by
application of the Certification Mark and completion of the
appropriate Data Report in accordance with
Article WA-8000, that the materials used comply with
the requirements of Article WB-2000 and that the fabrica-
tion complies with the requirements of this Article.

WB-4121.1 Certification of Treatments, Testsxand
Examinations. If the Certificate Holder or Subcontractor
performs treatments, tests, repairs, or examinations
required by this Division, the NPT or N3’ Certificate
Holder shall certify that this requirement has been fulfilled
(WA-3800 or WA-8410). Reports of allrequired treat-
ments and of the results of all required tests, repairs,
and examinations performed shall be available to the
Inspector.

WB-4121.2 Repetition of Tensile or Impact Tests. If
during the fabricationxof the containment the material
is subjected to heat treatment that has not been
covered by treatmeént of the test coupons (WB-2200)
and that may reduce either tensile or impact properties
below the required values, the tensile and impact tests
shall be(repeated by the Certificate Holder on test speci-
mens(taken from test coupons which have been taken and
tréated in accordance with the requirements of Article
WB-2000.

WB-4121.3 Repetition of Surface Examination After
Machining. If, during the fabrication of a containment,
materials are machined, then the Certificate Holder
shall reexamine the surface of the material in accordance
with WB-2500 when:

(a) the surface was required to be examined by the
magnetic particle or liquid penetrant method in accor-
dance with WB-2500; and

(b) the amount of material removed from the surface
exceeds the lesser of % in. (3 mm) 'or-10% of the minimum
required thickness of the iter,

WB-4122 Material Idéntification

(a) Material performing a containment function shall
carry identification¢markings which will remain distin-
guishable until<theé containment is assembled. If the
original identification markings are cut off or the material
is divided,,the marks shall either be transferred to the
parts €ut or a coded marking shall be used to ensure iden-
tification of each piece of material during subsequent
fabrication. In either case, an as-built sketch or a tabula-
tion of materials shall be made identifying each piece of
material with the Certified Material Test Report, where
applicable, and the coded marking. For studs, bolts,
and nuts it is permissible to identify the Certified Material
Test Reports for material in each componentoriteminlieu
of identifying each piece of material with the Certified
Material Test Report and the coded marking. Material
supplied with a Certificate of Compliance, and welding
material, shall be identified and controlled so that they
can be traced to the containment, or else a control proce-
dure shall be employed which ensures that the specified
materials are used.

(b) Material from which the identification marking is
lost shall be treated as nonconforming material until
appropriate tests or other verifications are made and
documented to assure material identification. Testing
is required unless positive identification can be made
by other documented evidence. The material may then
be re-marked upon establishing positive identification.

WB-4122.1 Marking Material. Material shall be marked
in accordance with WB-2150.

WB-4123 Examinations

Visual examination activities that are not referenced for
examination by other specific Code paragraphs, and are
performed solely to verify compliance with requirements
of Article WB-4000, may be performed by the persons who
perform or supervise the work. These visual examinations
are not required to be performed by personnel and
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procedures qualified to WB-5500 and WB-5100, respec-
tively, unless so specified.

WB-4124 Additional Requirements When Strain-
Based Acceptance Criteria Have Been
Implemented

In order to satisfy the strain-based acceptance criteria
of WB-3700 regarding the locations of unique material
heats used in containment fabrication, traceability of
all unique material heats and their specific location(s)
of use shall be established and documented in the final
Design Report and the as-built Design Drawings. This
requirement is only necessary when strain-based accep-
tance criteria have been employed in the design of the
containment.

WB-4125 Testing of Welding Material

All welding material shall meet the requirements of
WB-2400.

WB-4130 REPAIR OF MATERIAL
WB-4131 Elimination and Repair of Defects

Material originally accepted on delivery in which
defects exceeding the limits of WB-2500 are known or
discovered during the process of fabrication is unaccept-
able. The material may be used provided the condition is
corrected in accordance with the requirements of
WB-2500 for the applicable product form, except

(a) the limitation on the depth of the weld repair does
not apply

(b) the time of examination of the weld repairsSito'weld
edge preparations shall be in accordance withhWB-5130

WB-4132 Documentation of Repair Welds of Base
Material

The Certificate Holder whomakes a repair weld
exceeding in depth the lesser of % in. (10 mm) or
10% of the section thickness, shall prepare a report
which shall include a chart which shows the location
and size of the prepared.cavity, the welding material iden-
tification, the welding/procedure, the heat treatment, and
the examinationiresults of repair welds.

WB-4200 JFORMING, FITTING, AND ALIGNING

WB-4210 CUTTING, FORMING, AND BENDING
WB-4211 Cutting

Materials may be cut to shape and size by mechanical
means, such as machining, shearing, chipping, or grinding,
or by thermal cutting.

WB-4211.1 Preheating Before Thermal Cutting. When
thermal cutting is performed to prepare weld joints or
edges, to remove attachments or defective material, or
for any other purpose, consideration shall be given to
preheating the material, using preheat schedules such
as suggested in Section III Appendices, Nonmandatory
Appendix D.

WB-4212 Forming and Bending Processes

Any process may be used to hot or cold form or bend
containment material, including weld metal, provided the
required dimensions are attained (see WB=4214 and
WB-4220), and provided the impact properties of the
material, when required, are not reduced below the
minimum specified values, or they are-effectively restored
by heat treatment following the foerming operation. Hot
forming is defined as formingdyith the material tempera-
ture higher than 100°F (382C) below the lower transfor-
mation temperature of th€)material.

WB-4213 Qualification of Forming Processes for
Impact Property Requirements

A procedure qualification test shall be conducted using
speciments taken from material of the same specification,
gradeoryclass, heat treatment, and with similar impact
properties, as required for the material in the contain-
merit. These specimens shall be subjected to the equiva-
lent forming or bending process and heat treatment as the
material in the containment. Applicable tests shall be
conducted to determine that the required impact proper-
ties of WB-2300 are met after straining.

WB-4213.1 Exemptions. Procedure qualification tests
are not required for materials listed in (a) through (f)
below:

(a) hot formed material, such as forgings, in which the
hot forming is completed by the Material Organization
prior to removal of the impact test specimens;

(b) hot formed material represented by test coupons
required in either WB-2211 or WB-4121.2, which have
been subjected to heat treatment representing the hot
forming procedure and the heat treatments to be
applied to the parts;

(c) material that does not require impact tests in accor-
dance with WB-2300;

(d) material that has a final strain less than 0.5%;

(e) material where the final strain is less than that of a
previously qualified procedure for that material;

(f) material from which the impact testing is required
by WB-2300 is performed on each heat and lot, as appli-
cable, after forming.

WB-4213.2 Procedure Qualification Test. The proce-
dure qualification test shall be performed in the
manner stipulated in (a) through (f) below.
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(a) The tests shall be performed on three different
heats of material both before straining and after straining
and heat treatment to establish the effects of the forming
and subsequent heat treatment operations.

(b) Specimens shall be taken in accordance with the
requirements of Article WB-2000 and shall be taken
from the tension side of the strained material.

(c) The percent strain shall be established by the
following equations:

(1) For cylinders

= —|1
Ry

% strain

(2) For spherical or dished surfaces
7st
Ry

% strain

(3) For pipe

% strain

where

nominal bending radius to the center line of the
pipe, in. (mm)

Ry = final radius to center line of shell, in. (mm)
R, = original radius (equal to infinity for a flat part), in:
(mm)
r = nominal radius of the pipe, in. (mm)
t = nominal thickness, in. (mm)

(d) The procedure qualification shall*simulate the
maximum percent surface strain, empleying a bending
process similar to that used in the fabrication of the mate-
rial or by direct tension on the specimen.

(e) Sufficient C, test specimens shall be taken from each
ofthe three heats of material teséstablish a transition curve
showing both the upper and\lower shelves. On each of the
three heats, tests consisting of three impact specimens
shall be conducted ataminimum of five different tempera-
tures distributed-th¥oughout the transition region. The
upper and lower shelves may be established by the
use of one test specimen for each shelf. Depending on
the productform, it may be necessary to plot the transition
curves using both lateral expansion and energy level data
(WB-2300). In addition, drop weight tests shall be made
when required by WB-2300.

(f) Using the results of the impact test data from each of
three heats, taken both before and after straining, deter-
mine either:

(1) the maximum change in NDT temperature along
with:
(-a) the maximum change oflateral expansion and
energy at the temperature under consideration; or

(-b) the maximum change of temperature at the
lateral expansion and energy levels under consideration;
or

(2) when lateral expansion is the acceptance
criterion (WB-2300), either the maximum change in
temperature or the maximum change in lateral expansion.

WB-4213.3 Acceptance Criteria for Formed Material.
To be acceptable, the formed material used in the compo-
nent shall have impact properties before forming suffi-
cient to compensate for the maximum lossof impact
properties due to the qualified forming processes used.

WB-4213.4 Requalification. A new précedure qualifi-
cation test is required when any of/the cthanges in (a), (b),
or (c) below are made.

(a) The actual postweld“heat treatment time at
temperature is greater than ‘previously qualified consid-
ering WB-2211. If thetmaterial is not postweld heat
treated, the procedure must be qualified without postweld
heat treatment.

(b) The maximum calculated strain of the material
exceeds the previously qualified strain by more than 0.5%.

(c) Preheat over 250°F (120°C) is used in the forming
or bending operation but not followed by a subsequent
postweld heat treatment.

WB-4214 Minimum Thickness of Fabricated
Material

Ifany fabrication operation reduces the thickness below
the minimum required to satisfy the rules of
Article WB-3000, the material may be repaired in accor-
dance with WB-4130.

WB-4220 FORMING TOLERANCES
WB-4221 Tolerance for Containment Shells

Cylindrical or spherical shells of a completed contain-
ment vessel, except formed heads covered by WB-4222,
shall meet the requirements of the following subpara-
graphs at all cross sections, where not further limited
by design.

WB-4221.1 Maximum Difference in Cross-Sectional
Diameters. The difference in inches (millimeters)
between the maximum and minimum diameters at any
cross section shall not exceed the smaller of

(U.S. Customary Units)

D + S0

and —
200 100
(51 Units)
D + 1250 D
_— and —_—
200 0
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Figure WB-4221.1-1
Maximum Difference in Cross-Sectional Diameters

where D is the nominal inside diameter, in. (mm), at the
cross section under consideration. The diameters may be
measured on the inside or outside of the containment cy-
lindrical shell. If measured on the outside, the diameters
shall be corrected for the plate thickness at the cross
section under consideration (Figure WB-4221.1-1).
When the cross section passes through an opening, the
permissible difference in inside diameters given herein
may be increased by 2% of the inside diameter of the
opening.

WB-4221.2 Maximum Deviation From True Theore-
tical Form for External Pressure. Containments designed
for external pressure shall meet the tolerances given in (a)
through (e) below.

(a) The maximum plus or minus deviation from the
true circular form of cylinders or the theoretical form
of other shapes, measured radially on the outside or
inside of the component, shall not exceed the
maximum permissible deviation obtained frem
Figure WB-4221.2(a)-1. Measurements shall be jnade
from a segmental circular template having the(design
inside or outside radius depending on where the measure-
ments are taken and a chord length equal to.twice the arc
length obtained from Figure WB-42212(a)-2. For Figure
WB-4221.2(a)-1, the maximum permissible deviation e
need not be less than 0.3t. For Eigure WB-4221.2(a)-2,
the arc length need not be greater.than 0.30D,. Measure-
ments shall not be taken ontwelds or other raised parts.

(b) Thevalue oft, in., atahy cross section is the nominal
plate thickness less cotpresion allowance for sections of
constant thickness and'the nominal thickness of the thin-
nest plate less corrosion allowance for sections having
plates of more than one thickness.

(c) The valde of L in Figures WB-4221.2(a)-1 and
WB-4224,2(a)-2 is determined by (1) and (2) below.

Figure WB-4221.2(a)-1
Maximum Permissible Deviatione From a True Circular Form
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Figure WB-4221.2(a)-2
Maximum ARC Length for Determining Plus or Minus Deviation
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Design Length + Outside Diameter, L/D,,

(1) For cylinders, L is the total length, in., of the
design length of a containment section, taken as the
largest of the following:

(-a) the distance between'head tangent lines plus
one-third of the depth of eachihead if there are no stif-
fening rings;

(-b) the greatest center-to-center distance
between any two adjacent stiffening rings; or

(-c) the distance from the center of the first stif-
fening ring to thehead tangent line plus one-third of the
depth of the head, all measured parallel to the axis of the
containment, in.

(2)\Eor spheres, L is one-half of the outside diameter
D,, in:

{d) Thedimensions ofacompleted containment may be
brought within the requirements by any process which
will not impair the strength of the material.

(e) Sharp bends and flat spots shall not be permitted
unless provision is made for them in the design.

WB-4221.3 Deviations From Tolerances. Deviations
from the tolerance requirements stipulated in
WB-4221.1 and WB-4221.2 are permitted, provided

the drawings are modified and deviations are reconciled
with the calculations and the licensing documents. Devia-
tions are permitted, provided Design Documents
(WA-3350) and corrective actions are certified by a Certi-
fying Engineer in an addendum to the Design Report.

WB-4221.4 Tolerance Deviations for Containment
Parts Fabricated From Pipe. Containments subjected to
either internal or external pressure and fabricated
from pipe, meeting all other requirements of this Subsec-
tion, may have variations of diameter and deviations from
circularity permitted by the specification for such pipe.

WB-4222 Tolerances for Formed Vessel Heads

The tolerance for formed vessel heads shall be as set
forth in the following subparagraphs.

WB-4222.1 Maximum Difference in Cross-Sectional
Diameters. The skirt or cylindrical end of a formed
head shall be circular to the extent that the difference
in inches (millimeters) between the maximum and
minimum diameters does not exceed the lesser of

89


https://asmenormdoc.com/api2/?name=ASME BPVC.III.3 (ASME BPVC Section 3 Division 3) 2021.pdf

ASME BPVC.II1.3-2021

(U.S. Customary Units)

D + S0 D + 12
——— and ——
200 100
(SI Units)
D + 1250 D + 300
200 100

where D is the nominal inside diameter, in. (mm), and shall
match the cylindrical edge of the adjoining part within the
alignment tolerance specified in WB-4232.

WB-4222.2 Deviation From Specified Shape.

(a) The inner surface of a torispherical or ellipsoidal
head shall not deviate outside the specified shape by
more than 1'% of D, inside the specified shape by
more than 5/3% of D, where D is the nominal inside
diameter of the containment. Such deviations shall be
measured perpendicular to the specified shape and
shall not be abrupt. The knuckle radius shall not be
less than specified. For 2:1 ellipsoidal heads, the
knuckle radius may be considered to be 17% of the
diameter of the containment.

(b) Hemispherical heads and any spherical portion of a
formed head shall meet the local tolerances for spheres as
given in WB-4221.2, using L as the outside spherical
radius, in. (mm), and D, as two times L.

(c) Deviation measurements shall be taken on the
surface of the base material and not on welds.

WB-4230 FITTING AND ALIGNING
WB-4231 Fitting and Aligning Methods

Parts that are to be joined by welding may-be fitted,
aligned, and retained in position during‘the welding
operation by the use of bars, jacks, clamps, tack welds,
or temporary attachments.

WB-4231.1 Tack Welds. Tack“welds used to secure
alignment shall either be removed completely, when
they have served their purpose, or their stopping and
starting ends shall be (properly prepared by grinding
or other suitable means so that they may be satisfactorily
incorporated into the final weld. Tack welds shall be made
by qualified welders using qualified welding procedures.
When tack welds are to become part of the finished weld,
they shall‘be visually examined and defective tack welds
shallbe_removed.

in Table WB-4232-1, where t is the nominal thickness of
the thinner section at the joint.

(b) Joints in spherical containments or within heads,
and joints between cylindrical shells and hemispherical
heads shall meet the requirements in Table
WB-4232-1 for longitudinal joints.

WB-4232.1 Fairing of Offsets. Any offset within the
allowable tolerance provided above shall be faired te
at least a 3:1 taper over the width of the finished weld
or, if necessary, by adding additional weld-metal
beyond what would otherwise be the edge of'the weld.
In addition, offsets greater than those,stated in
Table WB-4232-1 are acceptable providedthe require-
ments of WB-3200 are met.

WB-4233 Alignment Requirements When Inside
Surfaces Are Inaccessible

(a) When the inside surfaces of items are inaccessible
for welding or fairing inlaecordance with WB-4232, align-
ment of sections shallmeet the requirements of (1) and (2)
below:

(1) See [-a)\and (-b) below.

(-a)\EFer circumferential joints the inside
diametefs shall match each other within Y4 in. (1.5
mm). ‘When the items are aligned concentrically, a
unifdpm mismatch of 4, in. (0.8 mm) all around the
joint can result as shown in Figure WB-4233(a)-1
sketch (a). However, other variables not associated
with the diameter of the item often result in alignments
that are offset rather than concentric. In these cases, the
maximum misalignment at any one point around the joint
shall not exceed %, in. (2.5 mm) as shown in Figure
WB-4233(a)-1 sketch (b). Should tolerances on diameter,
wall thickness, out-of-roundness, etc., result in inside
diameter variations which do not meet these limits,
the inside diameters shall be counterbored, sized, or
ground to produce a bore within these limits, provided
a gradual change in thickness from the item to adjoining
items is maintained. Any welding transition is acceptable,
provided the wall thickness in the transition region is not
less than the minimum wall thickness of the containment

Table WB-4232-1
Maximum Allowable Offset in Final Welded Joints

Direction of Joints

WB-4232 Alignment Requirements When S“ﬁ‘_’: I:lilfl‘;“ess' L"_‘I‘lgi(t:l‘:lil‘)‘a' Ci“_‘;m(fr‘:;fl‘)‘ﬁa‘
. m. m. 1m.
Containments Are Welded From Two n : T T
. pto 7 , Incl. 4 4
Sides Up to % (13), incl Lt Lt
Over % to ¥, (13 to 19), incl. % (3) Yat
(a) Alignment of sections which are welded from two Over ¥, to 1% (19 to 38), incl. % (3) %16 (5)
sides shall be such that the maximum offset of the finished Over 1% to 2 (38 to 50), incl. % (3) Yt
weld will not be greater than the applicable amount listed Over 2 (50) Lesser of Vst  Lesser of Yt or ¥,
w34 0100 19
= 8 UEYJ )
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Figure WB-4233(a)-1
Butt Weld Alignment and Mismatch Tolerances for
Unequal I.D. and 0.D. When Items Are Welded From One
Side and Fairing Is Not Performed

1/39 in. (0.8 mm) maximum
uniform mismatch around joint

NN\ /7

Component centerline

Centerline

BN\

t = nominal thickness, in. (mm)

(a) Concentric Centerlines

3/35 in. (2.5 mm) maximum at any

one point around the joint
Centerline@

Centerline 1

NV

(b) Offset Centerlines

or item and sharp reentrant angles and abrupt changes in
slope in the transition region are avoided.

(-b) Offset of outside surfaces shall be faired to at
least a 3:1 taper over the width of the finished weld or, if
necessary, by adding additional weld metal.

(2) Forlongitudinal joints the misalignment of inside
surfaces shall not exceed %, in. (2.5 mm) and the offset of
outside surfaces shall be faired to at least a 3:1 taperover
the width of the finished weld or, if necessary, byyadding
additional weld metal.

(b) Single-welded joints may meet the alignment re-
quirements of (a)(1) and (a)(2) above inljeu of the re-
quirements of WB-4232.

WB-4240 REQUIREMENTS FOR-WELD JOINTS IN
CONTAINMENTS

WB-4241 Category A Weld Joints in Containments

Category A weld joints containments shall be full pene-
tration butt joints. Joiits that have been welded from one
side with backing thathas been removed and those welded
from one sidé\without backing are acceptable as full pene-
tration welds provided the weld root side of the joints
meets the-requirements of WB-4424.

WB-4242 Category B Weld Joints in Containments

Category B weld joints in containments shall be full
penetration butt joints. When used, backing strips shall
be continuous in cross section. Joints prepared with
opposing lips to form an integral backing strip and
joints with backing strips which are not later removed
are acceptable provided the requirements of
WB-3252.2 are met.

WB-4243 Category C Weld Joints in Containments

Category C weld joints shall be described in subparas.
(a) through (c) below.

(a) Full Penetration Butt Joints. Category C welds shall
be full penetration joints. Joints that have been welded
from one side with backing where backing has been subse-
quently removed and those welded from one side without
backing are acceptable as full penetration welds provided
the weld root side of the joints meets the requirements of
WB-4424. Butt-welded joints are shown in Figures
WB-3252-1 and WB-4243-2.

(b) Full Penetration Corner Joints. Full penetration
corner joints shall be groove welds extending completely
through at least one of the parts being joined and shall be
fully fused to each part. Typical details for type No. 1 and
No. 2 full penetration corner joints are shown in
Figure WB-4243-1.

(c) Flat Heads With Hubs Hubs for butt welding to the
adjacent shell, head, or other containment parts, as shown
in Figure WB-4243-2, for flat heads, shall not be machined
from flat plate. The hubs shall be forged in such a manner
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Figure WB-4243-1
Acceptable Full Penetration Weld Details for Category C Joints
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(e) (d)

Type 2 Corner Welds

GENERAL NOTE: For definitions of nomenclature, see WB-3252.3.
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Figure WB-4243-2
Typical Flat Heads With Hubs

_--Tension test specimen -~ _
. N

Tension test specimen -~ _

(d)

GENERAL NOTE: For definitions“of nomenclature, see WB-3262.

as to provide in'‘the hub the full minimum tensile strength
and elongation‘specified for the material in the direction
parallel tothe axis of the containment vessel. Proof of this
shall be,fdrnished by a tension test specimen (subsize, if
necessary) taken in this direction and as close to the hubs
asjspractical. One test specimen may representa group of
forgings, provided they are of the same nominal dimen-
sions, from the same heat material and the same heat
treatment lot, and forged in the same manner. The
minimum height of the hub shall be the lesser of 1%
times the thickness of the containment part to which it
is welded or %, in. (19 mm), but need not be greater
than 2 in. (50 mm).

WB-4244 Category D Weld Joints in Containments

Category D weld joints in containments and similar
weld joints in other components shall be full or partial
penetration weld joints using one of the details of (a)
through (d) below.

(a) Butt-Welded Nozzles. Nozzles shall be attached by
full penetration butt welds through the wall of the contain-
ment as shown in Figure WB-4244(a)-1. Backing strips, if
used, shall be removed.

(b) Corner-Welded Nozzles. Nozzles shall be joined to
the containment by full penetration welds through the
wall of the containment similar to those shown in
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Figure WB-4244(a)-1
Nozzles Attached by Full Penetration Butt Welds

t, —»‘

45 deg max.

3 30 deg max.
t 11— ry t
| s

30 deg min. —

1/, in. (13 mm)
min. ry

N
l 1 f

r - r
1 11/y tmin. !
(a) (b)
A
th _>| |<__ :| r_ th
45 deg max.
| 45 deg max.
r2
18.5 deg max. /_ 30 deg max.
r- r-
Max. 2 / 2
- 0.2t Al y "2
| r t §
'
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cylindrical axis of the compgnent

(d)

GENERAL NOTE: For definition of nomenclature, see WB-3252.4.

Figure WB-4244(b)-1. Backing strips, if used, shall be
removed.

(c) Deposited Weld Metal of Openings for Nozzles.
Nozzles shall-be joined to the containment by full pene-
tration-weld to built-up weld deposits applied to the
containtment as shown in Figure WB-4244(c)-1.
Bdcking strips, if used, shall be removed. Fillet welds
shall be used only to provide a transition between the
parts joined or to provide a seal. The fillet welds,
when used, shall be finished by grinding to provide a
smooth surface having a transition radius at its intersec-
tion with either part being joined.

f3-4 t4 < 0.2t but
oq + 0y <18.5deg

{c)

.
3/4 (19 mm)

Rmin.ﬂ‘

Backing ring,
if used, shall
be removed

3/4 (19 mm)

Rmin.ﬂ‘

(f)

(d) Partial Penetration Welded Nozzles. Partial penetra-
tion welds in containments shall meet the weld design
requirements of WB-3252.4(f). Nozzles shall be attached
as shown in Figure WB-4244(d)-1.

WB-4300 WELDING QUALIFICATIONS

WB-4310 GENERAL REQUIREMENTS
WB-4311 Types of Processes Permitted

(a) Only those welding processes which are capable of
producing welds in accordance with the welding proce-
dure qualification requirements of Section IX and this

Subsection may beused for ‘Am]r‘ling containmentmaterial
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Backing ring,
if used, shall
be removed

Backing ring,
if used, shall
be removed

Figure WB-4244(b)-1

Nozzles Attached by Full Penetration Corner Welds

Sections perpendicula

T O

Backing ring,
if used, shall
be removed

Section A-A

r and parallel to the

cylindrical axis of the component

(@)

GENERAL NOTE: For definition of nomenclature, see WB-3252.4.
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Figure WB-4244(c)-1
Deposited Weld Metal Used as Reinforcement of Openings for Nozzles
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3/4in. (19 mm)

min.

|~ Backing ring,
if used, shall
be removed

— .

Step™ (d)

GENERAL NOTE: For definitioti-of nomenclature, see WB-3252.4.

or attachments.thereto. Any process used shall be such
that the récords required by WB-4320 can be prepared,
exceptthatrecords for stud welds shall be traceable to the
weldersand welding operators and not necessarily to each
specific weld.

{b) This Subsection does not permit the use of inertia
and continuous drive friction welding, specially designed
seal welds, electroslag, or electrogas welding.

WB-4311.1 Stud Welding Restrictions. Stud welding is
acceptable only for nonstructural and temporary attach-
ments (WB-4435). Studs shall be limited to 1 in. (25 mm)

Le

Step 2

maximum diameter for round studs and an equivalent
cross-sectional area for studs of other shapes when
welding in the flat position and %, in. (19 mm) diameter
for all other welding positions. Postweld heat treatment
shall comply with WB-4600, except that time at tempera-
ture need not exceed Y hr regardless of base material
thickness. Welding procedure and performance qualifica-
tion shall comply with the requirements of Section IX.
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Figure WB-4244(d)-1
Nozzles Attached by Partial Penetration Welds
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[Notes (2) and (3)]

GENERAL NOTE: For definitions of symbols and other related requirements, see WB-3252.4.

NOTES:

(1) The %,t, minimum dimension applies to the fillet leg and the J-groove depth.
(2) Weld deposit reinforcement, if used, shall be examined as required by"\WB-5244.

(3) Weld buildups are not attached to the nozzle.

WB-4311.2 Capacitor Discharge Welding. Capacitor
discharge welding may be used for welding temporary
attachments and permanent nonstructural-attachments
provided:

(a) temporary attachments are removed in accordance
with the provisions of WB-4435(b);;and

(b) the energy output for permanent nonstructural
attachments such as strain gages and thermocouples is
limited to 125 W-sec, and\thle minimum thickness of
the material to which the attachment is made is
greater than 0.09 in. (2.3’ mm); and

(c) a Welding Procedure Specification is prepared
describing the capacitor discharge equipment, the combi-
nation of materials to be joined, and the technique of appli-
cation; qualification of the welding procedure is not
required.

WB-4320 WELDING QUALIFICATIONS, RECORDS,
AND IDENTIFYING STAMPS

WB-4321 Required Qualifications

(a) Each Certificate Holder is responsible for the
welding done by his organization, and each Certificate
Holder shall establish the procedure and conduct the
tests required by this Article and by Section IX in
order to qualify both the welding procedures and the

performance of welders and welding operators who
apply these procedures.

(b) Procedures, welders,and welding operators used to
join permanent or temporary attachments to contain-
ments and to make permanent or temporary tack
welds used in such welding shall also meet the qualifica-
tion requirements of this Article.

(c) When making procedure test plates for butt welds,
consideration shall be given to the effect of angular, lateral,
and end restraint on the weldment. This applies partic-
ularly to material and weld metal of 80.0 ksi (550
MPa) tensile strength or higher and heavy sections of
both low and high tensile strength material. The addition
of restraint during welding may result in cracking diffi-
culties that otherwise might not occur.

(d) WA-3131 provides specific additional require-
ments when welding services are subcontracted to or
through organizations not holding an appropriate Certi-
ficate of Authorization.

WB-4322 Maintenance and Certification of
Records

The Certificate Holder shall maintain a record of the
qualified welding procedures and of the welders and
welding operators qualified by him, showing the date
and results of tests and the identification mark assigned
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to each welder. These records shall be reviewed, verified,
and certified by the Certificate Holder by signature or
some other method of control in accordance with the
Certificate Holder’s Quality Assurance Program and
shall be available to the Authorized Nuclear Inspector.

WB-4322.1 Identification of Joints by Welder or
Welding Operator.

(a) Each welder or welding operator shall apply the
identification mark assigned by the Certificate Holder
on or adjacent to all permanent welded joints or series
of joints on which he welds. The marking shall be at inter-
vals of 3 ft (1 m) or less and shall be done with either blunt
nose continuous or blunt nose interrupted dot die stamps.
As an alternative, the Certificate Holder shall keep arecord
of permanent welded joints in each item and of the
welders and welding operators used in making each of
the joints.

(b) When a multiple number of permanent structural
attachment welds, nonstructural welds, fillet welds, weld
metal cladding, and hard surfacing are made on the
containment, the Certificate Holder need not identify
the welder or welding operator who welded each individ-
ual joint, provided the following applies:

(1) the Certificate Holder maintains a system that
will identify the welders or welding operators who
made such welds on the containment so that the Inspector
can verify that the welders or welding operators were all
properly qualified;

(2) theweldsineach category are all of the same typé
and configuration and are welded with the same Welding
Procedure Specification.

WB-4323 Welding Prior to Qualifications

No welding shall be undertaken until after the welding
procedures which are to be used have beef’qualified. Only
welders and welding operators who are'qualified in accor-
dance with WB-4320 and Section>IX shall be used.

WB-4324 Transferring Qualifications

The welding procedure-qualifications and the perfor-
mance qualification tests for welders and welding opera-
tors conducted by.one€ Certificate Holder shall not qualify
welding procedures and shall not qualify welders or
welding operators to weld for any other Certificate
Holder, except as provided in Section IX.

WB-4330 GENERAL REQUIREMENTS FOR
WELDING PROCEDURE QUALIFICATION
TESTS

WB-4331 Conformanceto Section IX Requirements

All welding procedure qualification tests shall be in
accordance with the requirements of Section IX as supple-
mented or modified by the requirements of this Article.

WB-4333 Heat Treatment of Qualification Welds
for Ferritic Materials

Postweld heat treatment of procedure qualification
welds shall conform to the applicable requirements of
WB-4600 and Section IX. The postweld heat treatment
time at temperature shall be at least 80% of the
maximum time to be applied to the component weld mate-
rial. The postweld heat treatment total time may_ be
applied in one heating cycle.

WB-4334 Preparation of Test Coupons and
Specimens

(a) Removal of test coupons from thé test weld and the
dimensions of specimens made from-them shall conform
to the requirements of Section IXyeXcept that the removal
of impact test coupons and the dimensions of impact test
specimens shall be in accordance with (b) below.

(b) Weld deposit of eachyprocess in a multiple process
weld shall, where possible, be included in the impact test
specimens. When eaeh process cannot be included in the
full-size impact test specimen at the %t location required
by this Subsection, additional full-size specimens shall be
obtained fromrlocations in the test weld that will ensure
thatat least a portion of each process has been included in
full-sizétest specimens. As an alternative, additional test
welds’can be made with each process so that full-size
specimens can be tested for each process.

WB-4334.1 Coupons Representing the Weld Deposit.
Impact test specimens and testing methods shall
conform to WB-2321. The impact specimen shall be
located so that the longitudinal axis of the specimen is
atleast 0.25tand, where the thickness of the test assembly
permits, notless than % in. (10 mm) from the weld surface
of the test assembly. In addition, when the postweld heat
treatment temperature exceeds the maximum tempera-
ture specified in WB-4620 and the test assembly is
cooled at an accelerated rate, the longitudinal axis of
the specimen shall be a minimum of ¢ from the edge of
the test assembly. The specimen shall be transverse to
the longitudinal axis of the weld with the area of the
notch located in the weld. The length of the notch of
the Charpy V-notch specimen shall be normal to the
surface of the weld. Where drop weight specimens are
required, the tension surface of the specimen shall be
oriented parallel to the surface of the test weld assembly.

WB-4334.2 Coupons Representing the Heat-Affected
Zone. Where impact tests of the heat-affected zone are
required by WB-4335.2, specimens shall be taken from
the welding procedure qualification test assemblies in
accordance with (a) through (c) below.

(a) If the qualification test material is in the form of a
plate or a forging, the axis of the weld shall be oriented in
the direction parallel to the principal direction of rolling or
forging
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(b) The heat-affected zone impact test specimens and
testing methods shall conform to the requirements of
WB-2321.2. The specimens shall be removed from a loca-
tion as near as practical to a depth midway between the
surface and center thickness. The coupons for heat-
affected zone impact specimens shall be taken transverse
to the axis of the weld and etched to define the heat-
affected zone. The notch of the Charpy V-notch specimen
shall be cut approximately normal to the material surface
in such a manner as to include as much heat-affected zone
as possible in the resulting fracture. Where the material
thickness permits, the axis of a specimen may be inclined
to allow the root of the notch to align parallel to the fusion
line.

(c) For the comparison of heat-affected zone values
with base material values [WB-4335.2(b)], Charpy V-
notch specimens shall be removed from the unaffected
base material at approximately the same distance from
the base material surface as the heat-affected zone speci-
mens. The axis of the unaffected base material specimens
shall be parallel to the axis of the heat-affected zone speci-
mens, and the axis of the notch shall be normal to the
surface of the base material. When required by
WB-4335.2(b), drop-weight specimens shall be
removed from a depth as near as practical to midway
between the surface and center thickness of the unaffected
base material and shall be tested in accordance with the
requirements of WB-2321.1.

WB-4335 Impact Test Requirements

When materials are required to be impact tésted per
WB-2300, impact tests of the weld metal and heat-affected
zone shall be performed in accordance with'the following
subparagraphs. The weld procedure qualification impact
test specimens shall be prepared and tested in accordance
with the applicable requirements’of WB-2330 and
WB-4334. Retests in accordance with the provisions of
WB-2350 are permitted.

WB-4335.1 Impact Tests of Weld Metal.

(a) Impact tests oflthe weld metal shall be required for
welding procedurequalification tests for production weld
joints exceeding>4 in. (16 mm) in thickness when the weld
will be made.orrthe surface or penetrate base material that
requires-impact testing in accordance with WB-2310. In
addition,such testing of the weld metal is required for the
welding procedure qualification tests for any weld repair
tobase material thatrequires impact testing in accordance
with WB-2310, regardless of the depth of the repair.
Exemption from impact testing under WB-2311(a)
does not apply to weld metal of welding procedure quali-
fication tests for either production weld joints or base
metal repairs unless the specific weld metal used is
A-No. 8.

(b) The impact test requirements and acceptance stan-
dards for welding procedure qualification weld metal shall
be the same as specified in WB-2330 for the base material
to be welded or repaired. Where two materials are to be
joined by welding and have different fracture toughness
requirements, the test requirements and acceptance stan-
dards of either material may be used for the weld metal
except where this is otherwise specified in the Design
Specification.

(c) Impact tests are not required for austenitic and
nonferrous weld metal.

(d) A Welding Procedure Specification qualified to the
impact testing requirements of Divisign.4] Subsection NB
or NE may be accepted as an alternative to the Welding
Procedure Specification impact.testing requirements of
this Subsection.

WB-4335.2 Impact Tests of Heat-Affected Zone.

(a) Charpy V-notchtests of the heat-affected zone of the
welding proceduke qualification test assembly are
required wheneyer the thickness of the weld exceeds
*/3 in. (16 mm) and either of the base materials
require impact testing in accordance with the rules of
WB-2310-"The only exceptions to the requirements are
the. fellowing:

(1) the qualification for welds in P-Nos. 1 and 3 and
SA-336 F12 materials that are postweld heat treated.

(2) the qualification for weld deposit cladding.

(3) that portion of the heat-affected zone associated
with GTAW root deposits with a maximum of two layers or
%6 in. (5 mm) thickness, whichever is less.

(b) Therequired testing shall be in accordance with (c)
below for base material tested under WB-2331 or
WB-2332(b) and in accordance with (d) below for
base material tested under WB-2332(a).

(c) For heat-affected zones associated with base mate-
rial tested under WB-2331 or WB-2332(b), the required
testing shall be in accordance with (1) through (7).

(1) Determine the Typr of the unaffected base mate-
rial to be used in the welding procedure qualification test
assembly.

(2) Charpy V-notch test specimens representing
both the heat-affected zone and the unaffected base mate-
rial shall be tested. The unaffected base material speci-
mens shall be tested at the (Typr + 60°F)
(TnpT + 33°C) temperature.

(3) The Charpy V-notch tests of the unaffected base
material shall meet the applicable requirements of
WB-2330 or additional testing shall be performed at
higher temperatures until the requirements of
WB-2330 are met.

(4) The heat-affected zone specimens shall be tested
at the test temperature determined in (3). The average
lateral expansion value of the specimens shall equal or
exceed the average lateral expansion value of the unaf-
fected base material. For this case, the qualification
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test is acceptable for the essential and supplemental
essential variables recorded on the welding procedure
qualification record. If the heat-affected zone average
lateral expansion value is less than the unaffected base
material lateral expansion value, the adjustment given
in (5) through (7) shall be determined and applied as
provided in (e). Alternatively, another test coupon may
be welded and tested.

(5) Additional Charpy V-notch tests shall be
performed on either the heat-affected zone or the unaf-
fected base material, or both, at temperatures where the
lateral expansion value of all three specimens tested is not
less than 35 mils (0.89 mm). The average lateral expansion
value for each test meeting this requirement shall be
plotted on a lateral expansion versus temperature
graph. The difference in temperature between Tyaz
and Tygm, Where the heat-affected zone and the unaffected
base material average lateral expansion values are the
same and not less than 35 mils (0.89 mm), shall be
used to determine the adjustment temperature T,py,
where:

Tapy = Taaz — Tusm

If TAD] < O, then TAD] =0

(6) As an alternative to (5), if the average lateral
expansion value of the heat-affected zone specimens is
no less than 35 mils (0.89 mm) and the average of the
heat-affected zone specimens is not less than 5 mils
(0.13 mm) below the average lateral expansion value
of the unaffected base material specimens, T,p; may be
taken as 15°F (8°C).

(7) As a second alternative to (5), if the dverage
lateral expansion value of the heat-affected zone speci-
mens is no less than 35 mils (0.89 mm), the difference
between the average lateral expansion of the heat-affected
zone and the unaffected base material specimens shall be
calculated and used as described iny\(€)(3) below.

(d) For heat-affected zones associated with base mate-
rials tested under WB-2332(a);-the required testing shall
be in accordance with (1) through (5).

(1) Three CharpysM-notch specimens shall be
removed from both the’unaffected base material and
the heat-affected zone/The unaffected base material speci-
mens shall be tested at a test temperature established in
the Design Specification, or additional testing shall be
performed athigher temperatures until the applicable re-
quirements of Table WB-2332(a)-1 are met for the thick-
ness(of material to be welded in production.

(2) The heat-affected zone specimens shall be tested
at the test temperature determined in (1). The average
lateral expansion value of the specimens shall equal or
exceed the average lateral expansion value of the unaf-
fected base material. For this case, the qualification
test is acceptable for the essential and supplemental
essential variables recorded on the weld procedure quali-
fication record. If the heat-affected zone average lateral

expansion value is less than the unaffected base material
lateral expansion value, the adjustment given in (3)
through (5) shall be determined and applied as provided
in (e). Alternatively, another test coupon may be welded
and tested.

(3) Additional Charpy V-notch tests shall be
performed on either the heat-affected zone or the unaf-
fected base material, or both, at temperatures where the
lateral expansion value of all three specimens tested isnot
less than the values shown in Table WB-2332(a)-1 fer the
thickness of base material to be welded in production. The
average lateral expansion value for each test megting this
requirement shall be plotted on a lateral expans$ion versus
temperature graph. The differencein temperature
between Tyaz and Tygym, Where the heat-affected zone
and the unaffected base material.average lateral expan-
sion values are the same and not [éss than that specified in
(2) above, shall be used tovdetermine the adjustment
temperature TAD], where:

Tapy = Taaz — Tusm

If TAD] < 0, then TAD] =0

(4) As an alternative to (3), if the average lateral
expansion.walue of the heat-affected zone is no less
than 35%mils (0.89 mm) and the average of the heat-
affected’zone specimens is not less than 5 mils (0.13
mm)below the average lateral expansion value of the
unaffected base material, T5p; may be taken as 15°F (8°C).

(5) As a second alternative to (3), if the average
lateral expansion value of the heat-affected zone speci-
mens is no less than 35 mils (0.89 mm), the difference
between the average lateral expansion of the heat-affected
zone and the unaffected base material specimens shall be
calculated and used as described in (e)(3) below.

(e) Atleast one of the following methods shall be used
to compensate for the heat-affected zone toughness
decrease due to the welding procedure effects:

(1) The RTypt temperature established in WB-2331
or WB-2332(b) or the LST specified in the Design Spec-
ification [WB-2332(a)] for all of the material to be welded
in production Welding Procedure Specifications
supported by this Procedure Qualification Record shall
be increased by the adjustment temperature Tp.

(2) The specified testing temperature for the produc-
tion material may be reduced by Tap;.

(3) The materials to be welded may be welded using
the WPS, provided they exhibit Charpy V-notch values
which are no less than the minimum required lateral
expansion value required by WB-2300 plus the difference
in average lateral expansion values established in (c)(7) or
(d)(5) above.

(f) The Charpy V-notch testing results shall be recorded
on the welding procedure qualification record and any
offsetting Tap; or increased toughness requirements
shall be noted on the welding procedure qualification
record and on the welding procedure specification
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More than one compensation method may be used ona par
basis.

(g) A Welding Procedure Specification qualified to the
impact testing requirements of Division 1, Subsection NB
or Subsection NE may be accepted as an alternative to the
Welding Procedure impact testing requirements of this
Subsection.

WB-4336 Qualification Requirements for Built-Up
Weld Deposits

Built-up weld deposits for base metal reinforcement
shall be qualified in accordance with the requirements
of WB-4331 through WB-4335.

WB-4400 RULES GOVERNING MAKING,
EXAMINING, AND REPAIRING
WELDS

WB-4410 PRECAUTIONS TO BE TAKEN BEFORE
WELDING

WB-4411 Identification, Storage, and Handling of
Welding Material

Each Certificate Holder is responsible for control of the
welding electrodes and other material which is used in the
fabrication of containments (WB-4120). Suitable identifi-
cation, storage, and handling of electrodes, flux, and other
welding material shall be maintained. Precautions shall'be
taken to minimize absorption of moisture by electrodes
and flux.

WB-4412 Cleanliness and Protection ‘of Welding
Surfaces

The method used to prepare the base metal shall leave
the weld preparation with reasonably smooth surfaces.
The surfaces for welding shall'be free of scale, rust, oil,
grease, and other deleteriou$’material. The work shall
be protected from deleterious contamination and from
rain, snow, and wind, during welding. Welding shall not
be performed on.wet surfaces.

WB-4420 RULES FOR MAKING WELDED JOINTS
WB-4421"Backing Rings

Backing rings shall conform to the requirements of
WB-4240. The material for backing rings, when used,
shall be compatible with the base metal. Permanent
backing rings, when permitted by WB-3252, shall be
continuous, and any splices shall be made by full penetra-
tion welds. Spacer pins shall not be incorporated into the
welds.

WB-4422 Peening

Controlled peening may be performed to minimize
distortion. Peening shall not be used on the initial
layer, root of the weld metal, or on the final layer
unless the weld is postweld heat treated.

WB-4423 Miscellaneous Welding Requirements

(a) Before applying weld metal on the second side to be
welded, the root of full penetration double welded joints
shall be prepared by suitable methods, such @s chipping,
grinding, or thermal gouging, except for theseprocesses of
welding by which proper fusion and-penetration are
otherwise obtained and demonstratedto be satisfactory
by welding procedure qualification:

(b) If the welding is stoppeddor any reason, extra care
shall be taken in restarting to'get the required penetration
and fusion. For submergéd arc welding, chipping out a
groove in the crater¢is,recommended.

(c) Where single=welded joints are used, particular
care shall be taken“in aligning and separating the compo-
nents to be joined so that there will be complete penetra-
tion and fusien at the bottom of the joint for its full length.

WB-4424 Surfaces of Welds

As-welded surfaces are permitted. However, the surface
of welds shall be sufficiently free from coarse ripples,
grooves, overlaps, and abrupt ridges and valleys to
meet (a) through (e) below.

(a) The surface condition of the finished weld shall be
suitable for the proper interpretation of radiographic and
other required nondestructive examinations of the weld.
In those cases where there is a question regarding the
surface condition of the weld on the interpretation of a
radiographic film, the film shall be compared to the
actual weld surface for interpretation and determination
of acceptability.

(b) Reinforcements are permitted in accordance with
WB-4426.1.

(c) Undercuts shall not exceed Y% in. (0.8 mm) and
shall not encroach on the required section thickness.

(d) Concavity on the root side of a single-welded
circumferential butt weld is permitted when the resulting
thickness of the weld meets the requirements of
Article WB-3000.

(e) If the surface of the weld requires grinding to meet
the above criteria, care shall be taken to avoid reducing the
weld or base material below the required thickness.

WB-4426 Reinforcement of Welds

WB-4426.1 Thickness of Weld Reinforcement for
Containments. The surface of the reinforcement of all
butt-welded joints in containments may be flush with
the base material or may have uniform crowns. The
height of reinforcement on each face of the weld shall
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Figure WB-4427-1
Fillet Weld Details

Theoretical throat

Convex fillet weld

Size of weld Surface of

—

Surface of vertical member

/ horlzontal member

Theoretical throat

_—Surface of vertical member

\Ff Concave fillet weld

S|ze of weld

(a) Equal Leg Fillet Weld [Note (1)]

Theoretical throat

Surface of vertical member

Convex fillet weld

Surface of

NS

Theoretical throat
 «— Surface of vertical member
/Concave fillet, weld

honzontal member 1

(b) Unequal Leg Fillet Weld [Note (2)]

NOTES:

(1) The size of an equal leg fillet weld is the leg length of the largest inscribed right isosceles triangle. Theoretical throat = 0.7 x size of weld.
(2) The size of an unequal leg fillet weld is the shorter leg length of the largest righttriangle that can be inscribed within the fillet weld cross

section.

Nominal Thickness, Maximum Reinforcement,

in. (mm) in. (mm)
Up to 1 (25), incl. %2 (2.5)
Over 1 to 2 (25 to 50), incl. Y (3.0)
Over 2 to 3 (50 to 75), incl. Y2 (4:0)
Over 3 to 4 (75 to 100), incl. ez (5.5)
Over 4 to 5 (100 to 125), incl. 7 (6)
Over 5 (125) %6 (8)

WB-4427 Shape and Sizé of Fillet Welds

Fillet welds may vary from convex to concave. The
shape and size of theyweld shall be in accordance with
the requirements of Figure WB-4427-1. A fillet weld in
any single continttous weld may be less than the specified
fillet weld dimension by not more than ¥ in. (1.5 mm),
provided that the total undersize portion of the weld does
not exceed 10% of the length of the weld. Individual
undersize weld portions shall not exceed 2 in. (50
mm) in length. Socket weld fittings, socket welds, and
other similar weld configurations are not permitted.

WB-4428 Seal Welds of Threaded Joints

Where seal welding of threaded pipe joints is
performed, the exposed threads shall be either
removed entirely or covered with weld metal

WB-4429 Welding of Clad Parts!

The joint types and welding procedures used for clad-
ding shall be such as to prevent the formation of brittle
weld composition.

WB-4430 WELDING OF ATTACHMENTS
WB-4431 Materials for Attachments

Attachments (WB-1132) welded to the containment
shall be of materials which meet the requirements of
WB-2121. Materials for the containment attachments
shall meet the requirements of WB-2120.

WB-4432 Welding of Structural Attachments

The rules of WB-4321 governing welding qualifications
shall apply to the welding of structural attachments to
containments.

WB-4433 Structural Attachments

Structural attachments shall conform reasonably to the
curvature of the surface to which they are to be attached
and shall be attached by full penetration, fillet, or partial
penetration continuous welds. When fillet and partial
penetration welds are used on containments, the require-
ments of WB-3123.2 shall be met. Attachments to the
internal surfaces of containments shall be made only
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some of the typical details for attaching structural attach-
ments to a containment using full penetration welds.

WB-4434 Welding of Internal Structural Supports
to Clad Containments

Internal structural supports on clad containments shall
be welded to the base metal and not to the cladding, except
for weld overlay cladding.

WB-4435 Welding of Nonstructural and
Temporary Attachments and Their
Removal

(a) Nonstructural attachments welded to the contain-
ment need not comply with Article WB-2000 and may be
welded with continuous fillet or partial penetration welds,
provided the requirements of (1) through (4) below are
met.

(1) The welding procedure and the welders have
been qualified in accordance with WB-4321.

(2) The material is identified and is compatible with
the material to which it is attached.

(3) The welding material is identified and compa-
tible with the materials joined.

(4) The welds are postweld heat treated when
required by WB-4620.

(b) Removal of nonstructural attachments, when
temporary, shall be accomplished as follows.

(1) The immediate area around the temporazy
attachment is marked in a suitable manner so’*that
after removal the area can be identified until after it
has been examined in accordance with (3) below.

(2) The temporary attachment is\completely
removed in accordance with the procedures of WB-4211.

(3) After the temporary attachment has been
removed, the marked area is examinedby the liquid pene-
trant or magnetic particle method'in accordance with the
requirements of WB-5110, and'meets the acceptance stan-
dards of WB-5340 or WB-5350, whichever is applicable.

(4) As an alternativeyto (a)(4) above, postweld heat
treatment may be defetred until after removal of the
attachment.

WB-4450 REPAIR OF WELD METAL DEFECTS
WB-4451,'General Requirements

Defects in weld metal detected by the examinations
required by Article WB-5000, or by the tests of Article
WB-6000, shall be eliminated and repaired when neces-
sary.

WB-4452 Elimination of Surface Defects

Weld metal surface defects may be removed by grinding
or machining, and need not be repaired by welding,
provided that the requirements of (a) through (c)

below are met

(a) The remaining thickness of the section is not
reduced below that required by Article WB-3000.

(b) The depression, after defect elimination, is blended
uniformly into the surrounding surface.

(c) The area is examined by a magnetic particle or
liquid penetrant method in accordance with WB-5110
after blending and meets the acceptance standards of
WB-5300 to ensure that the defect has been removed
or reduced to an imperfection of acceptable_ limit.
Defects detected by visual or volumetric method and
located on an interior surface need only be(reexamined
by the method which initially detected the defect when the
interior surface is inaccessible for surfaecé examination.

WB-4453 Requirements for_ Making Repairs of
Welds

Excavations in weld métal, when repaired by welding,
shall meet the following\requirements.

WB-4453.1 Defect-Removal. Defects may be removed
by mechanicalsmeans or by thermal gouging processes.
The area prepared for repair shall be examined by a
liquid penetrant or magnetic particle method in accor-
dance with' WB-5110, and meet the acceptance standards
of WB-5340 or WB-5350. This examination is not required
where defect elimination removes the full thickness of the
weld and where the backside of the weld joint is not acces-
sible for removal of examination materials.

WB-4453.2 Requirements for Welding Material,
Procedures, and Welders. The weld repair shall be
made using welding material, welders, and welding proce-
dures qualified in accordance with WB-4125 and
WB-4300.

WB-4453.3 Blending of Repaired Areas. After repair,
the surface shall be blended uniformly into the
surrounding surface.

WB-4453.4 Examination of Repair Welds.

(a) The examination of a weld repair shall be repeated
as required for the original weld, except that when the
defect was originally detected by the liquid penetrant
or magnetic particle method, and when the repair
cavity does not exceed the lesser of % in. (10 mm) or
10% of the thickness, it need only be reexamined by
the liquid penetrant or magnetic particle method.

(b) When repairs to welds joining P-No. 1 and P-No. 3
materials require examination by radiography as required
in (a) above, but construction assembly prevents mean-
ingful radiographic examination, ultrasonic examination
may be substituted provided:

(1) the weld had been previously radiographed and
met the applicable acceptance standards;

(2) the ultrasonic examination is performed using a
procedure in accordance with Section V, Article 4, to the
acceptance standards of WB-5330;
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Figure WB-4433-1
Types of Attachment Welds

from inside 4>‘ ’4—

] Dim. not
/4 in. (6 mm) sufficient
min. radius for weld
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A <= Section

A-A

(a) Attachment of Lugs, Shoes, and Brackets

L

(b) Attachment of Trunnions

------ \
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(c) Attachment of Rings
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(3) the substitution is limited to Category A and B
welds in containments, and similar type welds in other
items.

The absence of suitable radiographic equipment is
not justification for the substitution.

WB-4453.5 Heat Treatment of Repaired Areas. The
area shall be heat treated in accordance with WB-4620.

WB-4600 HEAT TREATMENT

WB-4610 WELDING PREHEAT REQUIREMENTS
WB-4611 When Preheat Is Necessary

The need for and temperature of preheat are dependent
on a number of factors, such as the chemical analysis,
degree of restraint of the parts being joined, elevated
temperature, physical properties, and material thick-
nesses. Some practices used for preheating are given
in Section III Appendices, Nonmandatory Appendix D
as a general guide for the materials listed by P-
Numbers of Section IX. It is cautioned that the preheating
suggested in Section III Appendices, Nonmandatory
Appendix D does not necessarily ensure satisfactory
completion of the welded joint and that the preheating
requirements for individual materials within the P-
Number may be more or less restrictive. The Welding
Procedure Specification for the material being welded
shall specify the minimum preheating requirements
under the welding procedure qualification requirements
of Section IX.

WB-4612 Preheating Methods

Preheat for welding or thermal cutting, when employed,
may be applied by any method which does not harm the
base material or any weld metal already applied, or which
does not introduce deleterious material into the welding
area which is harmful to the-weld.

WB-4613 Interpass Temperature

Consideration shall-be given to the limitations of inter-
pass temperaturesfor quenched and tempered material to
avoid detrimental effects on the mechanical properties.

WB-4620"POSTWELD HEAT TREATMENT
WB-4621 Heating and Cooling Methods

Postweld heat treatment (PWHT) may be accomplished
by any suitable methods of heating and cooling, provided
the required heating and cooling rates, metal temperature,
metal temperature uniformity, and temperature control
are maintained.

WB-4622 PWHT Time and Temperature
Requirements

WB-4622.1 General Requirements. Except as other-
wise permitted in WB-4622.7, all welds, including
repair welds, shall be postweld heat treated. During post-
weld heat treatment, the metal temperature shall be main«
tained within the temperature range and for the minimum
holding time specified in Table WB-4622.1-1, except as
otherwise permitted in WB-4622.4(c). P-Number
groups in Table WB-4622.1-1 are in accordance with
Section IX, QW-420. Except as provided in-WB-4624.3,
PWHT shall be performed in temperature-surveyed
and -calibrated furnaces, or PWHT shall be performed
with thermocouples in contact,with the material or
attached to blocks in contact with the material. Any post-
weld heat treatment time;\which is anticipated to be
applied to the material®er item after it is completed,
shall be specified in the‘Design Specification. The Certi-
ficate Holder shallsinelude this time in the total time at
temperature specified to be applied to the test specimens.
In addition, the.requirements of the following subpara-
graphs shall apply.

WB-4622.2 Time-Temperature Recordings. Time-
temperature recordings of all postweld heat treatments
shall' be made available for review by the Inspector. Iden-
tification on the time-temperature recording shall be to
the weld or containment, as applicable. A summary of the
time-temperature recording may be provided for perma-
nent records in accordance with WA-4134.

WB-4622.3 Definition of Nominal Thickness
Governing PWHT. Nominal thickness in Table WB-
4622.7(b)-1 is the thickness of the weld, the containment
material for structural attachment welds or the thinner of
the containment materials being joined, whichever is
least. It is not intended that nominal thickness include
material provided for forming allowance, thinning, or
mill overrun when the excess material does not exceed
Y in. (3 mm). For fillet welds the nominal thickness is
the throat thickness, and for partial penetration and mate-
rial repair welds the nominal thickness is the depth of the
weld groove or preparation.

WB-4622.4 Holding Times at Temperature.

(a) The holding time at temperature as specified in
Table WB-4622.1-1 shall be based on the nominal thick-
ness of the weld. The holding time need not be continuous.
It may be an accumulation of the times of multiple post-
weld heat treat cycles.

(b) Holding time at temperature in excess of the
minimum requirements of Table WB-4622.1-1 may be
used, provided that specimens so heat treated are
tested in accordance with WB-2200, WB-2400, and
WB-4300.
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Table WB-4622.1-1
Mandatory Requirements for Postweld Heat Treatment of Welds

Holding Minimum Holding Time at Temperature for Weld Thickness (Nominal)
Temperature
P-No. Range, °F (°C) | % in. (13 mm) | Over % in. to 2 in. Over 2 in. to 5 in. Over 5 in.
(Sec. IX, QW-420) [Note (1)] or less (13 mm to 50 mm) (50 mm to 125 mm) (125 mm)
1,3 1,100-1,250 30 min 1 hr/in. (2 min/mm) | 2 hr plus 15 min each 2 hr plus 15 min each
(595-675) additional inch (2 h additional inch (2 h
plus 0.5 min/mm) plus 0.5 min/mm)
over 2 in. (50 mm) over 2 in. (50 mm)

P-Nos. 8, 10 H Gr. 1, 34,
42, 43, 45 and hard
surfacing on P-No. 1
base metal whose
reported carbon
content is not more
than 0.30%

PWHT neither required nor prohibited

GENERAL NOTE: Exemptions to the mandatory requirements of this Table are defined in WB-4622.7.

NOTE: (1) All temperatures are metal temperatures.

(c) Alternatively, when it is impractical to postweld
heat treat at the temperature range specified in
Table WB-4622.1-1, it is permissible to perform the post-
weld heat treatment of certain materials at lower
temperatures for longer periods of time in accordance
with Table WB-4622.4(c)-1 and (1), (2), and (3) below.

(1) Except for P-No. 1 materials, when welds in the
materials listed in Table WB-4622.4(c)-1 are to be post-
weld heat treated at the lower minimum temperatures,
the impact test specimens for the welding procedure
qualification required by WB-4300 shall be made using
the same minimum temperatures and increased
minimum holding time. Welding procedures, qualified
at the temperature range and minimum holding time
specified in Table WB-4622.1-1 and at the lower tempera-
ture and increased minimum holding tine permitted by
Table WB-4622.4(c)-1, are also qualified.for any tempera-
ture in between. When such an in-between temperature is
used, the minimum holding time’shall be interpolated
from Table WB-4622.1-1 and the alternative require-
ments from Table WB-4622.4(c)-1.

(2) Except for P-Ne:. T materials, when welds in the
materials listed in Table WB-4622.4(c)-1 are to be post-
weld heat treated at these lower minimum temperatures,
the welding material certification required by WB-2400

Table WB-4622.4(c)-1
Alternative Holding Temperatures and Times

Alternative Minimum

Material Holding Temperatures, Alternative Minimum
P-No. °F (°C) Holding Times [Note (1)]
1,3 1,050 (565) 2 hr/in. (4 min/mm) thick
1,3 1,000 (540) 4 hr/in. (8 min/mm) thick

NOTE: (1) All other requirements of WB-4622 shall apply.

shall be made using the same minimum temperature and
increased minimum holding time. Welding material certi-
fied at the temperature range and minimum holding time
specified in Tablé WB-4622.1-1 and at the lower minimum
temperatures and increased minimum holding time
permitted by Table WB-4622.4(c)-1 are also certified
forany temperature in between.

(3) Base material certified in accordance with
WB-2200 may be postweld heat treated at the lower
minimum temperature ranges and increased minimum
holding times withoutrecertification. Postweld heat treat-
ment at these lower minimum temperatures and
increased minimum holding times may also be the
tempering operation provided a higher tempering
temperature is not required by the material specification.

WB-4622.5 PWHT Requirements When Different P-
Number Materials Are Joined. When materials of two
different P-Number groups are joined by welding, the ap-
plicable postweld heat treatment shall be that specified in
Table WB-4622.1-1 for the material requiring the higher
PWHT temperature range.

WB-4622.6 PWHT Requirements for Noncontainment
Parts. When noncontainment material is welded to
containment material, the postweld heat treatment
temperature range of the containment material shall
control.

WB-4622.7 Exemptions to Mandatory Requirements.
Postweld heat treatment in accordance with this subar-
ticle is not required for:

(a) nonferrous material;

(b) welds exempted in Table WB-4622.7(b)-1;

(c) welds subjected to temperatures above the PWHT
temperature range specified in Table WB-4622.1-1,
provided the Welding Procedure Specification is qualified
in accordance with Section IX and the base material and
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Table WB-4622.7(b)-1
Exemptions to Mandatory PWHT

P-No. (Section IX, Nominal Thickness, in. Max. Reported Min. Preheat Required,
QwW-420) Type of Weld [Note (1)] (mm) (WB-4622.3) Carbon, % [Note (2)] °F (°C)
1 All welds, where the materials being | 1%, (32) and less 0.30 and less
- 1, .
joined are 1 in. (38 mm) and less | gyer 11, 10 1Y, (32 to 38) 0.30 and less 200 (95)
%, (19) or less Over 0.30
Over %, to 1% (19 to 38) Over 0.30 200 (95)
All welds in material over 1% in. %, (19) or less 200 (95)
(38 mm)
1Gr.1orGr. 2 Cladding or repair of cladding 0.30 100 (38)
[Note (3)] with A-No. 8 or F-No. 43
filler metal in base material of: 1%
in. (38 mm) or less
Over 1% in. to 3 in. (38 mm to 75 mm) 0.30 200 (95) [Note (4)]
Over 3 in. (75 mm) 0.30 250 (120) [Note (5)]
3 For containment repair without 350 (175)
required PWHT, see WB-4622.9 or
WB-4622.10
3 except Gr. 3 All welds, except repair welds in % (16) or less 0.25 or less 200 (95)
containments, provided weld
procedure qualification is made
using equal or greater thickness
base material than production
weld [Note (6)]
Attachment welds joining % (13) or less 0.25 or less 200 (95)
containment to noncontainment
material

GENERAL NOTE: The exemptions noted in this Table do not apply td électron beam welds in ferritic materials over % in. (3 mm) in thickness.

NOTES:

(1) Where the thickness of material is identified in the column.Type of Weld, it is the thickness of the thicker of the base materials at the welded

joint.
(2) Carbon level of the containment materials being)jeined.

(3) The maximum resulting hardness of the heat-affected zone, in the procedure qualification test plate shall not exceed 35 Rc.
(4) Intermediate postweld soak at not less than,200°F (95°C) for 2 hr minimum.

(5) Intermediate postweld soak at not less.than 300°F (150°C) for 2 hr minimum.

(6) Weld Procedure Qualification coupem~tieed not exceed 1.5 in. (38 mm) in thickness.

the deposited weld filler material have been heat treated
at the higher temperature;

(d) welds connelcting nozzles to containments
provided the requirements in WB-4622.8 are met;

(e) weld repairs to containments provided the require-
ments of WiB-4622.9 are met;

(f) weld\repairs to cladding after final postweld heat
treatment provided the requirements of WB-4622.10
are-met;

(g) weld repairs to dissimilar metal welds after final
postweld heat treatment provided the requirements of
WB-4622.11 are met.

WB-4622.8 Requirements for Exempting PWHT of
Nozzles to Containment Welds. Welds connecting
nozzles of P-No. 1 materials to containments of P-No. 1
or P-No. 3 materials that are not exempted from
PWHT in Table WB-4622.7(b)-1 need not be given a post-

met for partial penetration and (b) below are met for full
penetration welds.

(a) The partial penetration welds are made with A-No.
8 or non-air-hardening nickel-chromium-iron weld metal
after:

(1) the ferritic materials to be joined are buttered or
built-up with A-No. 8 or non-air-hardening nickel-chro-
mium-iron weld metal having a minimum thickness of %,
in. (6 mm), and

(2) the heat-affected zones of the buttered or built-
up ferritic materials are postweld heat treated in accor-
dance with WB-4620, without the PWHT exemptions
being applied, prior to making the final welds.

(b) The full penetration welds are made with A-No. 1 or
A-No. 2 weld metal provided that:

(1) the containment is built-up or buttered in the

area of the attachment with A-No. 1 or A-No. 2 metal

o - et having a minimum thickness of % in. (6 mm);
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(2) the A-No. 1 or A-No. 2 weld metal buildup or
buttering is postweld heat treated in accordance with
WB-4620 for P-No. 1 or P-No. 3 materials without the
PWHT exemptions being applied;

(3) the welds do not penetrate through the contain-
ment thickness;

(4) weld metal with A-No. 1 or A-No. 2 analysis is
used to join the nozzle of P-No. 1 material to the weld
buildup or buttering;

(5) the nominal thickness of the weld joining the
nozzle to the containment does not exceed 1% in. (38
mm) and the maximum reported carbon content of the
nozzle does not exceed 0.30%;

(6) a 200°F (95°C) minimum preheat is maintained
during welding whenever the nominal thickness of the
weld exceeds:

(-a) 1% in. (32 mm) and the maximum reported
carbon content of the material of the nozzle is 0.30% or
less, or

(-b) ¥, in. (19 mm) and the maximum reported
carbon content of material of the nozzle exceeds 0.30%.

WB-4622.9 Temper Bead Weld Repair. Limited weld
repairs to P-No. 1 and P-No. 3 material, and A-Nos. 1,
2, 10, or 11 weld filler metal (Section IX, Table QW-
442), may be made without PWHT or after the final
PWHT, provided it is impossible or impractical to post-
weld heat treat the area after repair, and provided the
requirements of the following subparagraphs are met:

(a) Examination of Area to Be Repaired. Before repair,
the area shall be examined by either the magnetic particle
or liquid penetrant method in accordance with
Article WB-5000.

(b) Maximum Extent of Repair. The maximum area of an
individual repair based on the finished surface shall be
100 in.? (65000 mm?) and the depth of repair shall
not be greater than one-third of the base material thick-
ness.

(c) Repair Welding Procedure. The welding procedure
shall be in accordance with Section IX and this Subsection
and shall include the requirements of (1) through (6)
below.

(1) Theareatoberepaired shall be suitably prepared
for welding in accordance with a written procedure.

(2) The weld metal shall be deposited by the manual
shielded metalyarc process using low hydrogen type elec-
trode. Thé maximum bead width shall be four times the
electrode, core diameter.

(3) Welding electrodes shall meet the requirements
for supplemental designators “R” indicating a moisture-
resistant coating and “H4” indicating that they are low in
diffusible hydrogen as defined in the applicable specifica-
tions in Section II, Part C. Welding electrodes shall also be
supplied in unopened hermetically sealed containers.

(4) After a hermetically sealed container is opened,
the electrodes shall be stored in holding ovens at 225°F to

QC0°FE (108°C +a 1760 Whan alactradac ava yramauad
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from elevated storage, they may be exposed to the atmo-
sphere for a maximum of 8 hr.

(5) Electrodes, which are exposed to the atmosphere
for more than 8 hr, shall be discarded or baked to remove
any absorbed moisture for the time and temperature rec-
ommended by the electrode manufacturer. After baking
and before the electrodes are allowed to cool below 225°F
(105°C), they shall be transferred immediately into
holding ovens at 225°F to 350°F (105°C to 175°C):
When the once-baked electrodes are removedfrom
elevated storage, they may be exposed to the atmosphere
for an additional 8 hr after which they shall be(discarded.

(6) Iftherepairareaistobe subjectedto@’significant
fast neutron fluence (greater than 10 nvt’E, > 1 MeV),
electrode shall be limited to Cu.content of 0.10%
maximum (as deposited).

(7) The weld area plus a bandaround the repair area
of at least 1 times the compgohent thickness or 5 in. (125
mm), whichever is less, shall'be preheated and maintained
at a minimum tempefattire of 350°F (175°C) during
welding. The maximum- interpass temperature shall be
450°F (230°C)..Fhermocouples and recording instru-
ments shall be used to monitor the process temperatures.
Their removal-shall be in accordance with WB-4435(b).

(8) <The cavity shall be buttered, using a %, in. (2.5
mm) ‘ddameter electrode as shown in Figure
WB-4622.9(c)(8)-1. The weld bead crown surface shall
be-removed by grinding or machining before depositing
the second layer [see Figure WB-4622.9(c)(8)-1, Step 2].
The second layer shall be deposited with a % in. (3 mm)
diameter electrode. Subsequent layers shall be deposited
with a welding electrode no larger than %, in. (4 mm)
diameter. Bead deposition shall be performed in a
manner shown in Figure WB-4622.9(c)(8)-1, Step 3.
The completed weld shall have at least one layer of
weld reinforcement deposited and then this reinforce-
ment shall be removed by mechanical means, making
the finished surface of the repair substantially flush
with the surface of the containment surrounding the
repair [Figure WB-4622.9(c)(8)-2]. The technique
described in this paragraph shall be performed in the
procedure qualification test.

(9) The weld area shall be maintained at a tempera-
ture of 450°F to 550°F (230°C to 290°C) for a minimum
period of 2 hr after completion of the weld repairin P-No. 1
materials. For P-No. 3 materials, the holding time shall be a
minimum of 4 hr.

(d) Examination of Repair Welds. The second (temper
bead) layer shall be examined by the magnetic particle or
liquid penetrant method. The completed weld shall have
the weld reinforcement, including the final layer, removed
substantially flush with the surface prior to performing
the required nondestructive examination. The nonde-
structive examination shall be performed after the
completed weld has been at ambient temperature for a
minimum period of 48 hr to detect the presence of possible
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Figure WB-4622.9(c)(8)-1
Temper Bead Weld Repair and Weld Temper Bead Reinforcement

Step 1: Butter cavity with one layer of weld metal using
3/35 in. (2.6 mm) diameter coated electrode.

Step 2: RemoVe the weld bead crown of the first layer of
grinding.

Reinforcement weld

Temper bead layer

Step 3: The second layer shall be deposited with a 1/8 in. (3 mm)
diameter electrode. Subsequent layers shall be
deposited with welding electrodes no larger than 5/32 in.
(4.0 mm) maximum diameter. Bead deposition shall be
performed in the manner as shown. Particular care shall
be taken in the application of the temper bead
reinforcement weld at the tie-in points as well as its
removal to ensure that the heat-affected zone of the
base metal and the deposited weld metal is tempered
and the resulting surface is substantially flush.
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Figure WB-4622.9(c)(8)-2
Temper Bead Reinforcement

Note (1)

7%

NOTE: (1) Apply temper bead reinforcement weld metal to a level
above the surface and then remove it substantially flush to the surface
as required by WB-4622.9(c)(8).

delayed cracking of the weldment. The nondestructive ex-
amination of the repair welded and preheated region shall
be in accordance with WB-4453.4. In addition, all repairs
shall be ultrasonically examined. All nondestructive exam-
ination shall be in accordance with Article WB-5000.

(e) Documentation of Weld Repairs. Documentation of
weld repairs shall be in accordance with WB-4130, exclu-
sive of the size requirements.

(f) Welding Procedure Qualification Test Plate. The test
assembly materials for the welding procedure qualifica-
tion shall be of the same P-Number and Group Number,
including a postweld heat treatment that is atleast equiva-
lent to the time and temperature applied to the materials
being repaired. The depth of cavity in the test assembly
shall be a minimum of one-half the depth of actual repair,
but not less than 1 in. (25 mm). The test assembly thick*
ness shall be a minimum of twice the depth of cavity in the
test assembly. The test assembly shall be large eneugh to
permit removal of the required test specimens. IfLorder to
simulate the restraint that the weld metal willéxperience
in the repair section of the component, the’test assembly
dimensions surrounding the cavity shallde equal to the
test assembly thickness, but not less than 6 in. (150 mm).
The qualification test plate shall be*prepared in accor-
dance with Figure WB-4622.9(f)-1.

(g) This test assembly may, be used to qualify proce-
dures for weld buildup repairs of containment materials.
In this case, the depth of the cavity shall not be less than the
thickness of the weld buildup or 1 in. (25 mm), whichever
is greater, and the area of the weld buildup to be applied or
54 in.” (35008=mm?), whichever is less.

(h) In all cases, the test assembly and cavity shall be of
sufficient size to permit removal of the required test speci-
mens:

(i) -Performance Qualifications. If the repair weld is to be
performed where physical obstructions impair the
welder’s ability to perform, the welder shall also demon-
strate the ability to deposit sound weld metal in the posi-
tions required, using the same parameters and simulated
physical obstructions as are involved in the repair.

WB-4622.10 Repair Welds to Cladding After Final
Postweld Heat Treatment. Nonpostweld heat-treated
weld repairs may be made to P-No. 8 or P-No. 43 cladding
of P-No. 1 and P-No. 3 material after final PWHT, provided
it is impossible or impractical to postweld heat treat the
area after repair, and provided the requirements of the
following subparagraphs are met:

(a) Maximum Extent of Repair. This procedure may be
used with the base material exposed to a depth not greater
than ¥, in. (6 mm) or 10% of the base material thickness,
whichever is less, nor to an individual area greater than
100 in.? (65000 mm?). Areas with greater base material
exposure depth shall be repaired in accordance with
WB-4622.9 to within this limit before implementing
the cladding repair.

(b) Repair Welding Procedure, The welding procedure
shall be in accordance with Section IX and this Division,
and shall include the requir&€ments of (1) through (7)
below.

(1) The repairs shall’be made using A-No. 8 weld
metal (Section IX, Fable QW-442) for P-No. 8 cladding
or F-No. 43 weldumetal (Section IX, Table QW-432) for
either P-No. 8 orP-No. 43 cladding.

(2) The'manual shielded metal arc process shall be
used for{welding with a bead width not to exceed four
times ‘the ‘electrode core diameter.

(3) All covered electrodes used for qualification test
dnd repair welding shall be from unopened, hermetically
sealed packages or heated ovens maintained between
225°F (105°C) and 350°F (175°C). Electrodes withdrawn
from hermetically sealed containers or ovens for longer
than 8 hr shall be discarded, or baked once at the time and
temperature recommended by the electrode manufac-
turer and placed immediately back into the holding
ovens. Electrodes exposed to the atmosphere for more
than 8 hr after once being baked shall be discarded.

(4) During the repair, the electrodes may be main-
tained in heated ovens in the repair area. The oven
temperature shall be maintained between 225°F
(105°C) and 350°F (175°C). Electrodes exposed to the
atmosphere for more than 8 hr shall be discarded, or
baked once at the time and temperature recommended
by the electrode manufacturer and placed immediately
back into the holding ovens. Electrodes exposed to the
atmosphere for more than 8 hr after once being baked
shall be discarded.

(5) The weld area plus a band around the clad repair
of 1Y% times the component thickness or 5 in. (125 mm),
whichever is less, shall be preheated and maintained at a
minimum temperature of 350°F (175°C) during welding.
The maximum interpass temperature shall be 450°F
(230°C). Thermocouples and recording instruments
shall be used to monitor the process temperatures.
Their removal shall be in accordance with WB-4435.
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Figure WB-4622.9(f)-1
Qualification Test Plate
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(6) All areas of the base material on which weld
metal is to be deposited shall be covered with a single
layer of weld deposit using % in. (2.5 mm) diameter elec-
trode, followed by a minimum of one layer of weld deposit
using % in. (3 mm) diameter electrode. Subsequent layers
may be deposited with electrode no larger than %, in. (4
mm). The weld bead crown surface of the first layer shall
be removed by grinding.

(7) After completion of welding, the weld area shall
be maintained at a temperature of 450°F to 550°F (230°C
to 290°C) for a period of 2 hr for P-No. 1 material and 4 hr
for P-No. 3 material.

(c) Examination of Repair Welds. The weld repair as
well as the preheated band shall be examined by the
liquid penetrant method. All nondestructive examination
shall be in accordance with Article WB-5000.

(d) Documentation of Weld Repairs. Documentation of
weld repairs shall be in accordance with WB-4130, exclu-
sive of the size requirements.

(e) Welding Procedure Qualification Test Plate

(1) Thetestassembly material for the welding proce-
dure qualification test shall be of the same P-Number and
Group Number, including a postweld heat treatment that
is at least equivalent to the time and temperature of that
applied to the material being repaired. If the repair
involves two different P-Number or Group Number mate-
rials, the test assembly shall duplicate the combination.

(2) The test assembly base material shall be at least
12 in. (300 mm) by 12 in. (300 mm), 2 in. (50 mm) min.
thickness, with a clad surface area of at least 8 in. (200
mm) by 8 in. (200 mm), in the area from which the bend
test specimens will be removed.

(3) The qualification test plate assembly. shall be
prepared and tested in accordance with the réquirements
of Section IX. The guided bend test acceptance standards
described in Section IX for cladding shallalso be applicable
to the HAZ of the base material.

(f) Performance Qualifications. Ifthe repair weld is to be
performed where physical obstructions impair the
welder’s ability to perform, the welder shall also demon-
strate the ability to deposit sound weld metal in the posi-
tions required, using thé same parameters and simulated
physical obstructiofis @s are involved in the repair.

WB-4622.11 Temper Bead Weld Repair to Dissimilar
Metal Weldsor, Buttering. Whenever PWHT is impractical
or impossible, limited weld repairs to dissimilar metal
welds (0f;P-No. 1 and P-No. 3 material or weld filler
metal A-No. 8 (Section IX, Table QW-442) or F-No. 43
(Section IX, Table QW-432) may be made without
PWHT or after the final PWHT provided the requirements
of the following subparagraphs are met:

(a) Examination of Area to Be Repaired. Before repair,
the area shall be examined by either the magnetic particle
or liquid penetrant method in accordance with
Article WB-5000.

(b) Maximum Extent of Repair. Repairs made to this
paragraph are limited to those along the fusion line of
a nonferritic weld to ferritic base material where % in.
(3 mm) or less of nonferritic weld deposit exists above
the original fusion line after defect removal. If the
defect penetrates into the ferritic base material, repair
of the base material may be performed in accordance
with WB-4622.11 provided the depth of repair in the
base material does not exceed ¥ in. (10 mm). Fhe
repairs to a completed joint shall not exceed one-half
the joint thickness. The surface of the completed repair
shall not exceed 100 in.? (65000 mm?).

(c) Repair Welding Procedure. The welding’procedure
and welder qualification shall meet all oftheTequirements
of Section IX and the additional requirements of this
Article. In addition, the Welding Procedure Specification
shall include the following requirements.

(1) Theareatoberepaitedshall be suitably prepared
for welding in accordance with the written procedure to
be used for the repair.

(2) The weld metalshall be deposited by the shielded
metal arc welding process (SMAW) using A-No. 8 weld
metal (Section IX; Table QW-442) for P-No. 8 to P-No.
1 or P-No\8/weld joints or F-No. 43 weld metal
(Section{IX, Table QW-432) for either P-No. 8 or P-No.
43 to“P-No. 1 or P-No. 3 weld joints. The maximum
bedd'width shall be four times the electrode core diameter.

(3) All covered electrodes used for qualification test
and repair welding shall be from unopened, hermetically
sealed packages or heated ovens maintained between
225°F (105°C) and 350°F (175°C). Electrodes withdrawn
from hermetically sealed containers or ovens for longer
than 8 hr shall be discarded, or baked once at the time and
temperature recommended by the electrode manufac-
turer and placed immediately back into the holding
ovens. Electrodes exposed to the atmosphere for more
than 8 hr after once being baked shall be discarded.

(4) During the repair, the electrode may be main-
tained in heated ovens in the repair area. The oven
temperature shall be maintained between 225°F
(105°C) and 350°F (175°C). Electrodes exposed to the
atmosphere for more than 8 hr shall be discarded, or
baked once at the time and temperature recommended
by the electrode manufacturer and placed immediately
back into the holding ovens. Electrodes exposed to the
atmosphere for more than 8 hr after once being baked
shall be discarded.

(5) Theweld area plus aband around the weld repair
of 1% times the component thickness or 5 in. (125 mm),
whichever is less, shall be preheated and maintained at a
minimum temperature of 350°F (175°C) during welding.
The maximum interpass temperature shall be 450°F
(230°C). Thermocouples and recording instruments
shall be used to monitor the metal temperature during
welding. Their removal shall be in accordance with
WB-4435.
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(6) All areas of the ferritic base material, exposed or
not, on which weld metal is to be deposited, shall be
covered with a single layer of weld deposit using %4,
in. (2.5 mm) diameter electrode. The weld bead crown
surface shall be removed by grinding before depositing
the second layer. The second layer shall be deposited
with % in. (3 mm) diameter electrode. Subsequent
layers may be deposited with % in. (4 mm) maximum
diameter electrode. The techniques described in this para-
graph shall be duplicated in the procedure qualification.
[See Figure WB-4622.11(c)(6)-1.]

(7) After at least % in. (5 mm) of weld metal has
been deposited, the preheated area as defined in (5)
above shall be maintained in the range of 450°F to
550°F (230°C to 290°C) for 4 hr as a minimum.

(8) Subsequent to the above heat treatment, the
balance of the welding may be performed at a
minimum preheat temperature of 100°F (40°C) and at
a maximum interpass temperature of 350°F (175°C).

(d) Examination of Repair Areas

(1) After the heat treatment specified in (c)(7) above
has been completed, the repaired area shall be examined
by the liquid penetrant method.

(2) The repaired area and the preheated band as
defined in (c)(5) above shall be examined by the liquid
penetrant method after the completed weld has been
at ambient temperature for a minimum of 48 hr. The
repaired region shall be examined by the radiographic
method and, if practical, by the ultrasonic method.

(3) For repairs to partial penetration weldsy the
radiographic and ultrasonic examinations specified in
(2) above need not be performed, if meaningful results
cannot be obtained. For these cases, liquid{penetrant ex-
amination only shall be performed. For wéld repair depths
approximately % in. (5 mm), liquid pehétrant examina-
tion shall be performed at the time specified in (2) above.
For weld repair depths greater than %, in. (5 mm), liquid
penetrant examination shall be‘performed after approxi-
mately % in. (5 mm) thickhéss has been deposited and
the postheat specified inf€)(7) above has been completed.
Additional incremental deposit thicknesses shall be liquid
penetrant examined)in accordance with WB-5245. The
final weld surface' shall be liquid penetrant examined
at the time specified in (2) above.

(4) Allnondestructive examination shall be in accor-
dance-with Article WB-5000.

(e) “Pocumentation of Weld Repairs. Documentation of
weld repairs shall be in accordance with WB-4130, exclu-
sive of the size requirements.

(f) Welding Procedure Qualification Test Plate. The test
assembly materials for the welding procedure qualifica-
tion shall be of the same P-Number and Group Number,
including a postweld heat treatment that is atleast equiva-
lent to the time and temperature applied to the materials
being repaired. The depth of cavity in the test assembly
shall be a minimum of one-half the depth of actual repair

but not less than 1 in. (25 mm). The test assembly thick-
ness shall be a minimum of twice the depth of cavity in the
test assembly. The test assembly shall be large enough to
permit removal of the required test specimens. In order to
simulate the restraint that the weld metal will experience
intherepaired section of the component, the testassembly
dimensions surrounding the cavity shall be equal to the
test assembly thickness, but not less than 6 in. (150/mm).
The qualification test plate shall be prepared in.accor-
dance with Figure WB-4622.9(f)-1.

(g) Performance Qualifications. If the repaipweld is to
be performed where physical constructions impair the
welder’s ability to perform, the weldet.shall also demon-
strate the ability to deposit sound weld metal in the posi-
tions required, using the same parameters and simulated
physical obstructions as are.involved in the repair.

WB-4623 PWHT Heating and Cooling Rate
Requirements

Above 800°F (425°C) the rate of heating and cooling in
any hourly interval shall notexceed 400°F (220°C) divided
by the maximuim thickness in inches of the material being
heat tredted; but shall not exceed 400°F (220°C) and need
not be-less than 100°F (55°C) in any hourly interval.
During the heating and cooling period there shall not
be'a greater variation in temperature than 250°F
(140°C) within any 15 ft (4.5 m) interval of weld length.

WB-4624 Methods of Postweld Heat Treatment

The postweld heat treatment shall be performed in
accordance with the requirements of one of the following
subparagraphs.

WB-4624.1 Furnace Heating — One Heat. Heating the
itemin a closed furnace in one heat is the preferred proce-
dure and should be used whenever practical. The furnace
atmosphere shall be controlled so as to avoid excessive
oxidation and direct impingement of flame on the contain-
ment is prohibited.

WB-4624.2 Furnace Heating — More Than One Heat.
The item may be heated in more than one heatin a furnace,
provided the furnace atmosphere control requirements of
WB-4624.1 apply and overlap of the heated sections of the
component or item is atleast5 ft (1.5 m). When this proce-
dure is used, the portion of the component or item outside
the furnace shall be shielded so that the temperature
gradient is not harmful. The cross section where the
containment projects from the furnace shall not intersect
a nozzle or other structural discontinuity.

WB-4624.3 Local Heating. Welds may be locally post-
weld heat treated when it is not practical to heat treat the
entire component or item. Local postweld heat treatment
shall consist of heating a circumferential band around the
containment at temperature within the ranges specified in
this subarticle. The minimum width ofthe controlled hand
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Figure WB-4622.11(c)(6)-1
Temper Bead Weld Repair and Weld Temper Bead Reinforcement of Dissimilar Metal Welds or Buttering

Nonferritic
base material

Sy

3/g in. (10 mm) maximum axial depth into the original base material for
repair to WB-4622.11. Greater depths shall be repaired to WB-4622.9 to
the 3/g in. (10 mm) level before implementing the WB-4622.11 repair.

1/, T max.
| depth

Step 1: Prepare cavity and determine axial depth into ferritie

. base material.
Ferritic

base material

Step 2: Butter cavity with one layer of weld metal using 3/3,
in. (2.5 mm) diameter coated electrode.

Nonferritic
base material

Ferritic
base material

Step 3: Remove the weld bead crown of the first layer by grinding.

Ferritic
base material

Reinforcement weld
Temper bead layer

Step 4: The second layer shall be deposited with a /g in. (3 mm)
diameter electrode. Subsequent layer shall be deposited
with welding electrodes no larger than 5/35 in. (4.0 mm)
diameter. Bead deposition shall be performed in the
manner as shown. Particular care shall be taken in the
application of the temper bead reinforcement weld at
the tie-in point with the ferritic material as well as its
removal to ensure that the base metal and the deposited

Ferritic
base material

Nonferritic
base.material

Nonferritic
base material

weld metal are tempered and the resulting surface is
substantially flush.
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at each side of the weld, on the face of the greatest weld
width, shall be the thickness of the weld or 2 in. (50 mm),
whichever is less. The temperature of the component or
item from the edge of the controlled band outward shall be
gradually diminished so as to avoid harmful thermal gradi-
ents. This procedure may also be used for postweld heat
treatment after repairs.

WB-4624.4 Heating Items Internally. The contain-
ment may be heated internally by any appropriate
means and with adequate indicating and recording
temperature devices to aid in the control and maintenance
of a uniform distribution of temperature in the contain-
ment. Previous to this operation, the item should be fully
enclosed with insulating material.

WB-4630 HEAT TREATMENT OF WELDS OTHER
THAN THE FINAL POSTWELD HEAT
TREATMENT

The holding temperature, the time at temperature, the
heating rate, and the cooling rate need not conform to the
requirements of this Article for heat treatments other than
the final postweld heat treatment.

WB-4700 MECHANICAL JOINTS

WB-4710 BOLTING AND THREADING
WB-4711 Thread Engagement

The threads of all bolts or studs shall be engaged in
accordance with the design.

WB-4712 Thread Lubricants

Any lubricant or compound used in threadedjoints shall
be suitable for the service conditions and shall not react
unfavorably with either the service fluid>or any contain-
ment material in the system.

WB-4713 Removal of Thread-Lubricants

Allthreadinglubricants oréompounds shall be removed
from surfaces which are to’be seal welded.

WB-4720 BOLTING-FLANGED JOINTS

In bolting gdsketed flanged joints, the contact faces of
the flanges shall bear uniformly on the gasket and the
gasket shall be properly compressed in accordance
with the design principles applicable to the type of
gasket used. All flanged joints shall be made up with rel-
atively uniform bolt stress.
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ARTICLE WB-5000
EXAMINATION

WB-5100 GENERAL REQUIREMENTS FOR
EXAMINATION

WB-5110 PROCEDURES, QUALIFICATIONS, AND
EVALUATION

WB-5111 General Requirements

Nondestructive examinations shall be conducted in
accordance with the examination methods of Section V,
except as they may be modified by the requirements of
this Article. Radiographic examination shall be performed
in accordance with Section V, Article 2, except that fluor-
escent screens are not permitted for film radiography, the
geometric unsharpness shall not exceed the limits of
Section V, Article 2, T-274.2, and the image quality indi-
cators (IQIs) of Table WB-5111-1 shall be used in lieu of
those shown in Section V, Article 2, Table T-276. The re-
quirements for the retention of electronic and digital
radiographic images are the same as that for radiographic
film. Ultrasonic examination shall be in accordance with
Section V, Article 4; magnetic particle examination shdll be
in accordance with Section V, Article 7; and liquid pene-
trant examination shall be in accordance with Séction V,
Article 6. The examinations required by this Atticle, or by
reference to this Article, shall be performed by personnel
who have been qualified as required by this Article. The
results of the examinations shall be\evaluated in accor-
dance with the acceptance standards of this Article.

WB-5112 Nondestructive(Examination Procedures

All nondestructive gxaminations required by this
Article shall be pegforimed in accordance with detailed
written procedures Which have been proven by actual
demonstration.to the satisfaction of the Inspector. The
procedures(shall comply with the appropriate Article
of Section V for the particular examination method.
The digitization of radiographic film and radioscopic
images shall meet the requirements of Section V,
Article 2, Mandatory Appendix III, “Digital Image Acquisi-
tion, Display, and Storage for Radiography and Radio-
scopy.” Written procedures and records of
demonstration of procedure capability and personnel
qualification shall be made available to the Inspector
on request. At least one copy of the procedure shall be
readily available to all applicable nondestructive exami-

WB-5113 Post-Examination Cleaning

Following any nondestructive examinationin-which ex-
amination materials are applied to the piece, the piece
shall be thoroughly cleaned in accordance/with applicable
material or procedure specifications.

WB-5120 TIME OF EXAMINATION OF WELDS AND
WELD METAL:CLADDING

Acceptance examinations of welds and weld metal clad-
ding required by WB;5200 shall be performed at the times
stipulated in (a) through (f) below during fabrication and
installation.

(a) Radiographic examination of welds shall be
performéd after an intermediate’? or final postweld
heat tfeatment, when required, except that radiographic
exantination of welds in containments fabricated of P-No.
Tor P-No. 3 materials may be performed prior to an inter-
mediate or final postweld heat treatment, provided the
welds are ultrasonically examined after an intermediate
or final postweld heat treatment. The ultrasonic examina-
tion and acceptance standards shall be in accordance with
this Article.

(b) Magnetic particle or liquid penetrant examinations
of welds shall be performed after any required postweld
heat treatment, except that welds in P-No. 1 material may
be examined either before or after postweld heat treat-
ment.

(c) Alldissimilar metal weld joints, such as in austenitic
or high nickel to ferritic material, or using austenitic or
high nickel alloy filler metal to join ferritic materials which
penetrate the wall, shall be examined after final postweld
heat treatment.

(d) The magnetic particle or liquid penetrant examina-
tion of weld surfaces that are to be covered with weld
metal cladding shall be performed before the weld
metal cladding is deposited. The magnetic particle or
liquid penetrant examination of weld surfaces that are
not accessible after a postweld heat treatment shall be
performed prior to the operation which caused this inac-
cessibility. These examinations may be performed before
PWHT.

(e) Weld metal cladding shall be examined after either
anintermediate’? or final postweld heat treatment, except
the examination of weld metal cladding on P-Nos. 1 and 3

TTation personnei for Teference and USE.
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Table WB-5111-1
Thickness, 1QI Designations, Essential Holes, and Wire Diameters

U.S. Customary Units

IQI(s) — Hole or Wire Type [Note (1)]
Source Side Film Side
Required Wire

Single Wall Material Hole Essential Required Wire Hole Essential  Diameter —

Thickness Range, in. | Designation  Size Hole Diameter — IQI | Designation  Size Hole 1QI
Up to 0.25 incl. 5 0.040 4T 0.006 5 0.040 4T 0.006
Over -% 7 0.040 4T 0.006 7 0.040 4T 0.006
Over %~ 10 0.040 4T 0.010 10 0.040 4T 0.010
Over “%-% 12 0.050 4T 0.013 12 0.050 AT 0.013
Over %% 15 0.060 4T 0.016 12 0.050 4T 0.013
Over ¥%-1 20 0.040 2T 0.016 17 0.035 2T 0.013
Over 1-1Y, 25 0.050 2T 0.020 17 0.035 2T 0.013
Over 1%,-1% 30 0.060 2T 0.025 20 0.040 2T 0.016
Over 11/2—2 35 0.070 2T 0.032 25 0:050 2T 0.020
Over 2-2Y%, 40 0.080 2T 0.040 30 0.060 2T 0.025
Over 21/2—3 45 0.090 2T 0.040 35 0.070 2T 0.032
Over 3-4 50 0.100 2T 0.050 40 0.080 2T 0.040
Over 4-6 60 0.120 2T 0.063 45 0.090 2T 0.040
Over 6-8 80 0.160 2T 0.100 50 0.100 2T 0.050
Over 8-10 100 0.200 2T 0.126 60 0.120 2T 0.063
Over 10-12 120 0.240 2T 0,160 80 0.160 2T 0.100
Over 12-16 160 0.320 2T 0.250 100 0.200 2T 0.126
Over 16-20 200 0.400 2T 0.320 120 0.240 2T 0.160

SI Units
IQI(s) — Hole or Wire Type [Note (1)]
Source Side Film Side
Single Wall Material Required Wire
Thickness Range, Hole, “Essential Required Wire Hole  Essential Diameter —
in. (mm) Designation  Size Hole Diameter — IQI | Designation  Size Hole 1QI

Up to 6 incl. 5 1.02 4T 0.15 5 1.02 4T 0.15
Over 6-10 7 1.02 4T 0.15 7 1.02 4T 0.15
Over 10-13 10 1.02 4T 0.25 10 1.02 4T 0.25
Over 13-16 12 1.27 4T 0.33 12 1.27 4T 0.33
Over 16-19 15 1.52 AT 0.41 12 1.27 AT 0.33
Over 19-25 20 1.02 2T 0.41 17 0.89 2T 0.33
Over 25-32 25 1.27 2T 0.51 17 0.89 2T 0.33
Over 32-38 30 1.52 2T 0.64 20 1.02 2T 0.41
Over 38-50 35 1.78 2T 0.81 25 1.27 2T 0.51
Over ,50<64 40 2.03 2T 1.02 30 1.52 2T 0.64
Oyer 64-75 45 2.29 2T 1.02 35 1.78 2T 0.81
Over 75-100 50 2.54 2T 1.27 40 2.03 2T 1.02
Over 100-150 60 3.05 2T 1.60 45 2.29 2T 1.02
Over 150-200 80 4.06 2T 2.54 50 2.54 2T 1.27
Over 200-250 100 5.08 2T 3.20 60 3.05 2T 1.60
Over 250-300 120 6.10 2T 4.06 80 4.06 2T 2.54
Over 300-400 160 8.13 2T 6.35 100 5.08 2T 3.20
Over 400-500 200 10.16 2T 8.13 120 6.10 2T 4.06

NOTE: (1) Hole (plaque) type I1QIs may be used on flat plates and on objects with geometries such that the IQI hole image is not distorted.
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materials may be performed before or after the inter-
mediate’? or final postweld heat treatment.

(f) All of the joints in austenitic stainless steel and
nonferrous material shall be examined by the liquid pene-
trant method after an intermediate or final postweld heat
treatment, if any, is performed.

WB-5130 EXAMINATION OF WELD EDGE
PREPARATION SURFACES

All full penetration weld edge preparation surfaces for
joint Categories A, B, C, D, and similar joints in material 2
in. (50 mm) or more in thickness shall be examined by the
magnetic particle or liquid penetrant method. Indications
shall be evaluated in accordance with the acceptance stan-
dards of (a), (b), and (c) below.

(a) Only indications with major dimensions greater
than %4 in. (1.5 mm) shall be considered relevant imper-
fections.

(b) Laminar-type imperfections are acceptable without
repair if they do not exceed 1 in. (25 mm) in length. The
extent of all laminar-type imperfections exceeding 1 in.
(25 mm) in length shall be determined by ultrasonic ex-
amination. Imperfections exceeding 1 in. (25 mm) in
length shall be repaired by welding to a depth of % in.
(10 mm) or the depth of the imperfection, whichever
isless, unless the ultrasonic examination reveals that addi-
tional depth of repair is required to meet the ultrasonic
examination requirement for the product form.

(c) Indications of nonlaminar imperfections of (1)
through (3) below are unacceptable:

(1) anylinear indications greater than %4 in. (54mm)
long;

(2) rounded indications with dimensions‘greater
than ¥ in. (5 mm);

(3) four or more indications, in a line separated by
Y6 in. (1.5 mm) or less, edge to edge:

(d) Weld repairs made to weld edge preparations for
Category A, B, C, D, or similar type Welds shall be examined
by the magnetic particle or liquid penetrant method
before the surfaces become‘inaccessible. The examination
may be performed before-or after postweld heat treat-
ment.

WB-5140 EXAMINATION OF ADJACENT BASE
MATERIAL

When performing the surface examinations of weld
joint~Eategories A, B, C, and D as required by
WB-5200, the external and accessible internal weld
surfaces and adjacent base material for at least % in.
(13 mm) on each side of the weld shall be included in
the examination. Acceptance standards for the weld
shall be as stated in this Article while the acceptance stan-
dards for base material shall be as stated in WB-2500.

WB-5200 REQUIRED EXAMINATION OF
WELDS

WB-5210 CATEGORY A WELDED JOINTS

Category A welded joints in containments shall be
examined by the radiographic and either the liquid pene-
trant or magnetic particle method.

WB-5220 CATEGORY B WELDED JOINTS

Category B welded joints in containments-$hall be
examined by the radiographic and either the liquid pene-
trant or magnetic particle method.

WB-5230 CATEGORY C WELDED_JOINTS
WB-5231 General Requireménts

(a) Category C full penetration butt-welded joints in
containments shall be éxamined by the radiographic
and either the liquid penetrant or magnetic particle
method.

(b) Category € full penetration corner-welded joints in
containments-shall be ultrasonically or radiographically
examined and-€ither liquid penetrant or magnetic particle
examined

(c) Type 2 Category C full penetration corner-welded
joints/similar to Figure WB-4243-1 sketches (c) and (d)
also require the fusion zone and the parent metal beneath
the attachment surface to be ultrasonically examined after
welding to verify freedom from lack of fusion and laminar
defects.

WB-5240 CATEGORY D WELDED JOINTS
WB-5241 General Requirements

All Category D welded joints in containments shall be
examined as stated in the following paragraphs.

WB-5242 Full Penetration Butt-Welded Nozzles

Nozzles attached by full penetration butt-welded joints
as shown in Figure WB-4244(a)-1 shall be examined by
the radiographic and either the liquid penetrant or
magnetic particle method.

WB-5243 Corner-Welded Nozzles

Full penetration corner-welded nozzles in contain-
ments as shown in Figure WB-4244(b)-1 shall be exam-
ined by either the ultrasonic or the radiographic method,
and either the liquid penetrant or magnetic particle
method. If radiographed, the weld fusion zone and the
parent metal beneath the weld for details shown in
Figure WB-4244(b)-1 sketches (a) and (b) and the
weld fusion zone and parent material beneath the attach-
ment surface for details shown in Figure WB-4244(b)-1
sketches (c), (d), (e), and (g) shall be ultrasonically
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examined after welding to assure freedom from lack of
fusion and laminar defects.

WB-5244 Weld Metal Buildup at Openings for
Nozzles

When weld metal buildup is made to a surface as shown
in Step 1 of Figure WB-4244(c)-1, the weld metal buildup
and the parent metal beneath the weld metal buildup shall
be ultrasonically examined. The parent material beneath
the weld metal buildup shall be ultrasonically examined to
detect laminar defects after weld metal buildup. Nozzles
may then be attached by a full penetration weld as shown
in Step 2 of Figure WB-4244(c)-1. The full penetration
butt-welded joint shall be examined by either the ultra-
sonic or radiographic method, and either the liquid pene-
trant or magnetic particle method and the weld metal
buildup shall be examined by either the magnetic particle
or liquid-penetrant method.

WB-5245 Partial Penetration Welded Joints

Partial penetration welded joints, as permitted in
WB-3252.4(b), and as shown in Figure WB-4244(d)-1,
shall have the surface of the finished welded joint exam-
ined by either the magnetic particle or liquid penetrant
method.

WB-5260 FILLET, PARTIAL PENETRATION, AND
ATTACHMENT WELDED JOINTS

WB-5261 Fillet and Partial Penetration Welded
Joints

Fillet and partial penetration welded joints, €xcept for
nonstructural attachments (WB-1132.1);xshall be exam-
ined by the magnetic particle or liquid penetrant method.

WB-5262 Structural Attachment Welded Joints

Structural attachment welded joints made to contain-
ment material shall be examined by either the magnetic
particle or liquid penetrant method.

WB-5270 SPECIAL WELDED JOINTS
WB-5272 Weld Metal Cladding

Weld/metal cladding shall be examined by the liquid
penetrant method.

WB-5273 Hard Surfacing

Hard surfacing weld metal shall be examined by the
liquid penetrant method in accordance with WB-2546,
and the acceptance standards applicable to materials
less than % in. (16 mm) thick shall apply.

WB-5277 Electron Beam Welds

In addition to the requirements for the type of weld
being examined, all complete penetration welds made
by the electron beam welding process shall be ultrasoni-
cally examined.

WB-5279 Special Exceptions

When the joint detail, or environmental conditigns*(i.e.,
background radiation), does not permit radiographic ex-
amination to be performed in accordance with this Article,
ultrasonic examination plus liquid penetrant or magnetic
particle examination of the completedweld may be substi-
tuted for the radiographic examination. The absence of
suitable radiographic equipment shall not be justification
for such substitution. The substitution of ultrasonic exam-
ination can be made, provided the examination is
performed using a detailed written procedure that has
been proven by actual.demonstration to the satisfaction
of the Inspector, as~capable of detecting and locating
defects described in-this Division. The nondestructive ex-
amination shall.be in accordance with WB-5110 and meet
the acceptance standards of WB-5300.

WB-5300 ACCEPTANCE STANDARDS

WB-5320 RADIOGRAPHIC ACCEPTANCE
STANDARDS

Indications shown on the radiographs of welds and
characterized as imperfections are unacceptable under
the following conditions:

(a) any indication characterized as a crack or zone of
incomplete fusion or penetration;

(b) any indication characterized as incomplete pene-
tration or incomplete fusion, except that such indications
in welds between P-8 metals that were made using GTAW
or SMAW in which the deposit analysis in A-8 or A-9 are
acceptable provided they do not exceed the length in (c).

(c) any other elongated indication which has a length
greater than:

(1) %, in. (6 mm) for t up to % in. (19 mm), inclusive

(2) Yt for t from %, in. to 2%, in. (19 mm to 57 mm),
inclusive

(3) % in. (19 mm) for t over 2 in. (57 mm)
where tis the thickness of the thinner portion of the weld;

(d) internal root weld conditions are acceptable when
the density change or image brightness difference as indi-
cated in the radiograph is not abrupt; elongated indica-
tions on the radiograph at either edge of such conditions
shall be unacceptable, as provided in (c) above;

(e) any group of aligned indications having an aggre-
gate length greater than t in a length of 12¢, unless the
minimum distance between successive indications
exceeds 6L, in which case the aggregate length is unlim-
ited, L being the length of the largest indication;
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(f) rounded indications in excess of that shown as ac-
ceptable in Section III Appendices, Mandatory Appendix
VI.

WB-5330 ULTRASONIC ACCEPTANCE
STANDARDS

All imperfections that produce a response greater than
20% of the reference level shall be investigated to the
extent that the operator can determine the shape, identity,
and location of all such imperfections and evaluate them in
terms of the acceptance standards given in (a) and (b)
below.

(a) Imperfections are unacceptable if the indications
exceed the reference level amplitude and have lengths
exceeding:

(1) Y, in. (6 mm) for t up to ¥, in. (19 mm), inclusive

(2) Yt for t from ¥, in. to 2%, in. (19 mm to 57 mm),
inclusive

(3) ¥, in. (19 mm) for t over 2%, in. (57 mm)

where t is the thickness of the weld being examined; if a
weld joins two members having different thicknesses at
the weld, t is the thinner of these two thicknesses.

(b) Indications characterized as cracks, lack of fusion,
or incomplete penetration are unacceptable regardless of
length.

WB-5340 MAGNETIC PARTICLE ACCEPTANCE
STANDARDS

WB-5341 Evaluation of Indications

(a) Mechanical discontinuities at the surface ‘are
revealed by the retention of the examination“medium.
All indications are not necessarily defectsyhowever,
since certain metallurgical discontinuities ainid magnetic
permeability variations may produce similar indications
which are not relevant.

(b) Any indication that is believed to be nonrelevant
shall be reexamined by the same or other nondestructive
examination methods to verify whether or not actual
defects are present. Surface conditioning may precede
the reexamination. After’an indication has been verified
to be nonrelevant, itis hot necessary to reinvestigate repe-
titive nonrelevant indications of the same type. Nonrele-
vant indications that would mask defects are
unacceptable:

(c) Relevant indications are indications which result
from tmperfections. Linear indications are indications
in{which the length is more than three times the
width. Rounded indications are indications which are
circular or elliptical with the length equal to or less
than three times the width.

WB-5342 Acceptance Standards

(a) Only imperfections producing indications with
major dimensions greater than Y4 in. (1.5 mm) shall
be considered relevant imperfections.

(b) Imperfections producing the following indications
are unacceptable:

(1) any cracks and linear indications;

(2) rounded indications with dimensions greater
than % in. (5 mm);

(3) four or more rounded indications in a line'sepa-
rated by Y in. (1.5 mm) or less edge to edge:

(4) ten or more rounded indications. ifi;any 6 in.?
(4000 mm?) of surface with the major dimension of
this area not to exceed 6 in. (150 mmJj with the area
taken in the most unfavorable location Telative to the indi-
cations being evaluated.

WB-5350 LIQUID PENETRANT ACCEPTANCE
STANDARDS

WB-5351 Evaluation-of Indications

(a) Mechanical discontinuities at the surface are
revealed bybleeding out of the penetrant; however, loca-
lized supface discontinuities, such as may occur from
machifing marks, surface conditions, or an incomplete
bond between base metal and cladding, may produce
similar indications which are nonrelevant.

(b) Any indication which is believed to be nonrelevant
shall be reexamined to verify whether or not actual defects
are present. Surface conditioning may precede the reex-
amination. Nonrelevant indications and broad areas of
pigmentation which would mask defects are unaccept-
able.

(c) Relevant indications are indications which result
from imperfections. Linear indications are indications
in which the length is more than three times the
width. Rounded indications are indications which are
circular or elliptical with the length equal to or less
than three times the width.

WB-5352 Acceptance Standards

(a) Only imperfections producing indications with
major dimensions greater than Y4 in. (1.6 mm) shall
be considered relevant imperfections.

(b) Imperfections producing the following indications
are unacceptable:

(1) any cracks or linear indications;

(2) rounded indications with dimensions greater
than ¥ in. (5 mm);

(3) four or more rounded indications in a line sepa-
rated by % in. (1.5 mm) or less edge to edge;

(4) ten or more rounded indications in any 6 in.?
(4000 mm?) of surface with the major dimension of
this area not to exceed 6 in. (150 mm) with the area

120


https://asmenormdoc.com/api2/?name=ASME BPVC.III.3 (ASME BPVC Section 3 Division 3) 2021.pdf

ASME BPVC.II1.3-2021

taken in the most unfavorable location relative to the indi-
cations being evaluated.

WB-5400 FINAL EXAMINATION OF
CONTAINMENTS

WB-5410 EXAMINATION AFTER HYDROSTATIC
TEST

After the pressure testing of a containment, all weld
joints and heat-affected zones of Categories A, B, C,
and D, used to join ferritic material and repair welds
in ferritic material that exceed in depth either % in.
(10 mm) or 10% of the section thickness, whichever is
less, shall be examined when physically accessible by
the magnetic particle or liquid penetrant method.

WB-5500 QUALIFICATIONS AND
CERTIFICATION OF
NONDESTRUCTIVE EXAMINATION
PERSONNEL

WB-5510 GENERAL REQUIREMENTS

Organizations performing Code required nondestruc-
tive examinations shall use personnel competent and
knowledgeable to the degree specified by WB-5520.
When these services are subcontracted by the Certificate
Holder or Quality System Certificate Holder, he shall verify
the qualification of personnel to the requirements of
WB-5520. All nondestructive examinations required by
this Subsection shall be performed by and the results eval-
uated by qualified nondestructive examinatioh personnel.

WB-5520 PERSONNEL QUALIFICATION,
CERTIFICATION, ANDVERIFICATION

WB-5521 Qualification Procedure

(a) Personnel performihg nondestructive examina-
tions shall be qualified(ih accordance with the recom-
mended guidelines of SNT-TC-1A."* '* The ACCP Level
II and III provisions for qualification and certification
and the ASNT administered Level Il certification provision
for qualification and certification of NDE Personnel shall
not be used-for Section I11. The Employer’s'® written prac-
tice, required by paragraph 5 of SNT-TC-1A4, shall identify
therequirements relative to the recommended guidelines.
The“recommended guidelines of SNT-TC-1A shall be
considered as minimum requirements, except as modified
in (1) through (5) below.

(1) Qualification of Level IIl nondestructive exami-
nation personnel shall be by examination.

(-a) The basic and method examinations, para-
graphs 8.8.1 and 8.8.2 of SNT-TC-1A, may be prepared
and administered by Employer,’®> ASNT, or an outside
agency.

(-b) The specific examination, paragraph 8.8.3 of
SNT-TC-1A4, shall be prepared and administered by the
Employer or an outside agency. The Employer or
outside agency administering the specific examination
shall identify the minimum grade requirement in the
written program when the basic and method examina-
tions have been administered by ASNT, which issues
grades on a pass/fail basis. In this case, the minimum
grade for the specific examination may notrbeless
than 80%.

(2) The written practice identified in patagraph 5 of
SNT-TC-1A and the procedures used for €amination of
personnel shall be referenced in.the Employer’s
Quality Program.

(3) The number of hours of training and experience
for nondestructive examination personnel who perform
only one operation of a,nondestructive examination
method that consists of ‘afore than one operation, or
perform nondestruetive examination of limited scope,
may be less than that recommended in Table 6.3.1 A
of SNT-TC-1A-The time of training and experience
shall be described in the written practice, and any limita-
tions or restrictions placed on the certification shall be
described-in the written practice and on the certificate.

The minimum classroom training times for visual ex-
amination personnel identified in Table 6.3.1 A of SNT-TC-
1A for Level Il certification may be reduced from 16 hr to 8
hr.

(4) For the near-vision acuity examination, the
Jaeger Number 1 letters shall be used in lieu of the
Jaeger Number 2 letters specified in paragraph 8.2.1 of
SNT-TC-1A. The use of equivalent type and size letters
is permitted.

(5) An NDE Level I individual shall be qualified to
properly perform specific setups, specific calibrations,
specific NDE, and specific evaluations for acceptance or
rejection determinations according to written instruc-
tions, and to record results. The NDE Level I individual
shall receive the necessary instruction and supervision
from a certified NDE Level II or Level III individual. A
Level I individual may independently accept the results
of nondestructive examinations when the specific accep-
tance criteria are defined in the written instructions.

(b) For nondestructive examination methods not
covered by SNT-TC-1A documents, personnel shall be
qualified to comparable levels of competency by subjec-
tion to comparable examinations on the particular method
involved.

(c) The emphasis shall be on the individual’s ability to
perform the nondestructive examination in accordance
with the applicable procedure for the intended applica-
tion.

(d) For nondestructive examination methods that
consist of more than one operation or type, it is permis-
sible to use personnel qualified to perform one or more
operations. As an example, one person may be used who is
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qualified to conduct radiographic examination and
another may be used who is qualified to interpret and
evaluate the radiographic film.

WB-5522 Certification of Personnel

(a) The Employer retains responsibility for the
adequacy of the program and is responsible for certifica-
tion of Levels I, I, and Il nondestructive examination per-
sonnel.

(b) When ASNT is the outside agency administering
the Level IIl basic and method examinations
[WB-5521(a)(1)(-a)], the Employer may use a letter
from ASNT as evidence on which to base the certification.

(c) When an outside agency is the examining agent for
Level I1I qualification of the Employer’s personnel, the ex-
amination results shall be included with the Employer’s
record.

WB-5523 Verification of Nondestructive
Examination Personnel Certification

The Certificate Holder has the responsibility to verify
the qualification and certification of nondestructive exam-
ination personnel employed by Material Organizations
and qualified by them in accordance with WA-3820
and subcontractors who provide nondestructive examina-
tion services to them.

WB-5530 RECORDS

Personnel qualification records identified in(paragraph
9.4 of SNT-TC-1A shall be retained by thé Employer.
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ARTICLE WB-6000
TESTING

WB-6100 GENERAL REQUIREMENTS
WB-6110 SCOPE

(a) This Article contains the testing requirements for
transportation containments constructed in accordance
with the rules of this Subsection.

(b) The terms test and testing as used in this Article
include hydrostatic testing (WB-6200), pneumatic
testing (WB-6300), and leak testing (WB-6700).

WB-6120 TESTING OF CONTAINMENTS

Except for final closure welds and final mechanical
closures made on inner containments meeting the re-
quirements of this Subsection and made after the inner
containment is loaded (e.g., dual-purpose containments
that are totally enclosed in a transportation containment
meeting the requirements of this Subsection), all trans:
portation containments shall be pressure tested and
then leak tested in accordance with WB-6700. Einal
closure welds and final mechanical closures made.after
inner containments are loaded shall be tested.as required
by WB-6700.

WB-6121 Pneumatic Testing

A pneumatic test in accordance with WB-6300 may be
substituted for the hydrostatic testwhen permitted by the
Design Specification.

WB-6121.1 Pneumatic Test Limitations. A pneumatic
testatapressure not toexeeed 25% of the Design Pressure
may be applied, priot-to either a hydrostatic or a pneu-
matic test, as améans of locating leaks.

WB-6121.2 ‘Precautions to Be Employed in Pneumatic
Testing. Compressed gaseous fluid is hazardous when
used as‘a testing medium. Therefore, it is recommended
that special precautions for protection of personnel be
taken when a gaseous fluid under pressure is used as
a-test medium.

WB-6122 Witnessing of Tests

All testing required by this Article shall be performed in
the presence of the Inspector.

WB-6123 Time of Testing

WB-6123.1 Containments. Completed-containments
shall have all the testing required by this Article completed
prior to initial service.

WB-6123.2 Material Pressure Test. The containment
test may be used in lieu,of‘@any pressure test required
by the material specifiedtion for material used in the
containment provided

(a) nondestructivé examinations, if required by the
material specification, can be performed subsequent to
the containment test

(b) the.material can be repaired by welding in accor-
dance with the rules of WB-4130

(¢])postweld heat treatment, when required after
repairs, can be performed in accordance with WB-4620

WB-6124 Machining After Testing

An additional amount of material, not to exceed 10% of
the wall thickness or 3/8 in. (10 mm), whichever is less, is
permitted on the completed item after testing where
critical dimensions and tolerances is required.

WB-6130 PREPARATION FOR TESTING
WB-6131 Exposure of Joints

All joints, including welded joints, shall be left uninsu-
lated and exposed for examination during the test.

WB-6132 Addition of Temporary Supports

Containments may be provided with additional
temporary supports, if necessary, to support the
weight of the test liquid when hydrostatic testing is
performed.

WB-6133 Restraint or Isolation of Expansion Joints

Expansion joints shall be provided with temporary
restraints, if required, for the additional pressure load
under test.

WB-6136 Precautions Against Test Medium
Expansion

If a test is to be maintained for a period of time and the
testmedium in the system is subject to thermal expansion,
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WB-6137 Check of Test Equipment Before
Applying Pressure

The test equipment shall be examined before pressure
is applied to ensure that itis tight and thatall low pressure
filling lines and other items that should not be subjected to
the test have been disconnected or isolated.

WB-6200 HYDROSTATIC TESTS

WB-6210 HYDROSTATIC TEST PROCEDURE
WB-6211 Venting During Fill Operation

The containment in which the test is to be conducted
shall be vented during the filling operation to minimize air
pocketing.

WB-6212 Test Medium and Test Temperature

(a) Water or an alternative liquid, as permitted by the
Design Specification, shall be used for the hydrostatic test.

(b) It is recommended that the test be made at a
temperature that will minimize the possibility of brittle
fracture (Section III Appendices, Nonmandatory Appendix
G). The test pressure shall not be applied until the contain-
ment and the pressurizing fluid are at approximately the
same temperature.

WB-6220 HYDROSTATIC TEST PRESSURE
REQUIREMENTS

WB-6221 Minimum Hydrostatic Test Pressure

(a) The containment shall be hydrostatically tésted at
not less than 1.50 times Design Pressure.

WB-6222 Maximum Permissible Test Pressure

The stress limits specified in WB-3225 shall be used in
determining the maximum permissible test pressure. In
multichamber containments, pressure may be simulta-
neously applied to the appropriate adjacent chamber
to satisfy these stress limits.

WB-6223 Hydrostatic Test Pressure Holding Time

The hydrostatic test pressure shall be maintained a
minimum of-10;minutes prior to initiation of the exam-
ination for-leakage required by WB-6224.

WB-6224 Examination for Leakage After
Application of Pressure

Following the application of the hydrostatic test pres-
sure for the required time (WB-6223), all joints, connec-
tions, and regions of high stress, such as regions around
openings and thickness transition sections, shall be exam-
ined for leakage. This examination shall be made at a pres-
sure equal to the greater of the Design Pressure or three-

Inspector. Leakage of temporary gaskets and seals,
installed for the purpose of conducting the hydrostatic
test and which will be replaced later, may be permitted
unless the leakage exceeds the capacity to maintain test
pressure for the required amount of time. Other leaks,
such as those from permanent seals, seats, and gasketed
joints in containments, may be permitted when specifi-
cally allowed by the Design Specification. Leakage front
temporary seals or leakage permitted by the Design Spec-
ification shall be directed away from the surface of the
containment to avoid masking leaks from other (joints.

WB-6300 PNEUMATIC TESTS

WB-6310 PNEUMATIC TESTING-PROCEDURES
WB-6311 General Requirements

When a pneumatic testVis”performed, it shall be
conducted in accordarce‘with the requirements of
WB-6100 and this Article.

WB-6312 Test.Medium and Test Temperature

(a) The gds used as the test medium shall be nonflam-
mable.

(b) Testing temperature shall be in accordance with
WB6212(b).

WB-6313 Procedure for Applying Pressure

The pressure in the system shall gradually be increased
to not more than one-half of the test pressure, after which
the pressure shall be increased in steps of approximately
one-tenth of the test pressure until the required test pres-
sure has been reached.

WB-6320 PNEUMATIC TEST PRESSURE
REQUIREMENTS

WB-6321 Minimum Required Pneumatic Test
Pressure

The containment shall be pneumatically tested at not
less than 1.5 times Design Pressure.

WB-6322 Maximum Permissible Test Pressure

The maximum test pressure shall be limited as defined
in WB-6222.

WB-6323 Test Pressure Holding Time

The test pressure of WB-6321 shall be maintained for a
minimum total time of 10 minutes.
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WB-6324 Examination for Leakage After
Application of Pressure

Following the application of pressure for the time speci-
fied in WB-6323, the test pressure shall be reduced to a
value equal to the greater of the Design Pressure or three-
fourths of the test pressure and held for a sufficient time to
permit examination as defined in accordance with
WB-6224.

WB-6400 TEST GAGES

WB-6410

WB-6411 Types of Gages to Be Used and Their
Location

Test gages used in testing shall be indicating pressure
gages and shall be connected directly to the item being
tested. If the indicating gage is not readily visible to
the operator controlling the test, an additional indicating
gage shall be provided where it will be visible to the
operator for the duration of the test.

WB-6412 Range of Indicating Gages

(a) Analogtypeindicating gages used in testing shall be
graduated over a range not less than 1% times nor more
than 4 times the test pressure.

(b) Digital type gages may be used without rangé
restriction provided the combined error due to calibration
and readability does not exceed 1% of the test pressure.

WB-6413 Calibration of Pressure Test Gages

All test gages shall be calibrated againstastandard dead
weight tester or a calibrated master gage! The test gages
shall be calibrated before each test(ér series of tests. A
series of tests is that group of tests.using the same pres-
sure test gage or gages which is.gonducted at the same site
within a period not exceeding’2 weeks.

WB-6600 SPECIAL TEST PRESSURE
SITUATIONS

WB-6610 CONTAINMENTS DESIGNED FOR
EXTERNAL PRESSURE

Containments designed for external pressure only shall
be\subjected to an internal test pressure at 1.5 times the
Design External Pressure. The pressure shall be under

proper control so that the required test pressure is
never exceeded by more than 6%.

WB-6620 TESTING OF COMBINATION UNITS

WB-6621 Pressure Chambers Designed to Operate
Independently

Pressure chambers of combination units that have’been
designed to operate independently shall be testedras sépa-
rate containments; that is, each chamber shall-be tested
without pressure in the adjacent chamber;

WB-6622 Common Elements Designed for a
Maximum Differential Pressure

(a) When chambers of combination units have their
common elements designed4eoy the maximum differential
pressure and the differentjal pressure is less than the
higher of the Design Pressure of the adjacent chambers,
the common elementsshall be subjected to a test pressure
of at least 1/, time$ the maximum differential pressure.

(b) Following the test of the common elements, as
required by, (@) above and their inspection, the adjacent
chambers shall be tested. Care must be taken to limit the
differential pressure between the chambers to the pres-
sure.used when testing the common elements.

WB-6700 LEAK TESTING
WB-6710 HELIUM LEAK TESTING

Requirements for helium leak testing:

(a) Helium leak testing shall be conducted in accor-
dance with Section V, Article 10, and ANSI N14.5.'° Per-
sonnel performing helium leak testing shall be qualified in
accordance with Article WB-5000.

(b) The allowable volumetric leakage rate shall be
defined in the Design Specification. An acceptable
method to determine the maximum, permissible volu-
metric leakage rate can be found in ANSI N14.5.

(c) Ifasingleleak-rate testis conducted, the conversion
methods in ANSI N14.5 shall be used to determine if the
leakage rates specified in the Design Specification have
been met.
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ARTICLE WB-8000
NAMEPLATES, STAMPING WITH CERTIFICATION MARK, AND
REPORTS

WB-8100 GENERAL REQUIREMENTS

The requirements for nameplates, stamping with the Certification Mark, and reports shadll be as given in
Article WA-8000.
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SUBSECTION WC
CLASS SC STORAGE CONTAINMENTS

ARTICLE WC-1000
INTRODUCTION

WC-1100 SCOPE

(a) Subsection WC contains rules for the material,
design, fabrication, examination, testing, marking,
stamping, and preparation of reports by the Certificate
Holder for Class SC storage containments for spent
nuclear fuel and high-level radioactive material.

(b) The rules of Subsection WC cover the strength and
containment integrity of items where their failure could
breach the containment boundary. The rules cover load
stresses but do not cover deterioration which may occurin
service as a result of corrosion, radiation effects, or
instability of containment materials. WA-1130 further
limits the rules of this Subsection.

WC-1120 LIMITS OF RULES FOR CLASS SC
STORAGE CONTAINMENTS

(a) Subsection WC does not contain rules to cover all
details of construction of Class SC containments. Where
complete details are not provided in this Subsection, it is
intended that the N3 Certificate Holder, subject to review
by the Inspector (Article WA-5000), shall provide the
details of construction which*will be consistent with
those provided by the rules of this Subsection.

(b) Valves, classified.as part of the containment by the
Design Specificationyshall be classified as Class 1 or Class 2
and shall meet the requirements of Division 1 in lieu of all
other requirements of this Division.

WC-1130:BOUNDARIES OF JURISDICTION
WC-1131 Boundary of Containments

The Design Specification shall define the boundary of a
containment. The containment includes the vessel and any
penetration assemblies attached to the vessel.

WC-1132 Boundary Between a Containment and
Attachments

WC-1132.1 Attachments.

(a) An attachment’is an element in contact with or
connected to the“inside or outside of a containment,
which may perform a containment function, and either
a structuraler nonstructural function.

(b)_Attachments that do not perform a containment
funetion include items such as stiffeners or containment
opening reinforcement.

(c) Attachments that do not perform a containment
function include items in the containment support load
path such as support and shear lugs, brackets, trunnions
and skirts.

(d) Attachments with a structural function (structural
attachments) perform a containment function or are in the
containment support load path.

(e) Attachments with a nonstructural function
(nonstructural attachments) do not perform a contain-
ment function nor are they in the containment support
load path. Nonstructural attachments include nameplates
and lifting lugs.

WC-1132.2 Jurisdictional Boundary. The jurisdictional
boundary between a containment and an attachment
defined in the Design Specification shall not be any
closer to the containment than as defined in (a)
through (g) below.

(a) Attachments forged with the containment or weld
buildup on the containment surface shall be considered
part of the containment.

(b) Attachments, welds, and fasteners having a contain-
ment function shall be considered part of the containment.

(c) Except as provided in (d) and (e) below, the
boundary between a containment and an attachment
not having a containment function shall be at the
surface of the containment.

(d) The firstconnecting weld of a structural attachment
that does not perform a containment function to a contain-
ment shall be considered part of the containment.
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(e) The first connecting weld of a welded nonstructural
attachment to a containment shall be considered part of
the attachment.

(f) Mechanical fasteners used to connect an attachment
that does not perform a containment function to the
containment shall be considered part of the attachment.

(g) The boundary may be located further from the
containment portion of the containment than as
defined in (a) through (f) above when specified in the
Design Specification.
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ARTICLE WC-2000
MATERIAL

WC-2100 GENERAL REQUIREMENTS FOR
MATERIAL

WC-2110 SCOPE OF PRINCIPAL TERMS
EMPLOYED

(a) The term material as used in this Subsection is
defined in WA-1220. The term Material Organization is
defined in Division 1, Article NCA-9000.

(b) The term containment materials, as used in this
Subsection applies to containment shells, heads,
nozzles and bolting that form part of the containment
boundary.

(c) The requirements of this Article make reference to
the term thickness. For the purpose intended, the following
definitions of nominal thickness apply:

(1) plate: the thickness is the dimension of the short
transverse direction;

(2) forgings: the thickness is the dimension defined
as follows:

(-a) hollow forgings: the nominal thickness is
measured between the inside and outside-Surfaces
(radial thickness);

(-b) diskforgings (axiallength lessthan the outside
diameter): the nominal thickness is thé.axial length;

(-c) flat ring forgings (axial léngth less than the
radial thickness): for axial length <2 in. (50 mm), the
axial length is the nominal thickness. For axial length
22 in. (50 mm), the radial thi€¢kness is the nominal thick-
ness.

(-d) rectangular-solid forgings: the least rectan-
gular dimension ishe nominal thickness.

(3) castings: thickness for fracture toughness testing
and heat treatment purposes is defined as the wall thick-
ness of the.containment.

WC-2120 CONTAINMENT MATERIAL
WC=2121 Permitted Material Specifications

(a) Containment materials shall conform to the re-
quirements of one of the specifications for materials
given in Section II, Part D, Subpart 1, Tables 2A and
2B including all applicable reference notes in the table,
and to all of the requirements of this Article that apply
to the product form in which the material is used. Attach-
ments that perform a containment function shall be

containment material. As an additional control, only
the following materials shall be used:

(1) materials whose P-Numbers are listed in
Table WC-4622.1-1

(2) ductile cast iron castings, per specifications SA-
874 or SA/JIS G5504

(3) SA-263, Specification for Corrosion-Resisting
Chromium-Steel Clad PlatesSheet, and Strip

(4) SA-264, Specification for Corrosion-Resisting
Chromium-Nicke] Ste€l Clad Plate, Sheet, and Strip

(5) SA-265, Specification for Nickel and Nickel-Base
Alloy Clad Steel-Plate

(b) The requirements of this Article do not apply to
materialMor items not associated with the containment
funetion of a component such as seals, gaskets, and
ceéramic insulating materials and special alloys used as
seal materials in electrical penetration assemblies.

(c) Material for instrument line fittings, NPS 1 (DN 25)
and less, may be of material made to specifications other
than those listed in Section II, Part D, Tables 2A and 2B,
provided that the material is determined to be adequate
for the service conditions by the containment designer.

(d) Weldingand brazing materials used in manufacture
of items shall comply with an SFA specification in Section
11, Part C, except as otherwise permitted in Section IX, and
shall also comply with the applicable requirements of this
Article. The requirements of this Article do not apply to
materials used as backing rings or backing strips in welded
joints.

(e) The requirements of this Article do not apply to
hard surfacing or corrosion resistant weld metal
overlay that is 10% or less of the thickness of the base
material (WC-3122).

WC-2122 Special Requirements Conflicting With
Permitted Material Specifications

Special requirements stipulated in this Article shall
apply in lieu of the requirements of the material specifica-
tions wherever the special requirements conflict with the
material specification requirements (NCA-4256). Where
the special requirements include an examination, test, or
treatment which is also required by the material specifi-
cation, the examination, test, or treatment need be
performed only once. Required nondestructive examina-
tions shall be performed as specified for each product
form in WC-2500 Any examination, repair test or
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treatment required by the material specification or by this
Article may be performed by the Material Manufacturer or
the Certificate Holder as provided in WC-4121.1. Any
hydrostatic or pneumatic pressure test required by a
material specification need not be performed, provided
the material is identified as not having been pressure
tested and it is subsequently pressure tested in accor-
dance with WC-6123, except where the location of the
material in the component or the installation would
prevent performing any nondestructive examination
required by the material specification to be performed
subsequent to the hydrostatic or pneumatic test.

(a) The stress rupture test of SA-453 and SA-638 for
Grade 660 (UNS S66286) is not required for design
temperatures of 800°F (427°C) and below.

(b) Inaddition to tension testing required by the mate-
rial specification, forgings produced for flat heads with
hubs, for butt welding to the adjacent shell, head, or
other pressure part, shall have tensile tests performed
in accordance with WC-4265(d). The tension test
specimen shall be located in accordance with
WC-4265(d) and Figure WC-4265-3.

WC-2124 Material Size Ranges and Tolerances

In those specifications in which chemical composition
or mechanical properties are indicated to vary with size or
thickness, any material outside the specification range
shall be required to conform to the composition and
mechanical properties shown for the nearest specified
range (NCA-4256).

(a) Plate material shall be ordered not thinner thafythe
design thickness. Components, except for piping,made of
plate furnished with an undertolerance of not more than
the lesser value 0of 0.01 in. (0.25 mm) or 6% of‘the ordered
thickness, may be used at the full design pressure for the
thickness ordered. If the specification towhich the plate is
ordered allows a greater undertolerance, the ordered
thickness of the material shall be sufficiently greater
than the design thickness so thatthe thickness of the mate-
rial furnished is not more than the lesser of 0.01 in. (0.25
mm) or 6% under the design thickness.

(b) If pipe or tube.siordered by its nominal wall thick-
ness, the manufacturing undertolerance on wall thickness
shall be taken into’account. The manufacturing under-
tolerances are\given in the several pipe and tube speci-
fications listed in the applicable tables in Section I, Part D,
Subpart 1: After the minimum wall thickness is deter-
minéd)(Article WC-3000), it shall be increased by an
amount sufficient to provide for the manufacturing under-
tolerance allowed in the pipe or tube specification.

WC-2125 Material in Combination

A containment may be designed and constructed of any
combination of materials permitted in Article WC-2000,
provided the applicable rules are followed and the re-

quirements of Section IX for welding dissimilar metals
are met.

When components have different thermal coefficients
of expansion of dissimilar materials, caution shall be exer-
cised in construction in order to avoid difficulties in
service under extreme temperature conditions, or with
unusual restraint such as may occur at points of stress
concentration and also because of metallurgicat
changes occurring at high temperatures.

WC-2126 Ductile Cast Iron for Containment

The containment body shall be cast by a singlé pouring
controlled by a casting plan to ensure reproducibility. The
casting plan shall be agreed upon between the manufac-
turer and purchaser and shall becoeine a lifetime quality
assurance record in accordance(with WA-4134.

WC-2127 Additional Requirements When Strain-
Based Acceptance Criteria Have Been
Implemented

In order to satisfythe strain-based acceptance criteria
of WC-3700 regarding sufficient ductility, all material
specified to beused in the construction of the containment
and implementing the strain-based acceptance criteria
shall meet the requirements of Section III Appendices,
Nofimandatory Appendix FF, FF-1122 and FF-1140(a)
Or-EF-1140(b). Assurance of satisfying these requirements
shall be documented in the final Design Report. Per Section
III Appendices, Nonmandatory Appendix FF, FF-1140(a),
when temperature-dependent material test data are not
available, the Certified Material Test Report(s) shall
include reduction of area values in order to have the nec-
essary data to ensure sufficient material ductility. This
requirement is only necessary when strain-based accep-
tance criteria have been employed in the design of the
containment.

WC-2128 Bolting Material

(a) Material for bolts and studs shall conform to the
requirements of one of the specifications listed in
Section II, Part D, Subpart 1, Table 4. Material for nuts
shall conform to SA-194 or to the requirements of one
of the specifications for nuts or bolting listed in
Section II, Part D, Subpart 1, Table 4.

(b) The use of washers is optional. When used, they
shall be made of wrought material with mechanical prop-
erties compatible with the nuts with which they are to be
employed.

WC-2129 Fabricated Hubbed Flanges

Fabricated hubbed flanges shall be in accordance with
the following:

(21)
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(a) Hubbed flanges may be machined from a hot-rolled
or forged billet. The axis of the finished flange shall be
parallel to the long axis of the original billet. (This is
not intended to imply that the axis of the finished
flange and the original billet must be concentric.)

(b) Hubbed flanges, except as permitted in (a), shall not
be machined from plate or bar stock material unless the
material has been formed into a ring, and further provided
that

(1) in a ring formed from plate, the original plate
surfaces are parallel to the axis of the finished flange
(this is not intended to imply that the original plate
surface must be present in the finished flange).

(2) the joints in the ring are welded butt joints that
conform to the requirements of this Division. Thickness to
be used to determine postweld heat treatment and radio-
graphy requirements shall be the lesser of ¢, or (A - B)/2,
where these symbols are as defined in Section III Appen-
dices, Mandatory Appendix XI, XI-3130.

(3) the back of the flange and the outer surface of the
hub shall be examined by the magnetic particle method or
the liquid penetrant method in accordance with WC-2540
to ensure that these surfaces are free from defects.

WC-2130 CERTIFICATION OF MATERIAL

All materials used in the construction of containments
shall be certified as required in NCA-3860. Certified Mate-
rial Test Reports are required for containment material
except as provided by NCA-3860. A Certificate of Compli=
ance may be provided in lieu of a Certified MateriakTest
Report for all other material. Copies of all Certified Mate-
rial Test Reports and Certificates of Compliance applicable
to material used in a containment shall be futnished with
the material.

WC-2140 WELDING MATERIALS

For the requirements governing the materials to be
used for welding, see WC-2400.

WC-2150 MATERIALIDENTIFICATION

The identificatioh-of containment material shall meet
the requirements of NCA-4256. Material for small
items shall be controlled during manufacture and instal-
lation of-the*containment so that they are identifiable as
acceptable material at all times. Welding and brazing
materials shall be controlled during the repair of material
andthe manufacture and installation so that they are iden-
tifiable as acceptable until the material is actually
consumed in the process.

WC-2160 DETERIORATION OF MATERIAL IN
SERVICE

Consideration of deterioration of material caused by
service is generally outside the scope of this Subsection.

material suitable for the conditions stated in the Design
Specifications (WA-3351), with specific attention being
given to the effects of service conditions upon the proper-
ties of the material.

WC-2170 HEAT TREATMENT TO ENHANCE
IMPACT PROPERTIES

Carbon steels, low alloy steels, and high alloy chromium
(Series 4XX) steels may be heat treated by quenchihg and
tempering to enhance their impact propertiesi Postweld
heat treatment of the component at a temperature of not
less than 1,100°F (595°C) may be considered to be the
tempering phase of the heat treatment.

WC-2180 PROCEDURES FOR-HEAT TREATMENT
OF MATERIAL

When heat treating temipérature or time is required by
the material specification and the rules of this Subsection,
the heat treating Shall be performed in temperature-
surveyed and ~calibrated furnaces or the heat treating
shall be controlled by measurement of material tempera-
ture by thermocouples in contact with the material or
attached\toe blocks in contact with the material or by cali-
bratéd pyrometric instruments. Heat treating shall be
pérformed under furnace loading conditions such that
the heattreatmentis in accordance with the material spec-
ification and the rules of this Subsection.

WC-2190 ATTACHMENT MATERIAL

(a) Material in the containment support load path and
not performing a containment function (see WC-1130)
welded to containment material shall meet the require-
ments of Division 1, Article NF-2000.

(b) Material not performing a containment function
and not in the containment support load path (nonstruc-
tural attachments) welded at or within 2t of the outside
surface of the containment shell portion of the component
need not comply with Article WC-2000 or Division 1,
Article NF-2000, provided the requirements of
WC-4430 are met.

(c) Structural steel rolled shapes, which are permitted
by this Subsection to be furnished with a Certificate of
Compliance, may be repaired by welding using the
welders, documentation, and examination requirements
specified in SA-6/SA-6M.
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WC-2200 MATERIAL TEST COUPONS AND
SPECIMENS FOR FERRITIC STEEL
MATERIAL AND DUCTILE CAST IRON

WC-2210 HEAT TREATMENT REQUIREMENTS

WC-2211 Test Coupon Heat Treatment for Ferritic
Material

Where ferritic steel material is subjected to heat treat-
ment during fabrication or installation of a containment,
the material used for the tensile and impact test specimens
shall be heat treated in the same manner as the contain-
ment, except that test coupons and specimens for P-No. 1
material with a nominal thickness of 2 in. (50 mm) or less
are not required to be so heat treated where nominal
thickness for flanges refers to the wall thickness at the
weld joint to the containment. The Certificate Holder
shall provide the Material Organization with the tempera-
ture and heating and cooling rate to be used. In the case of
postweld heat treatment, the total time at temperature or
temperatures for the test material shall be at least 80% of
the total time at temperature or temperatures during
actual postweld heat treatment of the material, and the
total time at temperature or temperatures for the test
material, coupon, or specimen may be performed in a
single cycle. Any postweld heat treatment time, which
is anticipated to be applied to the material or item
after it is completed, shall be specified in the Design Spec-
ification. The Certificate Holder shall include this time in
the total time at temperature specified to be applied to thie
test specimens.

WC-2212 Test Coupon Heat Treatment for
Quenched and Tempered Material

WC-2212.1 Cooling Rates. Where ferriti¢ steel material
is subjected to quenching from the austenitizing tempera-
ture, the test coupons representing-those materials shall
be cooled at a rate similar to and'no faster than the main
body of the material except ifithe case of certain forgings
and castings (WC-2223.3(and WC-2226). This rule shall
apply for coupons takeén' directly from the material as
well as for separate\test coupons representing the mate-
rial, and one of the general procedures described in
WC-2212.2 orone of the specific procedures described
in WC-2220"shall be used for each product form.

WC-2212.2 General Procedures. One of the general
procedures in (a), (b), and (c) below may be applied to
quenched and tempered material or test coupons repre-
senting the material, provided the specimens are taken
relative to the surface of the product in accordance
with WC-2220. Further specific details of the methods
to be used shall be the obligation of the Material Organ-
ization and the Certificate Holder.

(a) Any procedure may be used which can be demon-
strated to produce a cooling rate in the test material that
matches the cooling rate of the main body of the product at
the region midway between midthickness and the surface
(“4t) and no nearer any heat-treated edge than a distance
equal to the nominal thickness t being quenched within
25°F (14°C) and 20 sec at all temperatures after cooling
begins from the austenitizing temperature.

(b) If cooling rate data for the material and cooling rate
control devices for the test specimens are available, the
test specimens may be heat treated in the device to repre-
sent the material, provided that the provisions af (a) above
are met.

(c) When any of the specific procedures described in
WC-2220are used, faster cooling rates atthe edges may be
compensated for by:

(1) taking the test specimens at least t from a
quenched edge, where t equals’the material thickness;

(2) attaching a steel’pad at least t wide by a partial
penetration weld (which-Completely seals the buffered
surface) to the edge-where specimens are to be
removed; or

(3) using thermal barriers or insulation at the edge
where specimens are to be removed.

It shall be demonstrated (and this information shall be
includedin the Certified Material Test Report) that the
cogling rates are equivalent to (a) or (b) above.

WC-2213 Test Coupon Heat Treatment for Ductile
Cast Iron

The tensile and impact coupon shall receive the same
heat treatment as the casting.

WC-2220 PROCEDURE FOR OBTAINING TEST
COUPONS AND SPECIMENS FOR
QUENCHED AND TEMPERED MATERIAL
AND FOR DUCTILE CAST IRON

WC-2221 General Requirements

The procedure for obtaining test specimens for
quenched and tempered material is related to the
product form. Coupon and specimen location shall be
as required by the material specification, except as
stated in the following paragraphs of this subarticle. Refer-
ences to dimensions signify nominal values.

WC-2222 Plates

WC-2222.1 Orientation and Location of Coupons.
Coupons shall be taken so that specimens shall have
their longitudinal axes at least 4t from a rolled
surface and with the midlength of the specimen at
least t from any heat-treated edge, where t is the
nominal thickness of the material.
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WC-2222.2 Requirements for Separate Test Coupons.
Where a separate test coupon is used to represent the
component material, it shall be of sufficient size to
ensure that the cooling rate of the region from which
the test coupons are removed represents the cooling
rate of the material at least %t deep and t from any
edge of the product. Unless cooling rates applicable to
the bulk pieces or product are simulated in accordance
with WC-2212.2, the dimensions of the coupon shall be
not less than 3t x 3t x t, where t is the nominal material
thickness.

WC-2223 Forgings

WC-2223.1 Forgings With 2 in. (50 mm) Maximum
Thickness. For forgings with a maximum thickness of
2 in. (50 mm), the coupons shall be taken so that speci-
mens shall have their longitudinal axes at the midplane of
the thickness or the center of the cross section and with the
midlength of the specimens atleast 2 in. (50 mm) from any
second surface.

WC-2223.2 Forgings With Thickness Exceeding 2 in.
(50 mm). For forgings exceeding a thickness of 2 in.
(50 mm), the coupons shall be taken so that specimens
shall have their longitudinal axes at least %t of the
maximum heat-treated thickness from any surface and
with the midlength of the specimens at least t from
any second surface. This is normally referred to as
1/4t x t, where t is the maximum heat-treated thickness:
A thermal buffer may be used to achieve the aboveicon-
ditions [WC-2212.2(c)(3)] unless cooling rates applicable
to the bulk forgings are simulated in accordance with
WC-2212.2.

WC-2223.3 Very Thick and Complex Forgings. Test
coupons for forgings that are bothvvery thick and
complex, such as contour nozzles{flanges, nozzles, and
other complex forgings that _aré contour shaped or
machined to essentially the finished product configuration
prior to heat treatment, may be removed from prolonga-
tions or other stock provided on the product. The Certi-
ficate Holder shall specify the surfaces of the finished
product subjected.to high tensile stresses in service.
The coupons shall be taken so that specimens shall
have theirtlongitudinal axes at a distance below the
nearest/heat-treated surface, equivalent to at least the
greatést-distance that the indicated high tensile stress
surface will be from the nearest surface during heat treat-
mert, and with the midlength of the specimens a minimum
of twice this distance from a second heat-treated surface.
In any case, the longitudinal axes of the specimens shall
not be nearer than % in. (19 mm) to any heat-treated
surface and the midlength of the specimens shall be at
least 1% in. (38 mm) from any heat-treated surface.

WC-2223.4 Coupons From Separately Produced Test
Forgings. Test coupons representing forgings from one
heat and one heat treatment lot may be taken from a sepa-
rately forged piece under the conditions given in (a)
through (e) below.

(a) Theseparate testforging shall be of the same heat of
material and shall be subjected to substantially the same
reduction and working as the production forging it repre-
sents.

(b) The separate test forging shall be heat treated in the
same furnace charge and under the same conditions as the
production forging.

(c) The separate test forging shall®de of the same
nominal thickness as the production forging.

(d) Test coupons for simple forgings shall be taken so
that specimens shall have théir longitudinal axes at the
region midway between, midthickness and the surface
and with the midlength<ef the specimens no nearer
any heat-treated edge 'than a distance equal to the
forging thicknessj ekcept when the thickness-length
ratio of the production forging does not permit, in
which case.a production forging shall be used as the
test forging\and the midlength of the specimens shall
be at the-midlength of the test forging.

(e))Test coupons for complex forgings shall be taken in
aceordance with WC-2223.3.

WC-2223.5 Test Specimens for Forgings. When test
specimens for forgings are to be taken under the appli-
cable specification, the Inspector shall have the option
of witnessing the selection, placing an identifying
stamp on them, and witnessing the testing of these speci-
mens.

WC-2224 Bars and Bolting Material

WC-2224.1 Bars With 2 in. (50 mm) Maximum Thick-
ness. For bars with diameters or thicknesses 2 in. (50 mm)
or less, the coupons shall be taken so that specimens shall
have their longitudinal axes on a line representing the
center of the thickness and with the midlength of the speci-
mens at least one diameter or thickness from a heat-
treated end.

WC-2224.2 Bars With Thicknesses Exceeding 2 in. (50
mm). For bars with diameters or thicknesses over 2 in. (50
mm), the coupons shall be taken so that specimens shall
have their longitudinal axes at least %t from the outside or
rolled surface and with the midlength of the specimens at
least t from a heat-treated end, where t is either the bar
diameter or thickness.

WC-2224.3 Bolting Material. For bolting material, the
coupons shall be taken in conformance with the applicable
material specification and with the midlength of the
specimen at least one diameter or thickness from a
heat-treated end. When the studs, nuts, or bolts are
not of sufficient length, the midlength of the specimen
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shall be at the midlength of the studs, nuts, or bolts. The
studs, nuts, or bolts selected to provide test coupon mate-
rial shall be identical with respect to the quenched contour
and size except for length, which shall equal or exceed the
length of the represented studs, nuts, or bolts.

WC-2225 Tubular Products

WC-2225.1 Tubular Products With 2 in. (50 mm)
Maximum Thickness. For tubular products with 2 in.
(50 mm) maximum wall thickness, the coupons shall
be taken so that specimens shall have their longitudinal
axes on a surface midway between the outside and inside
surfaces and with the midlength of the specimens at least
one wall thickness from a heat-treated end.

WC-2225.2 Tubular Products Exceeding 2 in. (50 mm)
Nominal Thickness. For tubular products with nominal
wall thicknesses exceeding 2 in. (50 mm), the coupons
shall be taken so that specimens shall have their longitu-
dinal axes atleast %t from the outside surface and with the
midlength of the specimens at least one wall thickness
from a heat-treated end.

WC-2225.3 Separately Produced Coupons Repre-
senting Fittings. Separately produced test coupons repre-
senting fittings may be used. When separately produced
coupons are used, the requirements of WC-2223.4 shall be
met.

WC-2226 Tensile Test Specimen Location for
Ductile Cast Iron

Tensile specimens shall be taken from each contain-
ment casting or its excess length part that’has the
same or equivalent solidification property. The location
shall be near the center of the thickness<and shall be
at a distance from the end of the excéss length part
thatis notless than one-half of the maximum casting thick-
ness. The excess length part shall'be at least the same
thickness as the maximum casting’ thickness.

WC-2300 FRACTURE TOUGHNESS
REQUIREMENTS FOR MATERIAL

WC-2310 MATERIAL TO BE IMPACT TESTED

WC-2311 Material for Which Impact Testing Is
Required

(a) Containment material shall be impact tested in
acdcordance with the requirements of WC-2330, except
that impact testing of materials described in (1)
through (8) below is not a requirement of this Subsection.

(1) material with anominal section thickness of % in.
(16 mm) and less where thicknesses shall be taken as
defined in (-a) through (-c) below.
(-a) for containments, use the nominal thickness
of the shell or head, as applicable;

(-b) for nozzles or parts welded to containments,
use the lesser of the containment shell thickness to which
the item is welded or the maximum radial thickness of the
item exclusive of integral shell butt welding projections;

(-c) for flat heads, or flanges, use the maximum
shell thickness associated with the butt welding hub.

(2) bolting, including studs, nuts, and bolts, with a
nominal size of 1 in. (25 mm) or less;

(3) bar with anominal cross-sectional area that dees
not exceed 1 in.? (650 mm?);

(4) all thicknesses of material for pipe, tube,(ittings,
with a NPS 6 (DN 150) diameter and smaller;

(5) austenitic stainless steels, including’ precipita-
tion hardened austenitic Grade 660 (UNS 'S66286);

(6) nonferrous materials;

(7) materials listed in Table W€-2311(a)-1 for which
the listed value of Typr!” is lowerthan the Lowest Service
Temperature (LST) by an amieunt established by the rules
in Section Il Appendices,Nonmandatory Appendix R. This
exemption does not ex&mpt either the weld metal
(WC-2430) or theywelding procedure qualification
(WC-4335) from‘impact testing.

(8) materials for containments for which the LST
exceeds 150°E/(65°C).

Table WC-2311(a)-1
Exemptions From Impact Testing Under WC-2311(a)(7)

Material
Condition Tnom °F (°C)
Material [Note (1)] [Note (2)] [Notes (3), (4)]

SA-537, Class 1 N -30 (-34)
SA-516, Grade 70 Q&T -10 (-23)
SA-516, Grade 70 N 0 (-18)
SA-508, Class 1 Q&T +10 (-12)
SA-533, Grade B Q&T +10 (-12)
SA-299 [Note (5)] N +20 (-7)
SA-36 (Plate) HR +40 (+4)
SA-508, Class 2 Q&T +40 (+4)

NOTES:

(1) These materials are exempt from toughness testing when
LST - Tnpr is satisfied in accordance with the rules established
in Section Il Appendices, Nonmandatory Appendix R.

(2) Material Condition letters refer to:
N = normalize
Q & T = quench and temper
HR = hot rolled

(3) These values for Typr were established from data on heavy
section steel [thickness greater than 2% in. (64 mm)]. Values
for sections less than 2% in. (64 mm) thick are held constant
until additional data are obtained.

Tnpr = temperature at or above nil-ductility transition tempera-
ture NDT (ASTM E208); Tnpris 10°F (5°C) below the temperature
at which at least two specimens show no-break performance.

(5) Materials made to a fine grain melting practice.

4)
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(b) The Design Specification shall state the LST for the
containments.

(c) Drop weight tests are not required for the marten-
sitic high alloy chromium (Series 4XX) steels and preci-
pitation-hardening steels listed in Section II, Part D,
Subpart 1, Table 2A. The other requirements of
WC-2331 and WC-2332 apply for these steels. For
nominal wall thicknesses greater than 2% in. (64 mm),
the required C, values shall be 40 mils (1.0 mm)
lateral expansion.

WC-2320 IMPACT TEST PROCEDURES
WC-2321 Types of Tests

WC-2321.1 Drop Weight Tests. The drop weight test,
when required, shall be performed in accordance with
ASTM E208. Specimen types P-1, P-2, or P-3 may be
used. When drop weight tests are performed to meet
the requirements of WC-2300, the test temperature
and the results shall be reported on the Certified Material
Test Report.

WC-2321.2 Charpy V-Notch Tests. The Charpy V-notch
test (Cy), when required, shall be performed in accordance
with SA-370. Specimens shall be in accordance with
SA-370, Figure 11, Type A. A test shall consist of a set
of three full-size 10 mm x 10 mm specimens. The
lateral expansion and absorbed energy, as applicable,
and the test temperature, as well as the orientatiof
and location of all tests performed to meet the requireé=
ments of WC-2330 shall be reported in the CertifiedMate-
rial Test Report.

WC-2321.3 Fracture Toughness Tests. Fracture tough-
ness tests, when required, shall be performed in accor-
dance with ASTM E399. The tests shall be performed
at the LST. A test shall consist of two test specimens.

WC-2322 Test Specimens
WC-2322.1 Location of Test Specimens.

(a) Impact test specimens shall be removed from a
depth within the material that is at least as far from
the material surface as that specified for tensile test speci-
mens in the material specification. For bolting, the C,
impact test specimens shall be taken with the longitudinal
axis of the specimen located atleast one-halfradius or 1 in.
(25 mm) below the surface plus the machining allowance
per side, whichever is less. The fracture plane of the
specimen shall be at least one diameter or thickness
from the heat-treated end. When the studs, nuts, or
bolts are not of sufficient length, the midlength of the
specimen shall be at the midlength of the studs, nuts,
or bolts. The studs, nuts, or bolts selected to provide
test coupon material shall be identical with respect to
the quenched contour and size except for length,
which shall equal or exceed the length of the represented

(b) For fracture toughness requirements, toughness
test specimens for ductile cast iron shall be taken from
each containment casting or its excess length part. The
location shall be the same as that for the tensile specimens.

WC-2322.2 Orientation of Impact Test Specimens.

(a) Specimens for C, impact tests shall be oriented. as
required in WC-2200 for the tensile test speciményor,
alternatively, the orientation may be in the diréetion of
maximum stress. The notch of the C, specimen.shall be
normal to the surface of the material.

(b) Specimens for drop weight tests-may have their
axes oriented in any direction.

(c) Toughness test specimens, foy cast material shall
have their axes oriented the.same as the axes of the
tensile specimens (WC-2226).

(d) The plane of the toughness test specimen notch
shall be normal to the surface of the material. The fracture
toughness specimen(orientation of ductile cast iron shall
be L-R, as identifiedin ASTM E399, Fig. 1 (Crack Plane
Identifications(fer Cylindrical Bars and Tubes).

WC-2330 TEST REQUIREMENTS AND
ACCEPTANCE STANDARDS

WC-2331 Containment Material Test Methods and
Temperature

(a) Containment material shall be impact tested in
accordance with one of the test methods indicated below:
(1) Charpy V-notch testing at or below the LST*®
(2) drop weight testing to show that the value of
(LST - Typr'/ + A) is satisfied in accordance with the
rules established in Section III Appendices, Nonmanda-
tory Appendix R
(3) fracture toughness test for ductile cast iron at
-40°F (-40°C)

WC-2332 Specific Test Methods and Acceptance
Standards for Containment Material for
Tests Based on Lowest Service
Temperatures

WC-2332.1 Containment Material Other Than Bolting
With 2% in. (64 mm) Maximum Thickness. For contain-
ments, use the lesser of the: maximum radial thickness of
the item, exclusive of integral butt-welded projections; the
containment shell thickness to which the item is welded;
and the maximum shell thickness associated with the item
for flat heads or flanges. Except as limited in WC-4335,
apply one of the methods of WC-2331 to test: base mate-
rial; the base material, the heat-affected zone, and weld
metal for the weld procedure qualification tests of
WC-4335; and the weld metal for WC-2431. The
impact test results shall meet one of the acceptance stan-
dards applicable to the specified test method.

Studs; TTUts, O DOlts:
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Table WC-2332.1-1
Required C, Lateral Expansion Values for Containment
Material Other Than Bolting

Lateral Expansion, mils (mm)

Nominal Wall Thickness, Lowest
in. (mm) [Note (1)] Average of 3 1o0f3
A (16) or less [Note (2)]
Over % to 1 (16 to 25), incl. 20 (0.50) 15 (0.38)
Over 1 to 1% (25 to 38), incl. 25 (0.64) 20 (0.50)
Over 1% to 2% (38 to 64), incl. 35 (0.89) 30 (0.75)
Over 2%, (64) [Note (3)] 45 (1.14) 40 (1.0)

GENERAL NOTES:

(a) Where weld metal tests of WC-2400 are made to these require-
ments, the impact lateral expansion shall conform to the require-
ments of either of the base materials being joined.

(b) Where two base materials having different required lateral
expansion values are joined, the weld metal lateral expansion
requirements of WC-4330 shall conform to the requirements
of either of the base materials.

NOTES:
(1) For containment use the least of:
(a) the maximum radial thickness of the item exclusive of inte-
gral butt-welded projections;
(b) the containment shell thickness to which the item is
welded;
(c) the maximum shell thickness associated with the item for
flat heads or flanges.
(2) No test required.
(3) For use with WC-2332.2(b).

(a) Charpy V-Notch Testing for Lateral Expansion
Values. The test results of the three specimens, collectively
and singly, shall meet the respective requirements of
Table WC-2332.1-1.

(b) Charpy V-Notch Testing for Absorbed Energy Values.
The test results of the three specimens, collectively and
singly, shall meet the respective requirements of
Table WC-2332.1-2.

(c) Drop Weight Testing. An acceptance test shall
consist of at least two no-break specimens as described
in ASTM E208.

WC-2332.2 Containment Material Other Than Bolting
With Thickness Exceeding 2% in. (64 mm)_For contain-
ments, use the lesser of the: maximum xadial thickness of
the item, exclusive of integral butt-welded projections; the
containment shell thickness to which the item is welded;
and the maximum shell thicknéss associated with the item
for flat heads or flanges.

(a) The base material,“and the weld procedure quali-
fication weld metal testsof WC-4335, shall be tested by the
drop weight method as specified in WC-2321.1 and
WC-2331(a)(2):

(b) Excepf as limited in WC-4335, apply one of the
methods,0f WC-2331(a) to test: the base material and
the heat-dffected zone of the weld procedure qualification
tests for'WC-4335; and the weld metal for WC-2431.

(€)' The acceptance standards shall be as given in
WE€-2332.1(a), WC-2332.1(b), or WC-2332.1(c), as appli-
cable.

Table WC-2332.1-2
Required C, Energy Values for Containment Material Other Than Bolting

Energy, ft-lb (J) for Base Materials [Note (1)] of
Specified Minimum Yield Strength, ksi (MPa)

Nominal Wall Thickness, in/

55 ksi (380 MPa) or Below

Over 75 Ksi to 105 ksi
(515 MPa to 725 MPa), incl.

Over 55 ksi to 75 Kksi
(380 MPa to 515 MPa), incl.

(mm) [Note (2)]

Average of 3 Lowest 1 of 3 Average of 3

Lowest 1 of 3 Average of 3 Lowest 1 of 3

% (16) or less [Note (3)}

20 (27) 15 (20)

Over % to 1 (16 to 25),.iAcl.

Over 1 to 1% (25%o 38), incl. 25 (34) 20 (27)
Over 1% to 2{%°(38 to 64), incl. 35 (47) 30 (41)
Over 2%, (64))[Note (4)] 45 (61) 40 (54)

25 (34) 20 (27) 30 (41) 25 (34)

30 (41) 25 (34) 35 (47) 30 (41)
40 (54) 35 (47) 45 (61) 40 (54)
50 (68) 45 (61) 55 (75) 50 (68)

GENERAL NOTE: Where weld metal tests of WC-2400 are made to these requirements, the impact energy shall conform to the requirements of

either.of the base materials being joined.

NOTES:

(1) Where two base materials having different required energy values are joined, the weld metal impact energy requirements of the procedure
qualification tests of WC-4330 shall conform to the requirements of either of the base materials.

(2) For containment vessels use the least of:

(a) the maximum radial thickness of the item exclusive of integral butt-welded projections;

(b) the containment shell thickness to which the item is welded;

(c) the maximum shell thickness associated with the item for flat heads or flanges.

(3) No test required.

&) For use with WC-233Z.2(bJ.
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Table WC-2332.3-1
Required C, Values for Bolting Material Tested in
Accordance With WC-2332.3

Absorbed
Energy, ft-1b (J)

No test required

Nominal Diameter, in.
(mm)

1 (25) or less

Lateral Expansion,
mils (mm)

No test required

Over 1 through 4 (25 25 (0.64) No requirements
through 100)
Over 4 (100) 25 (0.64) 45 (61)

(d) Fracture Toughness Testing for Ductile Cast Iron. A
rapid-load fracture toughness test shall be performed in
accordance with WC-2321.3, except that ASTM E1820
shall be used. A test shall consist of at least four test speci-
mens. The test shall be performed at -40°F (-40°C).

(e) Acceptance Standards for Ductile Cast Iron. The
rapid-load fracture toughness value shall satisfy the
following inequality at -40°F (-40°C):

(average) KICR = 305D 46 ksi-in'/2 (50 MPa-m!/?)

where

rapid-load fracture toughness, ksi-in.'/?
(MPa-m*/?)
standard deviation, ksi-in."/? (MPa-m'/?)

KIC,R

Osp

The average value and standard deviation shall be
established assuming Weibull distribution of\the
measurements.

WC-2332.3 Bolting Material. For bolting.material,
including nuts, studs, and bolts, a Charpy V-notch test
shall be performed. The tests shall besperformed at or
below the LST, and all three specimens shall meet the re-
quirements of Table WC-2332.3+1.

WC-2340 NUMBER OF IMPACT TESTS REQUIRED
WC-2341 Plates

One test shall be niade from each plate as heat treated.
Where plates are furnished in the non-heat-treated condi-
tion and qualified’by heat-treated test specimens, one test
shall be made for each plate as rolled. The term as-rolled
refers t¢ the plate rolled from a slab or directly from an
ingot\not to its heat-treated condition.

WC-2342 Forgings

(a) Where an individual forging is less than 1,000 Ib
(450 kg), one test shall be made to represent each
heat in each heat treatment charge.

(b) When heat treatment is performed in a continuous-
type furnace with suitable temperature controls and
equipped with recording pyrometers so that complete
heat treatment records are available, a heat treatment

charge shall be considered as the lesser of a continuous
run not exceeding 8 hr duration or a total weight, so
treated, not exceeding 2,000 Ib (900 kg).

(c) One testshall be made for each forging of 1,000 1b to
10,000 Ib (450 kg to 4500 kg).

(d) As an alternative to (c), a separate test forging may
be used to represent forgings of different sizes in one heat
and heat treat lot, provided the test piece is a repregexnta-
tion of the greatest thickness in the heat treat lot/In addi-
tion, test forgings shall have been subjected to
substantially the same reduction and woerKing as the
forgings represented.

(e) Forgingslarger than 10,000 Ib (4500 kg) shall have
two tests per part for Charpy V-notch and one test for drop
weights. The location of drop weight'or C, test specimens
shall be selected so that an equal number of specimens is
obtained from positions in the forging 180 deg apart.

WC-2343 Bars

One test shall be made for each lot of bars with a cross-
sectional area greater than 1 in.? (650 mm?) where alot is
defined as ehé\hieat of material heat treated in one charge
or as on€ continuous operation, not to exceed 6,000 lb
(2700-kg).

WC-2344 Tubular Products and Fittings

On products which are seamless or welded without
filler metal, one test shall be made from each lot. On
products which are welded with filler metal, one addi-
tional test with the specimens taken from the weld
area shall also be made on each lot. A lot shall be
defined as stated in the applicable material specification,
but in no case shall a lot consist of products from more
than one heat of material and of more than one diameter,
with the nominal thickness of any product included not
exceeding that to be impact tested by more than Y in. (6
mm); such alotshall be in a single heattreatmentload orin
the same continuous run in a continuous furnace
controlled within a 50°F (28°C) range and equipped
with recording pyrometers.

WC-2345 Bolting Material

One test shall be made for each lot of material where a
lot is defined as one heat of material heat treated in one
charge or as one continuous operation, not to exceed the
following:

Diameter
1%, in. (44 mm) and less

Over 1%, in. to 2% in. (44 mm
to 64 mm)

Over 2% in. to 5 in. (64 mm
to 127 mm)

Over 5 in. (127 mm)

Weight
1,500 1b (680 kg)
3,000 Ib (1350 kg)

6,000 1b (2700 kg)

10,000 Ib (4500 kg)
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WC-2350 RETESTS
WC-2351 Retests for Material Other Than Bolting

(a) For Charpy V-notch tests required by WC-2330, one
retest at the same temperature may be conducted,
provided

(1) the average value of the test results meets the
average of three requirements specified in
Table WC-2332.1-1 or Table WC-2332.1-2, as applicable;

(2) not more than one specimen per test is below the
lowest one of three requirements specified in
Table WC-2332.1-1 or Table WC-2332.1-2, as applicable;

(3) the specimen not meeting the requirements is
not lower than 5 ft-1b (6.8 J) or 5 mils (0.13 mm)
below the lowest one of three requirements specified
in Table WC-2332.1-1 or Table WC-2332.1-2, as applica-
ble.

(b) Aretest consists of two additional specimens taken
as near as practicable to the failed specimens. For accep-
tance of the retests, both specimens shall be equal to or
greater than the average of three requirements specified
in Table WC-2332.1-1 or Table WC-2332.1-2, as applica-
ble.

WC-2352 Retests for Bolting Material

(a) For Charpy V-notch tests required by WC-2330, one
retest at the same temperature may be conducted,
provided

(1) notmore than one specimen per test is below the
acceptance requirements;

(2) the specimen not meeting the acceptance/re-
quirements is not lower than 5 ft-lb (6.8 ]J) o1°5/mils
(0.13 mm) below the acceptance requirements.

(b) Aretest consists of two additional specimiens taken
as near as practicable to the failed specimens. For accep-
tance of the retests, both specimens shall' meet the speci-
fied acceptance requirements.

WC-2360 CALIBRATION OF-INSTRUMENTS AND
EQUIPMENT

Calibration of temperature instruments and C, impact
test machines used in impact testing shall be performed at
the frequency specified in (a) or (b) below.

(a) Temperature instruments used to control test
temperature-of specimens shall be calibrated and the
results recorded to meet the requirements of
NCAA4258.2 at least once in each three month interval.

(b)—C, impact test machines shall be calibrated and the
results recorded to meet the requirements of NCA-4258.2.
The calibrations shall be performed at least once per year
using methods outlined in ASTM E23 and employing stan-
dard specimens obtained from the National Institute of
Standards and Technology, or any supplier of subcon-
tracted calibration services accredited in accordance
with the requirements of WA-3123 and NCA-4255.3(c).

WC-2400 WELDING MATERIAL
WC-2410 GENERAL REQUIREMENTS

(a) All welding material used in the construction and
repair of containments or material, except welding mate-
rial used for cladding or hard surfacing, shall conform to
the requirements of the welding material specification or
to the requirements for other welding material as
permitted in Section IX. In addition, welding material
shall conform to the requirements stated in this subarticle
and to the rules covering identification in WC#2150.

(b) The Certificate Holder shall provide.the organiza-
tion performing the testing with the information listed
below, as applicable:

(1) welding process;

(2) SFA specification and cldssification;

(3) other identificatiot’if no SFA specification
applies;

(4) minimum tensile/strength [WC-2431.1(e)] in
either the as-welded ‘or heat-treated condition, or both
[WC-2431.1(0)];

(5) drop weight test for material in either the as-
welded or heat-treated condition, or both (WC-2332);

(6) Eharpy V-notch test for material as-welded, or
heat treated, or both (WC-2331); the test temperature
and/thelateral expansion or the absorbed energy shall
be \provided;

(7) the preheat and interpass temperatures to be
used during welding of the test coupon [WC-2431.1(c)];

(8) postweld heat treatment time, temperature
range, and maximum cooling rate, if the production
weld will be heat treated [WC-2431.1(c)];

(9) elements for which chemical analysis is required
per the SFA specification or WPS, and WC-2432;

(10) minimum delta ferrite (WC-2433).

WC-2420 REQUIRED TESTS

The required tests shall be conducted for each lot of
covered, flux cored, or fabricated electrodes; for each
heat of bare electrodes, rod, or wire for use with the
OFW, GMAW, GTAW, PAW processes (Section IX); for
each heat of consumable inserts; for each combination
of heat of bare electrodes and lot of submerged arc
flux; for each combination of lot of fabricated electrodes
and lot of submerged arc flux; for each combination of heat
of bare electrodes or lot of fabricated electrodes and dry
blend of supplementary powdered filler metal and lot of
submerged arc flux. Tests performed on welding material
in the qualification of weld procedures will satisfy the
testing requirements for the lot, heat, or combination
of heat and batch of welding material used, provided
the tests required by Article WC-4000 and this subarticle
are made and the results conform to the requirements of
this Article. The definitions in (a) through (h) below apply.

(21)
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(a) A dry batch of covering mixture is defined as the
quantity of dry covering ingredients mixed at one time
in one mixing vessel; a dry batch may be used singly
or may be subsequently subdivided into quantities to
which the liquid binders may be added to produce a
number of wet mixes.

(b) A dry blend is defined as one or more dry batches
mixed in a mixing vessel and combined proportionately to
produce a uniformity of mixed ingredients equal to that
obtained by mixing the same total amount of dry ingre-
dients at one time in one mixing vessel.

(c) A wet mix is defined as the combination of a dry
batch (a) or dry blend (b) and liquid binder ingredients
at one time in one mixing vessel.

(d) Alotofcovered, flux cored, or fabricated electrodes is
defined as the quantity of electrodes produced from the
same combination of heat of metal and dry batch, dry
blend, or chemically controlled mixes of flux or core mate-
rials. Alternatively, a lot of covered, flux cored, or fabri-
cated electrodes may be considered one type and size of
electrode, produced in a continuous period, not to exceed
24 hr and not to exceed 100,000 1b (45000 kg), from
chemically controlled tube, wire, or strip and a dry
batch, a dry blend, or chemically controlled mixes of
flux, provided each container of welding materials is
coded for identification and traceable to the production
period, the shift, line, and the analysis range of both the
mix and the rod, tube, or strip used to make the electrode.

(1) Chemically controlled tube, wire, or strip:is
defined as consumable tube, wire, or strip material
supplied on coils with a maximum of one splice’ per
coil that has been chemically analyzed to assure that
the material conforms to the electrode manufacturer’s
chemical control limits for the specific type of electrode.
Both ends of each coil shall be chemically-analyzed except
thatthose coils which are splice freeniéed only be analyzed
on one end of the coil.

(2) Chemically controlled;mixes of flux are defined as
flux material that has been chemically analyzed to assure
that it conforms to the percent allowable variation from
the electrode manufacturer’s standard for each chemical
element for that typeelectrode. A chemical analysis shall
be made on each mix made in an individual mixing vessel
after blending.

(e) A heat of bare electrode, rod, wire, or consumable
insert-is_defined as the material produced from the
same melt of metal.

() Alternatively, for carbon and low alloy steel bare
electrode, rod, wire, or consumable inserts for use
with SAW, OFW, GMAW, GTAW, and PAW processes, a
heat may be defined as either the material produced
from the same melt of metal or the material produced
from one type and size of wire when produced in a contin-
uous period [not to exceed 24 hr and not to exceed
100,000 1b (45000 kg)] from chemically controlled
wire, subject to requirements of (1), (2), and (3) below.

(1) Forthe chemical control of the product of the rod
mill, coils shall be limited to a maximum of one splice prior
to processing the wire. Chemical analysis shall be made
from a sample taken from both ends of each coil of mill
coiled rod furnished by mills permitting spliced coil prac-
tice of one splice maximum per coil. A chemical analysis
need be taken from only one end of rod coils furnished by,
mills prohibiting spliced coil practice.

(2) Carbon, manganese, silicon, and other intention-
ally added elements shall be identified to ensure that the
material conforms to the SFA or user’s matérial specifi-
cation.

(3) Each container of wire shall be.€dded for identi-
fication and traceability to the lot, production period, shift,
line, and analysis of rod used to_make the wire.

(g) Alotofsubmerged arc flux is defined as the quantity
of flux produced from the same combination of raw mate-
rials under one production/schedule.

(h) Adryblend of supplementary powdered filler metal is
defined as one or, mere mixes of material produced in a
continuous peripd;-not to exceed 24 hr and not to exceed
20,000 1b (9.000%kg) from chemically controlled mixes of
powdered filler metal, provided each container of
powdered-metal is coded for identification and traceable
to thelproduction period, the shift, and the mixing vessel. A
chemically controlled mix of powdered filler metal is
defined as powdered filler metal material that has
been chemically analyzed to assure that it conforms to
the percent allowable variation from the powdered
filler metal manufacturer’s standard, for each chemical
element, for that type of powdered filler metal. A chemical
analysis shall be made on each mix made in an individual
mixing vessel after blending. The chemical analysis range
of the supplemental powdered filler shall be the same as
that of the welding electrode, and the ratio of powder to
electrode used to make the test coupon shall be the
maximum permitted for production welding.

WC-2430 WELD METAL TESTS
WC-2431 Mechanical Properties Test

Tensile and impact tests shall be made in accordance
with this paragraph, of welding materials which are used
to join P-Nos. 1 and 3 base materials in any combination,
with the exceptions listed in (a) through (d) below.

(a) austenitic stainless steel and nonferrous welding
material used to join the listed P-Numbers;

(b) consumable inserts (backing filler material);

(c) welding material used for GTAW root deposits with
a maximum of two layers;

(d) welding material to be used for the welding of
base materials exempted from impact testing by
WC-2311(a)(1) through WC-2311(a)(6) or
WC-2311(a)(8) shall also be exempted from the impact
testing required by this paragraph.
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(21)

WC-2431.1 General Test Requirements. The welding
test coupon shall be made in accordance with (a)
through (f) below, using each process with which the
weld material will be used in production welding.

(a) Test coupons shall be of sufficient size and thick-
ness such that the test specimens required herein can be
removed.

(b) Theweld metal to be tested for all processes shall be
deposited in such a manner as to substantially eliminate
the influence of the base material on the results of the tests.
The base material shall conform to the requirements of
Section IX, QW-403.1 or QW-403.4, as applicable.

(c) The welding of the test coupon shall be performed
within the range of preheat and interpass temperatures
that will be used in production welding. Coupons shall be
tested in the as-welded condition, or they shall be tested in
the applicable postweld heat-treated condition when the
production welds are to be postweld heat-treated. The
postweld heat treatment holding time shall be at least
80% of the maximum time to be applied to the weld
metal in production application. The total time for post-
weld heat treatment of the test coupon may be applied in
one heating cycle. Any postweld heat treatment time,
which is anticipated to be applied to the material or
item after it is completed, shall be specified in the
Design Specification. The Certificate Holder shall
include this time in the total time at temperature specified
to be applied to the test specimens. The cooling rate from
the postweld heat treatment temperature shall be of the
same order as that applicable to the weld metal in thé
component.

(d) Thetensile specimens, and the C, impact specimens
when required, shall be located and prepared<n dccor-
dance with the requirements of SFA-5.1 or the.applicable
SFA specification. Drop weight impact test-Specimens,
where required, shall be oriented so that'the longitudinal
axis is transverse to the weld, with the.notch in the weld
face or in a plane parallel to the-weld face. For impact
specimen preparation and testing, the applicable parts
of WC-2321.1 and WC-2321¢2,shall apply. The longitudi-
nal axis of the specimen shall'’be at a minimum depth of %t
from a surface, where't{is'the thickness of the test weld.

(e) One all-weld-imetal tensile specimen shall be tested
and shall meet the’specified minimum tensile strength re-
quirements of the base material specification. Where base
materials ef'different specifications are to be welded, the
tensile strength requirements shall conform to the speci-
fied mihimum tensile strength requirement of either of the
base 'material specifications.

(f) Impact specimens of the weld metal shall be tested
where impact tests are required for either of the base
materials of the production weld. The weld metal shall
conform to the parts of WC-2331 or WC-2332 applicable
to the base material. Where different requirements exist
for the two base materials, the weld metal may conform to
either of the requirements for either base material.

WC-2431.2 Standard Test Requirements. In lieu of the
use of the General Test Requirements specified in
WC-2431.1, tensile and impact tests may be made in accor-
dance with this Subparagraph where they are required for
mild and low alloy steel covered electrodes. The material
combinations to require weld material testing, as listed in
WC-2431, shall apply for this option. The limitations and
testing under this option shall be in accordance with (a)
through (f) below.

(a) Testing to the requirements of this Subparagraph
shall be limited to electrode classifications incluided in
SFA-5.1 or SFA-5.5.

(b) The assembly required by SFA-5.170rSFA-5.5, as
applicable, shall be used for test coupon preparation,
except that it shall be increased in_siZe to obtain the
number of impact specimens required by WC-2331 or
WC-2332, as applicable.

(c) The welding of the test:.Codpon shall conform to the
requirements of the SFA spegification for the classification
of electrode being tested €oupons shall be tested in the as-
welded condition and“the postweld heat-treated condi-
tion. The postwegld. heat treatment temperatures shall
be in accordance.with Table WC-4622.1-1 for the appli-
cable P-Number equivalent. The time at postweld heat
treatment'temperature shall be 8 hr (this qualifies post-
weld hHeat treatments of 10 hr or less). When the postweld
hedt{reatment of the production weld exceeds 10 hr or the
PWHT temperature is other than that required, the
general test of WC-2431.1 shall be used.

(d) The tensile and C, specimens shall be located and
prepared in accordance with the requirements of SFA-5.1
or SFA-5.5, as applicable. Drop weight impact test speci-
mens, where required, shall be located and oriented as
specified in WC-2431.1(d).

(e) One all-weld-metal tensile specimen shall be tested
and shall meet the specified minimum tensile strength
requirement of the SFA specification for the applicable
electrode classification.

(f) The requirements of WC-2431.1(f) shall be applica-
ble to the impact testing.

WC-2432 Chemical Analysis Test

Chemical analysis of filler metal or weld deposits shall
be made in accordance with WC-2420 and as required by
the following Subparagraph.

WC-2432.1 Test Method. The chemical analysis test (21)

shall be performed in accordance with this Subparagraph
and Table WC-2432.1-1, and the results shall conform to
WC-2432.2.

(a) A-No.8 welding material to be used with GTAW and
PAW processes and any other welding material to be used
with any GTAW, PAW, or GMAW process shall have chem-
ical analysis performed either on the filler metal or on a
weld deposit made with the filler metal in accordance with
(c) or (d) below.
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Table WC-2432.1-1
Sampling of Welding Materials for Chemical Analysis

Welding All Other
Material GTAW/PAW GMAW Processes
A-No. 8 filler Filler metal or Weld deposit Weld
metal weld deposit deposit
All other filler Filler metal or Filler metal or Weld
metal weld deposit weld deposit deposit

(b) A-No.8welding material to be used with other than
the GTAW and PAW processes and other welding material
to be used with other than the GTAW, PAW, or GMAW
process shall have chemical analysis performed on a
weld deposit of the material or combination of materials
being certified in accordance with (c) or (d) below. The
removal of chemical analysis samples shall be from an
undiluted weld deposit made in accordance with (c)
below. As an alternative, the deposit shall be made in
accordance with (d) below for material that will be
used for corrosion resistant overlay cladding. Where
the Welding Procedure Specification or the welding mate-
rial specification specifies percentage composition limits
for analysis, it shall state that the specified limits apply for
the filler metal analysis, the undiluted weld deposit
analysis, or the in situ cladding deposit analysis in confor-
mance with the above required certification testing.

(c) The preparation of samples for chemical analysis of
undiluted weld deposits shall comply with the method
given in the applicable SFA specification. Where a~weld
deposit method is not provided by the SFA spec€ification,
the sample shall be removed from a weld pad;.groove, or
other test weld made using the welding pro€ess that will
be followed when the welding material orcombination of
welding materials being certified-is*consumed. The
methods given in the Appendix_of SFA-5.9 shall be
used to establish a welding arid sampling method for
the pad, groove, or other test weld to ensure that the
weld deposit being sampled will be substantially free
of base metal dilution.\The weld for A-No. 8 material
to be used with the~-GMAW process shall be made
using the shielding gas composition specified in the
Welding Procedure Specifications that will be followed
when the material is consumed. Where a chemical analysis
is required-for a welding material that does not have a
mech@anical properties test requirement, a chemical
analysis test coupon shall be prepared as required by
W(€-2431.1(c), except that heat treatment of the
coupon is not required and the weld coupon thickness
requirements of WC-2431.1(c) do not apply.

(d) The alternate method provided in (b) above for the
preparation of samples for chemical analysis of welding
material to be used for corrosion resistant overlay clad-
ding shall require a test weld made in accordance with the
essential variables of the welding procedure specification

that will be followed when the vnn]r‘ing material is

consumed. The test weld shall be made in conformance
with the requirements of Section [X, QW-214. The removal
of chemical analysis samples shall conform to Table QW-
453 for the minimum thickness for which the Welding
Procedure Specification is qualified.

WC-2432.2 Requirements for Chemical Analysis. The
chemical elements to be determined, the composition.re-
quirements of the weld metal, and the recording of results
of the chemical analysis shall be in accordance with (a),
(b), and (c) below.

(a) Welding material of ferrous alloy A-Ne:'8 (Section
X, Table QW-442) shall be analyzed for the elements listed
in Table WC-2432.2-1 and for any other elements speci-
fied either in the welding material’specification refer-
enced by the Welding Procedure-Specification or in the
Welding Procedure Specification.

(b) The chemical composition of the weld metal or filler
metal shall conform tosthe welding material specification
for elements havingZspecified percentage composition
limits. Where thefWelding Procedure Specification
contains a modification of the composition limits of
SFA or othervreferenced welding material specifications,
or provides limits for additional elements, these composi-
tion limits of the Welding Procedure Specification shall
apply. for acceptability.

(¢) The results of the chemical analysis shall be
réported in accordance with NCA-3862.1. Elements
listed in Table WC-2432.2-1 but not specified in the
welding material specification or Welding Procedure
Specification shall be reported for information only.

WC-2433 Delta Ferrite Determination

A determination of delta ferrite shall be performed on A-
No. 8 weld material (Section IX, Table QW-442) backing
filler metal (consumable inserts); bare electrode, rod, or
wire filler metal; or weld metal, except that delta ferrite
determinations are not required for SFA-5.4 Type 16-8-2
or A-No. 8 weld filler metal to be used for weld metal clad-
ding.

WC-2433.1 Method. Delta ferrite determinations of
welding material, including consumable insert material,
shall be made using a magnetic measuring instrument
and weld deposits made in accordance with (b) below.
Alternatively, the delta ferrite determinations for
welding materials may be performed by the use of the
chemical analysis of WC-2432 in conjunction with
Figure WC-2433.1-1.

Table WC-2432.2-1
Welding Material Chemical Analysis

Materials Elements

L N Sa‘.“] C_Cx N Na Mo C: Cl
F—r-StaHess TBA=Z P REAL SRR LR L2z sy o o

141



https://asmenormdoc.com/api2/?name=ASME BPVC.III.3 (ASME BPVC Section 3 Division 3) 2021.pdf

ASME BPVC.II1.3-2021

Figure WC-2433.1-1
Weld Metal Delta Ferrite Content
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GENERAL NOTES:

(a) The actual nitrogen content is preferred. If this is net available, the following applicable nitrogen value shall be used:
(1) GMAW welds — 0.08%, except that when selfsshielding flux-cored electrodes are used — 0.12%

(2) Welds made using other processes — 0.06%

(b) This diagram is identical to the WRC-1992 Diagram, except that the solidification mode lines have been removed for ease of use.

(a) Calibration of magnetic instruments shall conform
to AWS A4.2.

(b) The weld deposit for ' magnetic delta ferrite deter-
mination shall be made ifiaccordance with WC-2432.1(c).

(c) Aminimum of six ferrite readings shall be taken on
the surface of the weld deposit. The readings obtained
shall be averaged to a single Ferrite Number.

WC-2433.2-Acceptance Standards. The minimum ac-
ceptable delta ferrite shall be 5FN (Ferrite Number).
The (results of the delta ferrite determination shall be
irfcluded in the Certified Material Test Report of
WiC-2130 or WC-4120.

WC-2440 STORAGE AND HANDLING OF WELDING
MATERIAL

Suitable storage and handling of electrodes, flux, and
other welding materials shall be maintained. Precautions
shall be taken to minimize absorption of moisture by
fluxes and cored, fabricated, and coated electrodes.

WC-2500 EXAMINATION AND REPAIR OF
CONTAINMENT MATERIAL

WC-2510 CONTAINMENT MATERIAL

Containment material shall be examined and repaired
in accordance with the material specification and as other-
wise required by this subarticle.
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WC-2530 EXAMINATION AND REPAIR OF PLATE
WC-2531 Required Examination

Plates shall be examined in accordance with the re-
quirements of the material specification. In addition,
for ferritic steels, the containment shell in the area of
the closure welds made, after loading the containment
(Figure WC-4265-2) shall be examined by the ultrasonic
method in accordance with WC-2532.

WC-2532 Ultrasonic Examination Procedures

WC-2532.1 Straight Beam Examination. The require-
ments for straight beam examination shall be in accor-
dance with SA-578/SA-578M, Specification for Straight
Beam Wave Ultrasonic Testing and Inspection of Plain
and Clad Steel Plates for Special Applications, as
shown in Section V, except that the extent of examination
and the acceptance standards to be applied are given in (a)
and (b) below.

(a) Extent of Examination. The examination shall
include the area adjacent to the closure weld to a distance
of at least three times the nominal shell thickness. One
hundred percent of one major plate surface shall be
covered by moving the search unit in parallel paths
with not less than a 10% overlap.

(b) Acceptance Standards

(1) Any area where one or more imperfections
produce a continuous total loss of back reflection accom-
panied by continuous indications on the same plane that
cannot be encompassed within a circle whose diameter is
3in. (75 mm) or one-half of the plate thickness, whichever
is greater, is unacceptable.

(2) In addition, two or more imperfections smaller
than described in (1) above shall be unacceptable unless
separated by a minimum distance equal to the greatest
diameter of the larger imperfe€tion, or unless they
may be collectively encompassed by the circle described
in (1) above.

WC-2537 Time of Examination

Acceptance examinations shall be performed at the time
of manufacture{as‘required in (a) through (c) below.

(a) Ultrgsonic examination shall be performed after
rolling tosize and after heat treatment, except for post-
weld heat/treatment.

(b)“Radiographic examination of repair welds, when
required, may be performed prior to any required post-
weld heat treatment.

(c) Magnetic particle or liquid penetrant examination or
repair welds shall be performed after final heat treatment,
except that the examination may be performed prior to
postweld heat treatment of P-No. 1 material 2 in. (50 mm)
and less nominal thickness.

WC-2538 Elimination of Surface Defects

Surface defects shall be removed by grinding or
machining, provided the requirements of (a) and (b)
below are met.

(a) The depression, after defect elimination, is blended
uniformly into the surrounding surface.

(b) When the elimination of the defect reduces'the
thickness of the section below the minimum required
by the design, the material shall be repaired in accordance
with WC-2539.

WC-2539 Repair by Welding

The Material Organization may repaif’by welding mate-
rials from which defects have beenremoved, provided the
depth of the repair cavity does'not exceed one-third of the
nominal thickness and the réquirements of the following
subparagraphs are metAPtior approval of the Certificate
Holder shall be obtained for the repair of plates to be used
in the manufacture ef’containment vessels.

WC-2539.1°' Defect Removal. The defect shall be
removed orreduced to an imperfection of acceptable
limit by suitable mechanical or thermal cutting or
gouging methods and the cavity prepared for repair
(W€4211.1).

WC-2539.2 Qualification of Welding Procedures and
Welders. The welding procedure and welders or
welding operators shall be qualified in accordance with
Article WC-4000 and Section IX.

WC-2539.3 Blending of Repaired Areas. After repair,
the surface shall be blended uniformly into the
surrounding surface.

WC-2539.4 Examination of Repair Welds. Each repair
weld shall be examined by the magnetic particle method
(WC-2545) or by the liquid penetrant method (WC-2546).
In addition, when the depth of the repair cavity exceeds
thelesser of % in. (10 mm) or 10% of the section thickness,
the repair weld shall be radiographed in accordance with
and to the applicable acceptance standards of WC-5320.
The image quality indicator (IQI) shall be based upon the
section thickness of the repaired area.

WC-2539.5 Heat Treatment After Repairs. The product
shall be heat treated after repair in accordance with the
requirements of WC-4620.

WC-2539.6 Material Report Describing Defects and
Repair. Each defect repair that is required to be radio-
graphed shall be described in the Certified Material
Test Report. The Certified Material Test Report for
each piece shall include a chart which shows the location
and size of the prepared cavity, the welding material iden-
tification, the welding procedure, the heattreatment, and a
report of the results of the examinations, including radio-
graphic film.
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WC-2539.7 Repair of Cladding by Welding. The Mate-
rial Organization may repair defects in cladding by
welding, provided the requirements of (a) through (d)
below are met.

(a) Qualification of Welding Procedures and Welders.
The welding procedure and the welders or welding opera-
tors shall be qualified in accordance with Article WC-4000
and Section IX.

(b) Defect Removal and Examination of Cavity. The
defect shall be removed, and the cavity prepared for
repair shall be examined by the liquid penetrant
method (WC-2546).

(c) Examination of Repaired Areas. The repaired area
shall be examined by a liquid penetrant method
(WC-2546).

(d) Report of Repairs. Each defect repair shall be
described in the Certified Material Test Report for each
piece, including a chart which shows the location and
size of the repair, the welding material identification,
welding procedure, heat treatment, and examination
results.

WC-2540 EXAMINATION AND REPAIR OF
FORGINGS AND BARS

WC-2541 Required Examinations

Forgings and bars shall be examined in accordance with
the requirements of the material specification, except
when magnetic particle or liquid penetrant examination
is specifically required by the rules of this Subsection, in
which case the examination shall conform to the require-
ments of WC-2545 or WC-2546, as applicable.

WC-2545 Magnetic Particle Examination

WC-2545.1 Examination Procedure. The procedure for
magnetic particle examination shall bejifi'accordance with
the methods of Section V, Article 7.

WC-2545.2 Evaluation of Indications.

(a) Mechanical discontinuities at the surface are
revealed by the retention of the examination medium.
All indications arernot necessarily defects, however,
since certain metallurgical discontinuities and magnetic
permeability variations may produce similar indications
which are not)relevant.

(b) Any.indication in excess of the WC-2545.3 accep-
tance standards which is believed to be nonrelevant shall
be reexamined by the same or other nondestructive ex-
amination methods to verify whether or not actual defects
are present. Surface conditioning may precede the reex-
amination. Nonrelevant indications which would mask
defects are unacceptable.

(c) Relevant indications are those which result from
imperfections. Linear indications are those indications
in which the length is more than three times the

circular or elliptical with the length equal to or less
than three times the width. Indications resulting from
nonmetallic inclusions are not considered relevant indi-
cations.

WC-2545.3 Acceptance Standards.

(a) Only imperfections producing indications with
major dimensions greater than % in. (1.5 mm) shall
be considered relevant imperfections.

(b) Imperfections producing the following relevant
indications are unacceptable:

(1) any linear indications greater than. %y in. (1.5
mm) long for material less than % in. (6 mm) thick,
greater than % in. (3 mm) long for (material from %
in. (16 mm) thick to under 2 in, 50 mm) thick, and
%16 in. (5 mm) long for material2 in. (50 mm) thick
and greater;

(2) rounded indications,with dimensions greater
than % in. (3 mm) for thicknesses less than % in. (16
mm) and greater than% in. (5 mm) for thicknesses
% in. (16 mm) and)greater;

(3) four ormore relevant indications in a line sepa-
rated by % ¢/n, (1.5 mm) or less edge to edge;

(4) ten\or more relevant indications in any 6 in.?
(4000.mm?) of area whose major dimension is no
more than 6 in. (150 mm) with the dimensions taken
inthemost unfavorable location relative to the indications
being evaluated.

WC-2546 Liquid Penetrant Examinations

WC-2546.1 Examination Procedure. The procedure for
liquid penetrant examination shall be in accordance with
the methods of Section V, Article 6.

WC-2546.2 Evaluation of Indications.

(a) Mechanical discontinuities at the surface are
revealed by bleeding out of the penetrant; however, loca-
lized surface discontinuities, such as may occur from
machining marks or surface conditions, may produce
similar indications which are not relevant.

(b) Any indication in excess of the WC-2546.3 accep-
tance standards, which is believed to be nonrelevant, shall
be reexamined to verify whether or not actual defects are
present. Surface conditioning may precede the reexami-
nation. Nonrelevant indications and broad areas of
pigmentation which would mask defects are unaccept-
able.

(c) Relevant indications are those which result from
imperfections. Linear indications are those indications
in which the length is more than three times the
width. Rounded indications are indications which are
circular or elliptical with the length equal to or less
than three times the width.
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WC-2546.3 Acceptance Standards.

(a) Only imperfections producing indications with
major dimensions greater than Y4 in. (1.5 mm) shall
be considered relevant.

(b) Imperfections producing the following relevant
indications are unacceptable:

(1) any linear indications greater than % in. (1.5
mm) long for material less than % in. (16 mm) thick,
greater than % in. (3 mm) long for material from %
in. (16 mm) thick to under 2 in. (50 mm) thick, and
%16 in. (5 mm) long for material 2 in. (50 mm) thick
and greater;

(2) rounded indications with dimensions greater
than % in. (3 mm) for thicknesses less than % in. (16
mm) and greater than % in. (5 mm) for thicknesses
% in. (16 mm) and greater;

(3) four or more relevant indications in a line sepa-
rated by % in. (1.5 mm) or less edge to edge;

(4) ten or more relevant indications in any 6 in.?
(4000 mm?) of area whose major dimension is no
more than 6 in. (150 mm) with the dimensions taken
in the most unfavorable location relative to the indications
being evaluated.

WC-2547 Time of Examination

The requirements for time of examination shall be the
same as stated in WC-2537.

WC-2548 Elimination of Surface Defects

Elimination of surface defects shall be madedn accor-
dance with WC-2538.

WC-2549 Repair by Welding

Repair by welding shall be performed in accordance
with WC-2539, except that the 'depth of repair that is
permitted is not limited.

WC-2550 EXAMINATION AND REPAIR OF
SEAMLESS AND WELDED (WITHOUT
FILLER-METAL) TUBULAR PRODUCTS
AND FITTINGS

WC-2551 Required Examination

(a) -All_seam welds in welded (without filler metal)
tubularproducts shall be examined by one of the following
methods:

(1) ultrasonic examination in accordance with
WC-2552

(2) radiographic examination in accordance with
WC-2553

(3) eddy current examination in accordance with
WC-2554

(b) Wrought seamless and welded (without filler
metal) tubular products and fittings, except copper
alloy and nickel alloy tubular products and fittings,
shall comply with the requirements of WC-2557,
WC-2558, and WC-2559, in addition to the basic material
specification.

(c) Copper alloy and nickel alloy wrought seamless and
welded (without filler metal) tubular products and fittings
shall comply with the requirements of WC-2558in addi-
tion to the basic material specification.

WC-2552 Ultrasonic Examination

The volumetric examinations requibed by this para-
graph need only be conducted fromjone surface.

WC-2552.1 Examination Procedure for Welds in Pipe
and Tubing.

(a) WC-2561Circumférenitial Direction — 6% in. (170
mm) 0.D. and Smaller.’ The welds in pipe and tubing
shall be examined(in two circumferential directions.
The proceduréor ultrasonic examination of pipe and
tubing in the eircumferential direction shall be in accor-
dance with SE-213, Standard Method for Ultrasonic Exam-
inatioh™~of Pipe and Tubing for Longitudinal
Discentinuities, and the requirements of this paragraph.
The/procedure shall provide a sensitivity which will
consistently detect defects that produce indications
equal to or greater than the indications produced by stan-
dard defectsincluded in the reference specimens specified
in WC-2552.3.

(b) Pipe and Tubing Larger Than 6% in. (170 mm) 0.D.
The welds in pipe and tubing shall be examined in two
circumferential directions. The procedure for ultrasonic
examination of pipe and tubing larger than 6%, in. (170
mm) 0.D. shall be in accordance either with the require-
ments of SA-388 for angle beam scanning in the circum-
ferential direction, or with the requirements of SE-213.
The reference standard shall be in accordance with
WC-2552.3 below.

(c) Acceptance Standard. Products with defects that
produce indications in excess of the indications produced
by the standard defects in the reference specimen are un-
acceptable unless the defects are eliminated or repaired in
accordance with WC-2558 or WC-2559.

WC-2552.2 Examination Procedure for Welds in
Fittings.

(a) Procedure. The procedure for ultrasonic examina-
tion of welds in fittings shall be in accordance with the
requirements of Recommended Practice SA-388 for
angle beam examination in two circumferential directions.

(b) Acceptance Standard. Fittings shall be unacceptable
if angle beam examination results show one or more
reflectors that produce indications exceeding in amplitude
the indications from the calibrated notch.
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WC-2552.3 Reference Specimens.

(a) The reference specimen shall be of the same
nominal diameter and thickness and of the same
nominal composition and heat-treated condition as the
product which is being examined. For circumferential
scanning, the standard defects shall be axial notches or
grooves on the outside and inside surfaces of the reference
specimen and shall have a length of approximately 1 in.
(25 mm) orless,a width not to exceed %4 in. (1.5 mm) fora
square notch or U-notch, a width proportional to the depth
for a V-notch, and a depth not greater than the larger of
0.004 in. (0.10 mm) or 5% of the nominal wall thickness.

(b) The reference specimen shall be long enough to
simulate the handling of the product being examined
through the examination equipment. When more than
one standard defect is placed in a reference specimen,
the defects shall be located so that indications from
each defectare separate and distinct without mutual inter-
ference or amplification. All upset metal and burrs adja-
cent to the reference notches shall be removed.

WC-2552.4 Checking and Calibration of Equipment.
The proper functioning of the examination equipment
shall be checked, and the equipment shall be calibrated
by the use of the reference specimens, as a minimum:

(a) at the beginning of each production run of a given
size and thickness of a given material;

(b) after each 4 hr or less during the production run;

(c) at the end of the production run;

(d) at any time that malfunctioning is suspected.

If, during any check, it is determined that the testing
equipment is not functioning properly, all,of‘the
productthathasbeen tested since the last valid equipment
calibration shall be reexamined.

WC-2553 Radiographic Examination

(a) General. When radiographic examination is
performed as an alternative to_gltrasonic examination
of the entire volume of the material, it shall apply to
the entire volume of the pipe, tube, or fitting material.
Acceptance standards speecified for welds shall apply to
the entire volume of‘material examined.

(b) Examination Procedure. The radiographic examina-
tion shall be péxformed in accordance with Section V,
Article 2, asymodified by WC-5111.

(c) Acceptance Standard. Welds that are shown by
radiography to have any of the following types of discon-
tinuities are unacceptable:

(1) any type of crack or zone of incomplete fusion or
penetration;
(2) any other elongated indication which has alength
greater than:
(-a) %, in. (6 mm) for t up to % in. (19 mm), inclu-
sive
(-b) Yt for t from %, in. (19 mm) to 2%, in.

(57 mm) inclusive
Ay J7

(-c) %,in.(19 mm)for tover 2%, in. (57 mm) where

t is the thickness of the thinner portion of the weld;

(3) any group of aligned indications having an aggre-
gate length greater than t in a length of 12¢, unless the
minimum distance between successive indications
exceeds 6L, in which case the aggregate length is unlim-
ited, L being the length of the largest indication;

(4) rounded indications in excess of that shown as
acceptable in Section Il Appendices, Mandatory Appendix
VL.

WC-2554 Eddy Current Examination

This examination method is restricted to-materials with
uniform magnetic properties and of sizés for which mean-
ingful results can be obtained.

WC-2554.1 Examination Procedure. The procedure for
eddy current examination shall provide a sensitivity that
will consistently detect defécts by comparison with the
standard defects incladed in the reference specimen
specified in WC-2554.2. Products with defects that
produce indications in excess of the reference standards
are unacceptable*unless the defects are eliminated or
repaired in aecordance with WC-2558 or WC-2559 as ap-
plicable.

WC-2554.2 Reference Specimens. The reference
specimen shall be of the same nominal diameter and thick-
ness and of the same nominal composition and heat-
treated condition as the product that is being examined.
The standard shall contain tangential or circumferential
notches on the outside surface plus a % in. (1.5 mm)
diameter hole drilled through the wall. These shall be
used to establish the rejection level for the product to
be tested. The reference notches shall have a depth
not greater than the larger of 0.004 in. (0.10 mm) or
5% of the wall thickness. The width of the notch shall
not exceed % ¢ in. (1.5 mm). The length shall be approxi-
mately 1 in. (25 mm) or less. The size of reference speci-
mens shall be as specified in WC-2552.3.

WC-2554.3 Checking and Calibration of Equipment.
The checking and calibration of examination equipment
shall be the same as in WC-2552.4.

WC-2557 Time of Examination

(a) Products that are quenched and tempered shall be
examined, as required, after the quenching and tempering
heat treatment.

(b) Products that are not quenched and tempered shall
receive the required examinations as follows:

(1) ultrasonic or eddy current examination, when
required, shall be performed after final heat treatment,
except postweld heat treatment;

(2) radiographic examination, when required, may
be performed prior to any required postweld heat treat-
ment;
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(3) magnetic particle or liquid penetrant examina-
tion of welds, including repair welds, shall be performed
after final heat treatment, except that the examination
may be performed prior to postweld heat treatment for
P-No. 1 (Section IX of the Code) materials of 2 in. (50 mm)
and less nominal thickness;

(4) forgings and rolled bars which are to be bored
and/or turned to form tubular parts or fittings shall be
examined after boring and/or turning, except for
threading; fittings shall be examined after final forming;

(5) when surface examination is required, all
external surfaces and all accessible internal surfaces
shall be examined, except for bolt holes and threads.

WC-2558 Elimination of Surface Defects

Surface defects shall be removed by grinding or
machining, provided the requirements of (a) through
(c) below are met.

(a) The depression, after defect elimination, is blended
uniformly into the surrounding surface.

(b) After defectelimination, the areais examined by the
method which originally disclosed the defect to assure
that the defect has been removed or reduced to an imper-
fection of acceptable size.

(c) Ifthe elimination of the defect reduces the thickness
of the section below the minimum required to satisfy the
rules of Article WC-3000, the product shall be repaired in
accordance with WC-2559.

WC-2559 Repair by Welding
Repair of defects shall be in accordance with-WC-2539.

WC-2560 EXAMINATION AND REPAIR OF
TUBULAR PRODUCTS AND FITTINGS
WELDED WITH FILLER’METAL

WC-2561 Required Examination

(a) Welded (with filler metal) tubular products, such as
pipe made in accordance, with SA-358, SA-409, SA-671,
SA-672, and SA-69], anhd fittings made in accordance
with the WPW grades of SA-234, SA-403, and SA-420,
which are made py welding with filler metal, shall be
treated as material; however, inspection by an Inspector
and stamping with a Certification Mark with NPT Desig-
nator shall'be in accordance with Section Il requirements.
In addition to the Certification Mark with NPT Designator,
anumeral 1 shall be stamped below and outside the official
Certification Mark.

(b) In addition to the requirements of the material
specification and of this Article, all welds shall be exam-
ined 100% by radiography in accordance with the basic
material specification. When radiographic examination is
not specified in the basic material specification, the welds
shall be examined in accordance with WC-2563.

(c) Tubular products and fittings which have been
radiographed shall be marked to indicate that radio-
graphy has been performed. The radiographs and a radio-
graphic report showing exposure locations shall be
provided with the Certified Material Test Report.

(d) The Authorized Inspector shall certify by signing
the Partial Data Report Form NM-1 (see Section Il Appen=
dices, Mandatory Appendix V) in accordance with/NCA-
5290.

WC-2563 Radiographic Examination

The radiographic examination shall be-performed in
accordance with the requirements of“WC-2553.

WC-2567 Time of Examination

The time of examination shall be in accordance with the
requirements of WC-255%

WC-2568 Elimination of Surface Defects

Unacceptablesurface defects shall be removed in accor-
dance with the-requirements of WC-2558.

WC-2569' Repair by Welding

When permitted by the basic material specification,
basé material defects shall be repair welded in accordance
to the requirements of WC-2559. Repair welding of weld
seam defects shall be in accordance with WC-4450.

WC-2570 EXAMINATION AND REPAIR OF CAST
PRODUCTS

WC-2571 Required Examination

For examination of the containment casting, the
following shall apply:

(a) All cast products shall be examined by the ultra-
sonic method as specified in WC-2574.

(b) All external and accessible internal surfaces, except
threaded surfaces, shall be examined using either the
liquid penetrant method (WC-2576) or the magnetic
particle method (WC-2577).

WC-2572 Time of Nondestructive Examination

All examinations shall be performed after final
machining except that ultrasonic testing shall be
performed at the time when the configuration is best
suited for scanning and the most meaningful results
can be obtained.

WC-2573 Provisions for Repair of Base Material by
Welding

Castings shall not be repaired by plugging, welding,
brazing, impregnation, or any other means.
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WC-2574 Ultrasonic Examination of Castings

Ultrasonic examination shall be performed in accor-
dance with Section V, Article 5, T-471.4. Each manufac-
turer shall certify that the procedure is in accordance
with the following requirements and shall make the proce-
dure available for approval upon request.

The following acceptance standards shall be applied:

(a) The Quality Levels of SA-609 as shown in Section V
shall apply for the casting thickness indicated.

(1) Quality Level 1 for thicknesses up to 2 in. (50 mm)

(2) Quality Level 3 for thicknesses 2 in. to 4 in. (50
mm to 100 mm)

(3) Quality Level 4 for thicknesses greater than 4 in.
(100 mm)

(b) Inaddition to the Quality Level requirements stated
in (a) above, the requirements in (1) through (5) below
shall apply for both straight beam and angle beam exam-
ination.

(1) Areasgivingindications exceeding the Amplitude
Reference Line with any dimension longer than those
specified in the following tabulation shall be unacceptable:

Longest Dimension of Area,

in. (mm)
UT Quality Level [Notes (1)-(3)]
1 1.5 (38)
2 2.0 (50)
3 2.5 (64)
4 3.0 (75)

Notes:
(1) The areas for the Ultrasonic Quality Levels in SA-609xefer to
the surface area on the casting over which contintious indi-
cation, exceeding the transfer-corrected distarice amplitude
curve, is maintained.

Areas shall be measured from dimensions-of the movement
of the search unit, using the center of the search unit as the
reference point.

In certain castings, because of very long metal path
distances or curvature of/the examination surfaces, the
surface area over which a.given discontinuity is detected
may be considerably larger or smaller than the actual area
of the discontinuity’in the casting; in such cases, other
criteria that incorporate a consideration of beam angles
or beam spfead shall be used for realistic evaluation of
the discentinuity.

(2

(3)

(2)-Quality Level 1 shall apply for the volume of cast-
ings within 1 in. (25 mm) of the surface regardless of the
overall thickness.

(3) Discontinuities indicated to have a change in
depth equal to or greater than one-half the wall thickness
or 1in. (25 mm), whichever is less, shall be unacceptable.

(4) Two or more indications in the same plane with
amplitudes exceeding the Amplitude Reference Line and
separated by a distance less than the longest dimension of
thelarger of the adjacentindications shall be unacceptable

if they cannot be encompassed within an area less than
that of the Quality Level specified in (1).

(5) Two or more indications greater than permitted
for Quality Level 1 for castings less than 2 in. (50 mm) in
thickness, greater than permitted for Quality Level 2 for
thicknesses 2 in. through 4 in. (50 mm through 100 mm),
and greater than permitted for Quality Level 3 for thick-
nesses greater than 4 in. (100 mm), separated by a
distance less than the longest dimension of the larger
of the adjacent indications, shall be unacceptable”if
they cannot be encompassed in an area less than that
of the Quality Level requirements stated in (1),

WC-2576 Liquid Penetrant Examipation

(a) Castings shall be examined, ifseéquired, on all acces-
sible surfaces by the liquid penétsant method in accor-
dance with Section V of the Code.

(b) Evaluation of Indications. All indications shall be
evaluated in terms of the-deceptance standards. Mechan-
ical discontinuities intelisecting the surface are indicated
by bleeding out of’the penetrant; however, localized
surface discontinuities as may occur from machining
marks, scal€, or dents may produce indications that
are notrelevant. Any indication in excess of the acceptance
standards believed to be nonrelevant shall be regarded as
a defect’until it is reexamined to verify whether actual
defects are present. Nonrelevant indications and broad
areas of pigmentation that would mask indications of
defects are unacceptable. Surface conditioning may
precede the reexamination. Relevant indications are
those that result from mechanical discontinuities.
Linear indications are those whose length is more than
3 times the width. Rounded indications are those that
are circular or elliptical with the length less than 3
times the width. Indications with major dimensions
greater than % in. (1.5 mm) are considered relevant.

(c) Acceptance Standards. The following relevant indi-
cations are unacceptable:

(1) any linear indications greater than % in. (1.5
mm) long for materials less than % in. (16 mm) thick,
greater than % in. (3 mm) long for materials from %
in. (16 mm) thick to under 2 in. (50 mm) thick, and
%6 in. (5 mm) long for materials 2 in. (50 mm) thick
and greater

(2) rounded indications with dimensions greater
than % in. (3 mm) for thicknesses less than % in. (16
mm) and greater than % in. (5 mm) for thicknesses
% in. (16 mm) and greater

(3) four or more relevant indications in a line sepa-
rated by % in. (1.5 mm) or less edge-to-edge

(4) ten or more relevant indications in any 6 in.?
(4000 mm?) of surface with the major dimension of
this area not to exceed 6 in. (150 mm) taken in the
most unfavorable orientation relative to the indications
being evaluated
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WC-2577 Magnetic Particle Examination (for
Ductile Cast Iron)

(a) Castings of magnetic material shall be examined, if
required, on all accessible surfaces by a magnetic particle
method in accordance with Section V of the Code.

(b) Evaluation of Indications. All indications shall be
evaluated in terms of the acceptance standards. Mechan-
ical discontinuities intersecting the surface are indicated
by retention of the examination medium. All indications
are not necessarily defects since certain metallurgical
discontinuities and magnetic permeability variations
may produce indications that are not relevant. Any indi-
cation in excess of the acceptance standards that is
believed to be nonrelevant shall be regarded as a
defect until it is reexamined to verify whether actual
defects are present. Nonrelevant indications that would
mask indications of defects are unacceptable. Surface
conditioning may precede the reexamination. Relevant
indications are those that result from unacceptable
mechanical discontinuities and have a major dimension
greater than % in. (1.5 mm). Linear indications are
those whose length is more than 3 times the width.
Rounded indications are those that are circular or ellip-
tical with the length less than 3 times the width.

(c) Acceptance Standards. The following relevant indi-
cations are unacceptable:

(1) linear indications greater than Y in. (1.5 mm)
long for materials less than % in. (16 mm) thick, greater
than % in. (3 mm) long for materials from % in. (16qnm)
thick to under 2 in. (50 mm) thick, and % in. (5 mni)long
for materials 2 in. (50 mm) thick and greater

(2) rounded indications with dimensions greater
than % in. (3 mm) long for materials from % in. (16
mm) thick to under 2 in. (50 mm) thiek; and % in. (5
mm) long for materials 2 in. (50 mu#) thick and greater

(3) four or more relevant indications in a line sepa-
rated by Y in. (1.5 mm) or less edge to edge

(4) ten or more relévant indications in any 6
in.?(4000 mm?) of surface with the major dimension
of this area not to exceed 6 in. (150 mm) taken in the
most unfavorable grientation relative to the indications
being evaluated

WC-2580. EXAMINATION OF BOLTS, STUDS, AND
NUTS

WE-2581 Requirements

All bolting material shall be visually examined in accor-
dance with WC-2582.

WC-2582 Visual Examination

The final surfaces of threads, shanks, and heads shall be
visually examined for workmanship, finish, and appear-
ance in accordance with the requirements of ASTM F788
for bolting material and ASTM F812 for nuts. The visual
examination personnel shall be trained and qualified in
accordance with the Material Organization’s Quality
System Program or the Certificate Holder’s Quality Assur-
ance Program. These examinations are not required to be
performed either in accordance with procedurés qualified
to WC-5100 or by personnel qualified in acéordance with
WC-5500.

WC-2600 MATERIAL ORGANIZATIONS’
QUALITY SYSTEM PROGRAMS

WC-2610 DOCUMENTATION AND MAINTENANCE
OF QUALITY SYSTEM PROGRAMS

(a) Except as provided in (b) below, Material Organi-
zations shall have a Quality System Program or an Iden-
tification and\Verification Program, as applicable, which
meets the requirements of WA-3800.

(b)sThe requirements of NCA-3862 shall be met as
required by WC-2130. The other requirements of
'WA23800 need not be used by Material Organizations
for small products, as defined in (c) below, for brazing
material, and for material which is allowed by this Subsec-
tion to be furnished with a Certificate of Compliance. For
these products, the Certificate Holder’s Quality Assurance
Program (Article WA-4000) shall include measures to
provide assurance that the material is furnished in accor-
dance with the material specification and with the appli-
cable requirements of this Subsection.

(c) For the purpose of this paragraph, small products
are defined as given in (1) through (3) below:

(1) pipe, tube, pipe fittings, and flanges NPS 2 (DN
50) and less;

(2) bolting materials, including studs, nuts, and bolts
of 1 in. (25 mm) nominal diameter and less;

(3) bars with a nominal cross-sectional area of 1 in.?
(650 mm?) and less.

WC-2700 DIMENSIONAL STANDARDS

Dimensions of standard items shall comply with the
standards and specifications listed in Table WA-7100-1.
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ARTICLE WC-3000
DESIGN

WC-3100 GENERAL DESIGN

WC-3110 LOADING CRITERIA
WC-3111 Loading Conditions

The loadings considered in designing a containment as
identified in the Design Specification shall include, but are
not limited to, those in (a) through (g) below.

(a) internal and external pressures

(b) impact loads, either internal or external, that may
be caused by operational drop events, nonmechanistic tip-
over, missile impact, design-basis aircraft crash, earth-
quake-induced impact, or other dynamic events

(c) weight of the containment and normal contents
under operating or test conditions, including additional
pressure due to static and dynamic head of liquids

(d) superimposed loads such as other components,
operating equipment, impact limiting devices, shielding,
and linings

(e) external environments such as wind loads, snow
loads, vibrations, handling loads, and earthquake loads;
where specified

(f) reaction loads from attachments and supports

(g) temperature effects caused by contents or the
external environment

WC-3112 Design Loadings

The Design Loadings shall be established in accordance
with WA-2123.1 and the followirnig subparagraphs.

WC-3112.1 Design Pressure. The specified internal and
external Design Pressufes to be used in this Subsection
shall be established in*accordance with WA-2123.1(a).

WC-3112.2 Design Temperature. The specified Design
Temperature shall be established in accordance with
WA-2123(1(b). It shall be used in conjunction with the
Design Pressure. If necessary, the metal temperature
shall be determined by computation using accepted
héatitransfer procedures or by measurement from equip-
ment in service under equivalent operating conditions. In
no case shall the temperature at the surface of the metal
exceed the maximum temperature listed in the applic-
ability column of Section II, Part D, Subpart 1, Tables
2A, 2B, and 4, nor exceed the maximum temperature
limitations specified elsewhere in this Subsection.

WC-3112.3 Design Mechanical Loads. The specified
Design Mechanical Loads shall be established in accor-
dance with WA-2123.1(c). They shall be usedin conjunc-
tion with the Design Pressure.

WC-3112.4 Design Stress Intensity Values. Design
stress intensity values for Sectiei~Jl], Class SC materials
listed in Section I, Part D, Subpart'l, Tables 24, 2B, and 4
shall be used. The materials.shall not be used at tempera-
tures that exceed the température limit established in the
stress tables. The stress'intensity values in the tables may
be interpolated for-intermediate temperatures. As an
additional control on permitted storage containment
materials listéd-in Section II, Part D, Subpart 1, Tables
2A and 2B,.only the following materials shall be used:

(a) mmaterials whose P-numbers are listed in
Table WC-4622.1-1, or

(b)/ductile cast iron castings per specifications SA-874
o1~SA/]JIS G5504 of Section II, Part D, Subpart 1, Table 2A

WC-3113 Operating and Test Conditions

(a) Storage containments (WA-1110) are subject to
operating and test conditions that are required to be
considered in the design of the contaiment in order to
satisfy applicable safety criteria.

(b) The selection of operating and test conditions is
beyond the scope of this Division. The Design Specification
shall specify these conditions using appropriate guidance
from safety criteria documents for storage containments
and the requirements of regulatory and enforcement
authorities having jurisdiction.

(c) Each operating and test condition to which the
containment may be subjected shall be classified in accor-
dance with WA-2123, and Service Limits [WA-2123.4(b)]
shall be designated in the Design Specification in such
detail as will provide a complete basis for design in accor-
dance with this Subsection.

(d) When any loading for which Level A, C, or D Service
Limits are specified in the Design Specification, they shall
be evaluated in accordance with WA-2120 and in compli-
ance with the applicable design and stress intensity limits
of this Article.
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WC-3120 SPECIAL CONSIDERATIONS
WC-3121 Corrosion

Material subject to thinning by corrosion, erosion,
mechanical abrasion, or other environmental effects
shall have provision made in the Design Specification
for these effects by indicating the increase in the thickness
of the base metal over that determined by the design
analysis (WC-3200). Other suitable methods of protection
may be used. Material added or included for these
purposes need not be of the same thickness for all
areas of the containment if different rates of attack are
expected for the various areas.

WC-3122 Cladding

The rules of this Paragraph apply to the design of clad
containments constructed of materials permitted in
Section II, Part D, Subpart 1, Tables 24, 2B, and 4.

WC-3122.1 Stresses. Except as permitted by WC-3214,
no structural strength shall be attributed to the cladding.

WC-3122.2 Design Dimensions. The dimensions given
in (a) and (b) below shall be used in the design of the
containment.

(a) For containments subjected to internal pressure,
the inside diameter shall be taken at the nominal inner
face of the cladding.

(b) For containments subjected to external pressuré;
the outside diameter shall be taken at the outer face\of
the base metal.

WC-3123 Welds Between Dissimilar Metals

In satisfying the requirements of this subarticle, caution
shall be exercised in construction involving dissimilar
metals having different chemical cofipositions, mechan-
ical properties, and coefficients of_.thermal expansion in
order to avoid difficulties in setvice.

WC-3130 GENERAL DESIGN RULES

The design shall besuch that the rules of this Article are
satisfied for all_configurations and loadings using the
stress intensity.values of WC-3112.4 and including the
use of standard products listed in Table WA-7100-1.

WC-3131)Design Reports

The Certificate Holder shall provide a Design Report
conforming to the requirements of WC-3211.

WC-3132 Dimensional Standards for Standard
Products

Dimensions of standards products shall comply with the
standards and specifications listed in Table WA-7100-1
when the standard or specification is referenced in the
specific design subarticle. However, compliance with

these standards does not replace or eliminate the require-
ments for stress analysis when called for by the design
subarticle for a specific containment.

WC-3133 Containments Under External Pressure

WC-3133.1 General. Rules are given in this paragraph
for determining the thickness under external pressure
loading in spherical and cylindrical shells without stif-
fening rings. Charts for determining the stresses in
shells and hemispherical heads are given inSection II,
Part D, Subpart 3.

WC-3133.2 Nomenclature. The symbols used in this
paragraph are defined as follows:

A = factor determined fromSection II, Part D, Subpart
3, Figure G and used to/enter the applicable mate-
rial chart in Sectiof/1], Part D, Subpart 3. For the
case of cylindersthaving D, /T values less than 10,
see WC-3133:.3(b).
factor determined from the applicable chart in
Section H, Part D, Subpart 3 for the material
usediin a shell at the design metal temperature,
psi/MPa)
outside diameter of the cylindrical shell
modulus of elasticity of material at Design
Temperature, psi (MPa). For external pressure
and axial compression design in accordance
with this Article, the modulus of elasticity to be
used shall be taken from the applicable materials
chartin Section II, Part D, Subpart 3. (Interpolation
may be made between lines for intermediate
temperatures.) The modulus of elasticity values
shown in Section II, Part D, Subpart 3 for material
groups may differ from those values listed in
Section II, Part D, Subpart 2, Tables TM for specific
materials. Section II, Part D, Subpart 3 values shall
be applied only to external pressure and axial
compression design.
the design length of a containment taken as the
distance between head tangent lines plus one-
third of the depth of each head
external Design Pressure, psi (MPa) (gage or abso-
lute, as required)
allowable external pressure, psi (MPa) (gage or
absolute, as required)
inside radius of spherical shell
the lesser of 1.5 times the stress intensity at design
metal temperature from Section II, Part D, Subpart
1, Tables 2A and 2B or 0.9 times the tabulated yield
strength at design metal temperature from Section
I, Part D, Subpart 1, Table Y-1, psi (MPa)
minimum required thickness of cylindrical shell or
spherical shell
nominal thickness used, less corrosion allowance,
of a cylindrical shell
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WC-3133.3 Cylindrical Shells. The thickness of cylin-
ders under external pressure shall be determined by the
procedure given in (a) or (b) below.

(a) Cylinders Having D,/T Values = 10

Step 1. Assume a value for T and determine the ratios
L/D, and D,/T.

Step 2. Enter Section I, Part D, Subpart 3, Figure G at
the value of L/D, determined in Step 1. For values of L/D,,
greater than 50, enter the chartatavalue of L/D, = 50. For
values of L/D, less than 0.05, enter the chart at a value of
L/D, of 0.05.

Step 3. Move horizontally to the line for the value of
D,/T determined in Step 1. Interpolation may be made for
immediate values of D,/T. From this point of intersection
move vertically downward to determine the value of
factor A.

Step 4. Using the value of A calculated in Step 3, enter
the applicable material chartin Section II, Part D, Subpart 3
for the material under consideration. Move vertically to an
intersection with the material/temperature line for the
Design Temperature. Interpolation may be made
between lines for intermediate temperatures. In cases
where the value of A falls to the right of the end of the
material/temperature line, assume an intersection with
the horizontal projection of the upper end of the mate-
rial/temperature line. For values of A falling to the left
of the material/temperature line, see Step 7.

Step 5. From the intersection obtained in Step 4,
move horizontally to the right and read the value of B.

Step 6. Using this value of B, calculate the value of thé
maximum allowable external pressure P, using the
following equation:

4B

3(Dy/T)

P, =

Step 7. For values of A falling to theleft of the appli-
cable material/temperature line, the value of P, can be
calculated using the following equation:

2AE

3(Dy/T)

B, =

Step 8. Compare“P, with P. If P, is smaller than P,
select alarger value fot T'and repeat the design procedure
until a value of P, is obtained that is equal to or greater
than P.

(b) Cylinders Having D,/T Values <10

Stepy1. Using the same procedure as given in (a)
above, obtain the value of B. For values of D,/T less
than' 4, the value of factor A can be calculated using
the following equation:

_ 1.1
(D,/T)*

For values of A greater than 0.10, use a value of 0.10.

Step 2. Using the value of B obtained in Step 1, calcu-
late a value P,; using the following equation:

2.167

0,/T) — 0.0833

B

al =

Step 3. Calculate avalue P,; using the following equa-
tion:
28

D,/T

1

D,/T

Pa2 -

Step 4. The smaller of the values of P,; ealculated in
Step 2, or P,; calculated in Step 3 shall b€used for the
maximum allowable external pressure P,. Compare P,
with P. If P, is smaller than P, select-a larger value for
T and repeat the design proceduse until a value for P,
is obtained that is equal to of greater than P.

WC-3133.4 Spherical Shells and Formed Heads.

(a) Spherical Shells\The minimum required thickness
of a spherical shell under external pressure shall be deter-
mined by the procedure given in Steps 1 through 6.

Step 1. Assume avalue for T and calculate the value of
factor A uging the following equation:

_ 0125
(R/T)

Step 2. Using the value of A calculated in Step 1, enter
the applicable material chartin Section II, Part D, Subpart 3
for the material under consideration. Move vertically to an
intersection with the material/temperature line for the
Design Temperature. Interpolation may be made
between lines for intermediate temperatures. In cases
where the value at A falls to the right of the end of the
material/temperature line, assume an intersection with
the horizontal projection of the upper end of the mate-
rial/temperature line. For values of A falling to the left
of the material/temperature line, see Step 5.

Step 3. From the intersection obtained in Step 2,
move horizontally to the right and read the value of
factor B.

Step 4. Using the value of B obtained in Step 3, calcu-
late the value of the maximum allowable external pressure
P, using the following equation:

P = >
(R/T)

Step 5. For values of A falling to the left of the appli-
cable material /temperature line for the Design Tempera-
ture, the value of P, can be calculated using the following
equation:

_ 0.0625E

“ ®/T?
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Table WC-3133.4-1
Values of Spherical Radius Factor, K;

D/2h 30 28 26 24 22 20 18 16 14 12 1.0
K; 136 1.27 1.18 1.08 0.99 0.90 0.81 0.73 0.65 0.57 0.50

GENERALNOTE: Equivalentspherical radius =K;D; D/2h=axis ratio;
interpolation permitted for intermediate values.

Step 6. Compare P, obtained in Step 4 or Step 5 with

P. If P, is smaller than P, select a larger value for T and
repeat the design procedure until a value for P, is obtained
that is equal to or greater than P.

(b) The nomenclature defined below is used in the
equations of (c) through (e) below.

D = inside length of the major axis of an ellipsoidal
head
outside diameter of the head skirt at the point
under consideration
one-half of the length of the minor axis of the ellip-
soidal head, or the inside depth of the ellipsoidal
head measured from the tangent line, head bend
line
a factor depending on the ellipsoidal head propor-
tions, given in Table WC-3133.4-1
for hemispherical heads, the inside radius in the
corroded condition
for ellipsoidal heads, the equivalent inside spher-
ical radius taken as K;D,, in the corroded condition
for torispherical heads, the inside radius of the
crown portion of the head in the corroded condi-
tion
minimum required thickness\yof head after
forming, exclusive of corrosign allowance

D,

h

Ki

(c) Hemispherical Heads. The required thickness of a
hemispherical head having pressure on the convex side
shall be determined in the\same manner as outlined in
(a) above for determining the thickness for a spherical
shell.

(d) Ellipsoidal Héads. The required thickness of an ellip-
soidal head haying pressure on the convex side, either
seamless or of built-up construction with butt joints,
shall not.be‘less than that determined by the following
procedure.

Step 1. Assume avalue for T'and calculate the value of
factoer A using the following equation:

_ 0125
(R/T)

Step 2. Usingthevalue of A calculated in Step 1, follow
the same procedure as that given for spherical shells in (a)
Step 2 through (a) Step 6.

(e) Torispherical Heads. The required thickness of a
torispherical head having pressure on the convex side,
either seamless or of built-up construction with butt
joints, shall not be less than that determined by the
same design procedure as is used for ellipsoidal heads
given in (d) above, using the appropriate value for R.

WC-3133.6 Cylinders Under Axial Compression. ‘The
maximum allowable compressive stress to be uSed in
the design of cylindrical shells subjected to loadings
that produce longitudinal compressive stresses in the
shell or wall shall be the lesser of the values given in
(a) or (b) below:

(a) the S, value for the applicable-material at Design
Temperature given in Section II, Rart/D, Subpart 1, Tables
2A and 2B;

(b) the value of the B determined from the applicable
chart in Section II, Part B, Subpart 3 using the following
definitions for the symbols on the charts:

R
T

inside radius‘of the cylindrical shell
selected thickness of the shell, exclusive of the
corrosion allowance

The value of B shall be determined from the applicable
chartcontained in Section II, Part D, Subpart 3 as given in
Steps 1 through 5.

Step 1. Using the selected values of T and R, calculate
the value of factor A using the following equation:

_ 0125
(R/T)

Step 2. Using the value of A calculated in Step 1, enter
the applicable material chartin SectionII, Part D, Subpart 3
for the material under consideration. Move vertically to an
intersection with the material/temperature line for the
Design Temperature. Interpolation may be made
between lines for intermediate temperatures. In cases
where the value at A falls to the right of the end of the
material/temperature line, assume an intersection with
the horizontal projection of the upper end of the mate-
rial/temperature line. For values of A falling to the left
of the material/temperature line, see Step 4.

Step 3. From the intersection obtained in Step 2,
move horizontally to the right and read the value of
factor B. This is the maximum allowable compressive
stress for the values of T and R used in Step 1.

Step 4. For values of A falling to the left of the appli-
cable material/temperature line, the value of B shall be
calculated using the following equation:

Step 5. Compare the value of B determined in Step 3
or 4 with the computed longitudinal compressive stress in
the cylindrical shell, using the selected values of T and R. If

the value of Bis smaller than the r‘nmpnfpd r‘nmprnccivp
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stress, a greater value of T must be selected and the design
procedure repeated until a value of B is obtained which is
greater than the compressive stress computed for the
loading on the cylindrical shell.

WC-3135 Attachments

(a) Except as in (c) and (d) below, attachments and
connecting welds within the jurisdictional boundary of
the containment as defined in WC-1130 shall meet the
stress limits of the containment.

(b) The design of the containment shall include consid-
eration of the interaction effects and loads transmitted
through the attachment to and from the containment.
Thermal stresses, stress concentrations, and restraint
of the containment shall be considered.

(c) Beyond 2t from the outside surface of the contain-
ment shell, where tis the nominal thickness of the contain-
ment shell, the appropriate design rules of Division 1,
Article NF-3000 may be used as a substitute for the
design rules of Article WC-3000 for portions of attach-
ments that are in the containment support load path.

(d) Nonstructural attachments shall meet the require-
ments of WC-4435.

WC-3200 DESIGN RULES FOR
CONTAINMENTS

WC-3210 GENERAL REQUIREMENTS

WC-3211 Basis for Use
WC-3211.1 Scope.

(a) This subarticle contains design rules for\Contain-
ments used for storage of spent nuclear fuelkand high-
level radioactive material. The design _shall be such
that stress intensities will not exceed thelimits described
in this subarticle and in WC-3700 using the S,,, values tabu-
lated in Section II, Part D, Subpart-1;*Tables 24, 2B, and 4.

(b) Astressanalysis of contaihment shall be performed
considering all the loadings ©f WC-3111 and the Design
Specification. This analysis shall be done in accordance
with Section III Appendices, Mandatory Appendix
XIII*? for all applicable stress categories. Alternatively,
an experimental stress analysis may be performed in
accordance, with Section III Appendices, Mandatory
Appendixl.

(c) As_an alternative, for energy-limited dynamic
eventsyfor which Level D Service Limits have been estab-
lished, the strain-based acceptance criteria of WC-3700
may be used rather than satisfying stress criteria as
discussed above.

(d) ADesignReportshall be prepared by the Certificate
Holder showing compliance with this subarticle. This
Design Report shall meet the requirements of
WA-3350 for a Design Report (Section III Appendices,
Nonmandatory Appendix C).

WC-3211.2 Requirements for Acceptability.

(a) The design shall be such that the requirements of
WC-3100 and this subarticle are satisfied. In cases of
conflict, the requirements of this subarticle shall govern.

(b) The design shall be such that stress intensities do
not exceed the limits given in WC-3217.

(c) For configurations where compressive stresses
occur, the critical buckling stress shall be taken into
account. The maximum allowable compressive stress
to be used in the design of cylindrical shells subjected
to loadings that produce longitudinal comptessive
stress in the shell shall be the smaller of the-following
values:

(1) the S,, value from Section I ‘Part D, Subpart 1,
Tables 2A and 2B
(2) thevalue offactor Bdeteérmined from WC-3133.6

(d) For the special case of€xternal pressure, the rules

of WC-3133 shall be met.

WC-3211.3 Materialiin"Combination. A containment
may be designed for and constructed of combinations
of materials permitted in Section II, Part D, Subpart 1,
Tables 2A, 2B, and 4, provided the applicable rules are
followed, including WC-3112.4, and the requirements
in SectiofV IX for welding dissimilar metals are met.

WC-3211.4 Multiple Chamber Containment. When a
containment consists of more than one independent
ehamber, operating at the same or different pressures
and temperatures, each chamber shall be designed and
constructed to withstand the most severe condition of
coincident pressure and temperature expected.

WC-3211.5 Minimum Thickness of Shell or Head. The
thickness after forming and without allowance for corro-
sion of any containment shell or head subject to pressure
shall be notless than %, in. (6 mm) for carbon and low alloy
steels or Y in. (3 mm) for stainless steel.

WC-3211.6 Selection of Material Thickness. The
selected thickness of material shall be such that the
forming, heat treatment, and other fabrication processes
will not reduce the thickness of the material at any point
below the minimum value required by these rules.

WC-3214 Cladding

WC-3214.1 Primary Stresses. No structural strength
shall be attributed to the cladding in satisfying
WC-3217 primary stress limits.

WC-3214.2 Secondary and Peak Stresses. In satisfying
the secondary stress limits of WC-3217 and the fatigue
requirements of WC-3219, the presence of cladding
shall be considered with respect to both thermal analysis
and stress analysis. The stresses in both materials shall be
limited to the values that meet the requirements of both
WC-3217 and WC-3219. However, when the cladding is of

the integrally honded type and the nominal thickness of
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the cladding is 10% or less of the total thickness of the
containment, the presence of the cladding may be
neglected.

WC-3214.3 Bearing Stresses. In satisfying WC-3216.3,
the presence of cladding shall be included.

WC-3215 Design Basis

WC-3215.1 Pressure and Temperature Relationships.
The design shall take into account the maximum differ-
ences in pressure, temperature, and loadings, which
exist under the specified operating conditions, between
the inside and outside of the containment at any point
or between chambers of a multiple chamber containment.
The design thickness for evaluating stresses due to pres-
sure and other loadings shall not include any metal added
as corrosion or erosion allowance.

WC-3216 Design Stress Intensity Values

WC-3216.1 Stress Tables. The design stress intensity
values S,, are given in Section II, Part D, Subpart 1,
Tables 24, 2B, and 4. Values for intermediate tempera-
tures may be found by interpolation. These S,, values
form the basis for the various stress limits that are
described in Section I1I Appendices, Mandatory Appendix
XIII, and are used in determining the membrane stress
intensity limits for the various load combinations given
in Table WC-3217-1.

WC-3216.2 Coefficient of Thermal Expansion.and
Modulus of Elasticity. Values of the coefficiént of
thermal expansion are in Section II, Part D, Subpart 2,
Tables TE and values of the moduli of elasticity are in
Section II, Part D, Subpart 2, Tables TM:

WC-3216.3 Special Stress Limits:The deviations
between (a), (b), and (c) below-frém the basic stress
limits are provided to cover special conditions or config-
urations.

(a) Bearing Loads

(1) The average bearing stress for resistance to
crushing under the.maximum design load shall be
limited to the yield-strength S, at temperature except
that, when the\distance to a free edge is greater than
the distance over which the bearing load is applied, a
stress of<1.55, at temperature is permitted. For clad
surfaces;-the yield strength of the base metal may be
used if, when calculating the bearing stress, the
bearing area is taken as the lesser of the actual contact
or the area of the base metal supporting the contact
surface.

(2) When bearing loads are applied on parts having
free edges, suchas ataprotrudingledge, the possibility ofa
shear failure shall be considered. The average shear stress
shall be limited to 0.6S,, in the case of design load stress
[Section III Appendices, Mandatory Appendix XIII, XIII-
1300(m)] and 0.5S, in the case of design load stress

plus secondary stress [Section III Appendices, Mandatory
Appendix XIII, XIII-1300(ab)]. For clad surfaces, if the
configuration or thickness is such that a shear failure
could occur entirely within the clad material, the allowable
shear stress for the cladding shall be determined from the
properties of the equivalent wrought material. If the
configuration is such that a shear failure could occur
across a path that is partially base metal and partially
clad material, the allowable shear stresses for each mate-
rial shall be used when evaluating the combined resis-
tance to this type of failure.

(3) When considering bearing stresses in pins and
similar members, the S, value at temperature isapplicable,
except thata value of 1.55, may be ysedifno creditis given
to bearing area within one pin diameter from a plate edge.

(b) PureShear.The averageprimary shear stressacross
a section under Design,Loadings in pure shear, for
example, keys, shear rihgsy/and screw threads, shall be
limited to 0.6S,,. The.maximum primary shear under
Design Loadings, ex¢lusive of stress concentration at
the periphery~ofta solid circular section in torsion,
shall be limitedto 0.8S,,,.

(c) Progressive Distortion of Nonintegral Connections.
Screwed*on caps, screwed-in plugs, shear ring closures,
and<breech lock closures are examples of nonintegral
connections which are subject to failure by bell mouthing
Oy other types of progressive deformation. If any combi-
nation of applied loads produces yielding, such joints are
subject to ratcheting because the mating members may
become loose at the end of each complete operating
cycle and start the next cycle in a new relationship
with each other, with or without manual manipulation.
Additional distortion may occur in each cycle so thatinter-
locking parts, such as threads, can eventually lose engage-
ment. Therefore, primary plus secondary stress
intensities (Section III Appendices, Mandatory Appendix
XIII, XI11-3420), which result in slippage between parts ofa
nonintegral connection in which disengagement could
occur as a result of progressive distortion, shall be
limited to the value S, given in Section II, Part D,
Subpart 1, Table Y-1.

WC-3217 Design Criteria

These design requirements provide specific rules for
containments. Simplified criteria are included for deter-
mining whether analysis for cyclic operation is required.
Stress analysis of the containment shall be performed
using the most severe combination of loadings expected
to occur simultaneously during design and operating con-
ditions. Allowable values of stress intensity, kS,,, for
primary stresses shall be satisfied for all Service
Limits. Table WC-3217-1 lists values of k that are appro-
priate for various load combinations.

(a) The theory of failure used in this subarticle is the
maximum shear stress theory. Stress intensity is defined
as two times the maximum shear stress
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Table WC-3217-1
Stress Intensity k Factors for Design and Operating Load
Combinations

Service Limits [Note (1)] k [Note (2)]

Design 1.0
Level A [Note (3)] 1.0
Level C 1.2
Level D Note (4)
NOTES:

(1) For Design Limits, use Design Pressure at design metal tempera-
ture; for Service Limits, use operating pressure at operating metal
temperature.

The condition of structural instability or buckling must be consid-
ered.

See WC-3219 and Section III Appendices, Mandatory Appendix
XIIL

The stress limits of Section III Appendices, Mandatory Appendix
XXVII shall be applied. As an alternative, the requirements of
WC-3700 may be used to evaluate inelastic containment
responses to energy-limited dynamic events.

(2)
3
4

(b) The average value of the general primary
membrane stress intensity across the thickness of the
section under consideration, P, due to any combination
of pressure and mechanical loadings expected to occur
simultaneously, should not exceed the design stress inten-
sity value kS,

(c) The local primary membrane stress intensity, P,
due to any combination of pressure and mechanical load-
ings expected to occur simultaneously is limited to 1.5kS,,,.
The distance over which the stress intensity, €xceeds
1.1kS,, shall not extend in the meridional direction
more than 1.0~/Rf, where R is the meancradius at the
midsurface of the containment shell ory head and ¢t is
the nominal thickness of the shell or*head at the point
under consideration.

(d) The general or local primary membrane plus
bending stress intensity (P, or P;) + P, due to any combi-
nation of pressure and me¢hanical loadings expected to
occur simultaneously, shallnot exceed 1.5kS,,,. The provi-
sions of Section I1I Appendices, Mandatory Appendix XIII
apply.

WC-3217.1.Secondary Stresses. Secondary stresses
may exist-in.containments designed and fabricated in
accordance“with the rules of this subarticle. Secondary
stresses’shall be evaluated in accordance with the
rules-of Section III Appendices, Mandatory Appendix
XIII. Secondary stresses need be evaluated only for
Level A Service Limits.

WC-3217.2 Peak Stresses. As described in Section III
Appendices, Mandatory Appendix XIII, the peak stresses
do not cause any noticeable distortion and are objection-
able only as a possible source of a fatigue crack or a brittle

dependent on the stress intensity range and on the
number of times it is to be applied. If a fatigue analysis
isrequired, peak stresses shall be evaluated in accordance
with the fatigue analysis rules provided in Section III
Appendices, Mandatory Appendix XIIIL*°

WC-3217.3 Nomenclature.
P, = primary bending stress intensity, psi (MPa). This
stress intensity is the component of the primary
stress proportional to the distance from*the
centroid of the solid section. It excludesdisconti-
nuities and concentrations and is produced only
by pressure and other mechanicalloads.
local primary membrane stres$ intensity, psi
(MPa). This stress intensity)is*derived from the
average value across theysolid section under
consideration. It conSiders discontinuities but
not concentrationss
general primary membrane stress intensity, psi
(MPa). This stress intensity is derived from the
average vallle across the solid section under
consideration. It excludes discontinuities and
concéntrations and is produced only by pressure
and~other mechanical loads.
deésign stress intensity values given in Section II,
Part D, Subpart 1, Tables 24, 2B, and 4, psi (MPa)
yield strength values in Section II, Part D, Subpart
1, Table Y-1, psi (MPa)

Py

WC-3218 Upper Limits of Test Pressure

The evaluation of pressure test loadings shall be in
accordance with (a) through (d) below.

(a) Test Pressure Limit. If the calculated pressure at any
point in a containment including static head, exceeds the
required test pressure defined in WC-6221 or WC-6321 by
more than 6%, the resulting stresses shall be calculated
using all the loadings that may exist during the test. The
stress allowables for this situation are given in (b) and (c)
below.

(b) Hydrostatically Tested Containments. The hydro-
static test pressure of a completed containment shall
not exceed that value which results in the following
stress intensity limits:

(1) a calculated primary membrane stress intensity
P, of 90% of the tabulated yield strength S, at test
temperature as given in Section II, Part D, Subpart 1,
Table Y-1
(2) a calculated primary membrane plus primary
bending stress intensity P,, + P, shall not exceed the ap-
plicable limits given in (-a) or (-b) below:
(-a) Pp, + Py < 135S, for P, < 0.67S,
(-b) P, + P, < (2.155, - 1.2P,) for
0.67S, < P, < 0.90S,

£ re T 1 Ll 1 £ ] rs 1t Tz 3
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where S, is the tabulated yield strength at test tempera-
ture. For other than rectangular sections, P,, + Pj, shall not
exceed a value of a times 0.90S,, where the factor a is
defined as the ratio of the load set producing a fully
plastic section divided by the load set producing inital
yielding in the extreme fibers of the section.

(c) Pneumatically Tested Containments. The limits
given in (b) above shall apply to pneumatically tested
containments, except that the calculated membrane
stress intensity shall be limited to 80% of the yield
strength at the test temperature. For other than rectan-
gular sections, P,, + Pj, shall not exceed a value of a times
0.8S,, where the factor «a is defined in (b)(2) above.

(d) Multichamber Containments. In case of multi-
chamber containments, pressure may be applied simulta-
neously to the appropriate adjacent chamber to maintain
the stress intensity limits given in (b) and (c) above
(WC-6600).

WC-3219 Fatigue Evaluation

If cyclic loadings are identified in the Design Specifica-
tions, the need for a fatigue analysis shall be determined in
accordance with WC-3219.1.

WC-3219.1 Rules to Determine Need for Fatigue
Analysis of Integral Parts of Containments. A fatigue
analysis need not be made, provided all of Condition A
(WC-3219.1.1) or all of Condition B (WC-3219.1.2) is
met. If neither Condition A nor Condition B is met, d
detailed fatigue analysis shall be made in accordance
with the rules of Section III Appendices, Mandatory
Appendix XIII for those parts which do not satjsfy‘the con-
ditions. The rules of Condition A or ConditionvB are ap-
plicable to all integral parts of the containment, including
integrally reinforced type nozzles.

WC-3219.1.1 Condition A Eatigue analysis is not
mandatory for materials having a specified minimum
tensile strength not exceeding 80.0 ksi (550 MPa)
when the total of the expected number of cycles of
types (a) plus (b) plus)(c) plus (d), defined below,
does not exceed 1,000 cycles:

(a) is the expected design number of full range pressure
cycles;

(b) is thexexpected number of operating pressure cycles
in which the range of pressure variation exceeds 20% of
the Désign Pressure. Cycles in which the pressure varia-
tioft does not exceed 20% of the Design Pressure are not
limited in number. Pressure cycles caused by fluctuations
in atmospheric conditions need not be considered;

(c) is the effective number of changes in metal tempera-
ture between any two adjacent points*° in the containment,
including nozzles. The effective number of such changes is
determined by multiplying the number of changes in metal
temperature of a certain magnitude by the factor given in
the following table, and by adding the resulting numbers.
The factors are as follows:

Metal Temperature Differential, °F (°C) Factor
50 (28) or less 0
51 to 100 (29 to 56) 1
101 to 150 (57 to 83) 2
151 to 250 (84 to 139) 4
251 to 350 (140 to 194) 8
351 to 450 (195 to 250) 12
Excess of 450 (250) 20

(For example: Consider a design subjected to metal
temperature differentials for the following number of
times:

AT, °F (°C) Cycles
40 (22) 1,000
90 (50) 250

400 (220) 5

the effective numbeér of changes in metal temperature is
1,.00000) + 250(1) + 5(12) = 310

The number used as type (c) in performing the compar-
isonwith 1,000 is then 310. Temperature cycles caused by
fldctuations in atmospheric conditions need not be consid-
ered.)

(d) for containments with welds between materials
having different coefficients of expansion, is the
number of temperature cycles, which causes the value
of (ay - az) AT to exceed 0.00034, where a; and a,
are the mean coefficients of thermal expansion, 1/°F
(1/°C) (Section II, Part D, Subpart 2, Tables TE), and
AT is the operating temperature range, °F (°C). This
does not apply to cladding.

WC-3219.1.2 Condition B Fatigue analysis is not
mandatory when all of the conditions of Section IIl Appen-
dices, Mandatory Appendix XIII, XIII-3510 are met.

WC-3220 DESIGN CONSIDERATION
WC-3224 Containments Under Internal Pressure

WC-3224.1 General Requirements. For calculating the
required area of reinforcement of openings, the minimum
thickness of the containment vessel and parts shall be
determined using the Design Pressure and the equations
in the following paragraphs. In addition, the other Design
Loadings shall be considered in establishing the value of F
as defined below.

WC-3224.2 Nomenclature. The symbols used are
defined below. Except for test conditions, dimensions
used or calculated shall be in the corroded condition.
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inside diameter of a head skirt or inside length of the
major axis of an ellipsoidal head at the point under
consideration measured perpendicular to the axis
of revolution
meridional membrane force in the shell wall at the
point under consideration resulting from primary
Design Loadings other than internal pressure, 1b/in.
(N/mm) length of circumference. If this force is not
uniform, the loading requiring the greatest shell
thickness shall be used where the tensile load is
positive.
one-halfthe length of the minor axis of an ellipsoidal
head or the inside depth of an ellipsoidal head,
measured from the tangent line
stress intensity factor for design, Service Level A,
and test load combination from Table WC-3217-1
inside spherical or crown radius of torispherical
and hemispherical heads
internal pressure at the top of the containment
vessel plus any pressure due to the static head
of the fluid, at any point under consideration, psi
(MPa)
inside radius of the shell under consideration, in.
(mm). This radius is measured normal to the
surface from the axis of revolution.
inside knuckle radius of torispherical heads
membrane stress intensity limit from Section II,
Part D, Subpart 1, Tables 2A and 2B multiplied
by the stress intensity factor in Table WC-3217-1
kS, psi (MPa)
t = minimum thickness of shell

WC-3224.3 Minimum Thickness of Cylindrical Shells.
The minimum thickness of cylindrical shells*shall be the
greatest of the thicknesses determined by<(a), (b), and (c)
below.

(@)

PR

89 o.sp

If P > 0.4S, the followihg equation must be used:
(R + t) P
n—— =

R s

1

where In {s the natural log.
(b) If Eis positive and exceeds 0.5PR,

0.5PR + F
S — 0.SP

(c) If F is negative, the condition of axial structural
instability or buckling shall be considered separately
[see WC-3211.2(c)].

WC-3224.4 Minimum Thickness of Spherical Shells.
The minimum thickness of spherical shells shall be the
greatest of the thicknesses determined by (a), (b), and
(c) below.

(@)

0.SPR
S — 0.25p

If P > 0.4S, the following equation may be used:

(R + 1) 0.5P
In—— 2 = 2=

R S
(b) If F is positive

0.5SPR + F

S — 0.28P

(c) If F is negative, the condition of instability shall be
considered. WC-3211.2(c) €or*cylinders may be used for
spheres, provided biaxjal'Compression does not exist.

WC-3224.5 MinimumThickness of Formed Heads. The
minimum thickness at the thinnest point after forming of
ellipsoidal, torispherical, and hemispherical heads under
pressure acting against the concave surface shall be deter-
mined by the appropriate rule or equation in the following
subpatagraphs.

WC-3224.6 Minimum Thickness of Ellipsoidal
Heads.2?” 2! The minimum thickness of a 2:1 ellipsoidal
head shall be established using the procedures given
in WC-3224.8 and the curve of Figure WC-3224.6-1,
which is labeled “2:1 ellipsoidal head.” Ellipsoidal head
designs which have D/2h values different from 2 shall
be analyzed as equivalent torispherical heads or according
to Section I1 Appendices, Mandatory Appendix II, or Man-
datory Appendix XIII. The cylindrical shell to which the
head is attached shall be equal to or greater in thickness
than the required head thickness for a distance, measured
from the tangent line along the cylinder, of not less than
JRt. Transition joints to shells of thickness less than the
required head thickness shall not be located within the
minimum distance. Transition joints to shells of thickness
greater than the required head thickness may be located
within this minimum distance and shall be in accordance
with WC-3260 and Figure WC-3261-1.

WC-3224.7 Minimum Thickness of Hemispherical
Heads. For hemispherical heads, the thickness shall be
as required for spherical shells, WC-3224.4. The require-
ments for the transition to cylindrical shells of different
thickness, given in WC-3260 and Figure WC-3261-1 shall
be met.

WC-3224.8 Minimum Thickness of Torispherical
Heads.?° The minimum thickness of a torispherical
head having ¢t/L = 0.002 up to a t/L where P/S < 0.08
(approximately t/L = 0.04 to 0.05) shall be established
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Figure WC-3224.6-1
Design Curves for Torispherical Heads and 2:1 Ellipsoidal Heads for Use With WC-3224.8 and WC-3224.6
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may be used for r/D values which fall within the range of
curves; however, no extrapolation of the curves is
permitted. For designs where P/S > 0.08, which is
above the upper limit of Figure WC-3224.6-1, the thick-
ness shall be set by the following equation:

2

2

where t/L < 0.002, which is below the lower limit of
Figure WC-3224.6-1, the head design must be analyzed
according to Section III Appendices, Mandatory Appendix
I, or Mandatory Appendix XIII. The cylindrical shell to
which the head is attached shall be equal to or greater
in thickness than the required head thickness for a
distance, measured from the tangent line along the cylin-
der, of notless than~/Rt. Transition joints to shells of thick-
ness less than the required head thickness shall not be
located within this minimum distance. Transition joints
to shells of thickness greater than the required head thick-
ness may be located within this minimum distance and
shall be in accordance with WC-3260 and Figure
WC-3261-1.

WC-3224.8.1 Crown and Knuckle Radii. In connec-
tion with the design procedures of WC-3224.8 and Figure
WC-3224.6-1, the inside crown radius to which an
unstayed head is formed shall not be greater than the
inside diameter of the skirt of the head. The inside
knuckle radius of a torispherical head shall not be less
than 6% of the outside diameter of the skirt nor less
than three times the head thickness.

WC-3224.9 Loadings on Heads Other Than Pressure.
Provision shall be made for other loadings“given in
WC-3111. For torispherical and ellipsoidal hreads, the
effect of other loadings must be determined in‘accordance
with Section III Appendices, Mandatory.Appendix II, or
Mandatory Appendix XIII. For the spherical portion of
heads, the effect of composite lpading may be treated
as in WC-3224.3 and WC-3224.%:

t =

WC-3225 Flat Heads-.and Covers

The minimum thiekness of unstayed flat heads, cover
plates, and blind flaniges shall conform to the require-
ments given in ‘this Paragraph. Some acceptable types
of flat hedds*and covers are shown in Figures
WC-322541,WC-3225-2,and WC-3225-3. The dimensions
are exClusive of extra metal added for corrosion allow-
ance,

WC-3225.1 Nomenclature. The notations used are
defined as follows:

C = afactor depending upon the method of attachment
of head, shell dimensions, and other items as listed
in Figures WC-3225-1 through WC-3225-3, dimen-
sionless

D = bolt circle diameter
d = diameter
h; = gasket moment arm, equal to the radial distance
from the centerline of the bolts to the line of
the gasket reaction, (Figure WC-3225-2)

L = distance from centerline of the head to shell weld to
tangent line on formed heads, as indicated in
Figure WC-3225-2

m = the ratio t,./t;, dimensionless

P = Design Pressure, psi (MPa)

r = inside corner radius on a head formed by.flanging
or forging

S = design stress intensity S,, from Sectiod II, Part D,
Subpart 1, Tables 24, 2B, and 4, multiplied by the k
factor tabulated in Table WG-3217-1, psi (MPa)

T = minimum required thickness of flat head, cover, or
flanges, exclusive of corrdsion allowance

tr = actual thickness of the.flange on a formed head, at
the large end, exclusive of corrosion allowance

t, = the smallest dimension from the face of the head to
the edge of the*weld preparation

t, = required thickness of shell or nozzle for pressure

t, = actual-thiekness of shell or nozzle

W = total\bolt load

WC-3225.2 Equations for Minimum Thickness.

(@) The thickness of flat heads as shown in Figures
WC-3225-1 through WC-3225-3, shall be not less than
that calculated by the following equation:

T = dJ/cp/s

(b) The thickness of cover plates and blind flanges
attached by bolts causing an edge moment as shown in
Figure WC-3225-2 shall be not less than that calculated
by the following equation:

T = d\CP/S + 127 Whg/Sd®

(c) The thicknesses determined in (a) and (b) above,
address stress requirements. In some cases, greater thick-
ness may be necessary if deflection would cause leakage of
threaded or gasketed joints

NOTE: In some cases, the initial bolt load required to seat the
gasket is larger than the operating bolt load. The thickness
should be checked for both the operating condition and the
initial bolt load required to seat the gasket.

WC-3230 OPENINGS AND REINFORCEMENT
WC-3231 General Requirements

(a) If the fatigue analysis exemption requirements of
WC-3219.1 are met, no specific fatigue analysis is required
for pressure loadings for locations in the vicinity of open-
ings.
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For unstayed
flat heads: C = 0.33m
but not less than 0.20,
when ris not less

Figure WC-3225-1
Typical Flat Heads

1

1

1
N

[

For unstayed
flat heads: C = 0.33m
but not less than 0.20,
when ris not less than 1.5 ¢
eis not less than t;

For unstayed
flat heads:
C=0.33m
but riot Tess than
0,207/ when ris not

than 1.5 ¢
, __-r---- Thickness of ------- - !
! flat head -~

(a) (b)

o

For unstayed
flat heads: C = 0.17,
when t;is not less
- than2tgandris
not less than 3 ¢;

__41-- Thickness of
flat head

(d)

(b) The stress limits of\Section III Appendices, Manda-
tory Appendix XIII may also be considered to be satisfied if,
in the vicinity of an‘opening, the stress intensity resulting
from external nozzle loads and thermal effects, including
gross but not structural discontinuities, is shown by
analysis to:be less than 1.55,,.

(c) Theprovisions of (a) and (b) above are notintended
to restrict the design to any specified section thicknesses
or.other design details provided the basic stress limits are
satisfied. If it is shown by analysis that the stress require-
ments have been met, the rules of (d) through (g) are
waived.

(d) Openings shall be circular, elliptical, or of any other
shape that results from the intersection of a circular or
elliptical cylinder with a containment vessel of the
shapes permitted by this Division. If fatigue analysis is
not required, the restrictions on hole spacing in

less than 1.5 t,

! .- - - Thickness of
flat head

For unstayed flat heads:
C = 0.17, when:
t;is not less than 2 ¢,
ris not less than 3 t;
eis not less than t;

i __1-- Thickness of
flat head

(e)

WC-3232.1 are applicable, unless there will be essentially
no reaction loads at these locations.

(e) All references to dimensions apply to the finished
dimensions excluding material added as corrosion allow-
ance. Rules regarding metal available for reinforcement
are given in WC-3235.

(f) Any type of opening permitted by these rules may be
located in a welded joint.

(g) Nozzles are limited to NPS 2 (DN 50) or smaller and
shall be self-reinforcing.

WC-3232 Reinforcement Requirements for
Openings in Shells and Formed Heads

WC-3232.1 Openings Not Requiring Reinforcement.
The rules for openings not requiring reinforcement are
given in (a) through (c) below, where R is the mean
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Figure WC-3225-2
Some Acceptable Types of Unstayed Flat Heads and Covers

Center of weld

L »Te Tangent line

.
|

-

(a)

ty min. = 2t$

C =0.33m but not less than 0.20 €=020
(b) (c)

b

S4—1

Dl

€.=.0.20

(e)

GENERAL NOTE: All these illustrations are diagrammatic only, Other designs that meet the requirements of WC-3225.2 are acceptable.

shell or head at the location of the opening: and locally
stressed area means any area in the containmentboundary
where the primary local membrane stress exceeds 1.15,,
but excluding those areas where such primary local
membrane stress is due to an“unreinforced opening.

(a) A single opening has-a diameter not exceeding
0.2+/Rt, or if there are~two or more openings within
any circle of diameter, 2.5J/R¢, then the sum of the
diameters of such unreinforced openings shall not
exceed 0.25+/Rt:

(b) No two/unreinforced openings shall have their
centers_closer to each other, measured on the inside of
the centainment wall, than 1.5 times the sum of their
diameters.

(¢) Nounreinforced opening shall have its center closer
than 2.5+/Rt to the edge of a locally stressed area in the
containment boundary.

WC-3232.2 Required Area of Reinforcement. The total
cross-sectional area of reinforcement 4, required in any
given plane for a containment under interal pressure, shall

A = dtF
where

finished diameter of a circular opening or finished
dimension (chord length) of an opening on the
plane being considered for elliptical and oblong
openings in corroded condition

a correction factor that compensates for the varia-
tion in pressure stresses on different planes with
respect to the axis of containment vessel (a
value of 1.00 shall be used for all configurations,
except that Figure WC-3232.2-1 may be used for
integrally reinforced openings in cylindrical shells
the thickness that meets the requirements of
WC-3220 in the absence of the opening

t

Not less than half the required material shall be on each
side of the centerline.

+ ol +h
OO CTCSS—att
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Figure WC-3225-3

Attachment of Flat Heads to Containment Shell

b
a+ bnotless
than 2t
b+ cnot less
than £,
C=0.33m but not
less than 0.20
(a)
( N C Y ?T !
/A Y
A |
b
ts C=0.33m but not
less than 0.20
(d)
¢
Ve !
|
C 1
\7 |
C=0.33m but not
less than 0.20
ts —>

(f)

t, c}x T "
+ S
a+ bnotless a+ b butnot less
than 2t ¢ - | thanBt,
|<—T—>| C =0.33m but not T b’s c not less
less than 0.20 than ¢,
(b) ()
b
° v
F
A.C y 4 T
~ Y
A |
b
ts—= [<— C=0.33mbut not
N less than 0.20
(e)
'3 ¢

T

C=0.33m but not '
less than 0.20

(g)

GENERAL NOTE: ¢ min. = 0.7¢; or ', in. (6 mm), whichever is less; b = the lesser of t, or T/2.
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Figure WC-3232.2-1
Chart for Determining the Value of F
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WC-3233 Required Reinforcement for, Openings in
Flat Heads

Flat heads that have an opening with a diameter that
does not exceed one-half of the head diameter shall have a
total cross-sectional area of.rreinforcement 4, not less than
that given by the equatioh:

A

0.5dt,

where

d
t

the(diameter as defined in WC-3232.2
the thickness that meets the requirements of
WC-3225.2 and as defined in WC-3232.2

WC-3234 Limits of Reinforcement

The boundaries of the cross-sectional in any plane
normal to the containment wall and passing through
the center of the opening within which metal shall be
located in order to have value as reinforcement are desig-

nated as the limits of reinforcement for that plane and are
given in the following subparagraphs.

WC-3234.1 Limits of Reinforcement Along the
Containment Wall. The limits of reinforcement, measured
along the midsurface of the nominal wall thickness of the
containment, shall meet the following:

(a) 100% of the required reinforcement shall be within
a distance on each side of the axis of the opening equal to
the greater of the following:

(1) the diameter of the finished opening.in*the
corroded condition;

(2) theradius of the finished opening in the‘corroded
condition plus the sum of the thicknesses“6f/the contain-
ment wall and the nozzle wall.

(b) Two-thirds of the required reinforcement shall be
within a distance on each side of the axis of the opening
equal to the greater of the following:

(1) r + 0.5+/Rt, whefe'R is the mean radius of shell
or head, tis the nominal.containment wall thickness, and r
is the radius of the finished opening in the corroded condi-
tion;

(2) theradius'of the finished opening in the corroded
condition plus two-thirds the sum of the thicknesses of the
containmentwall and the nozzle wall.

WC-3235 Metal Available for Reinforcement

Metal may be counted as contributing to the area of
reinforcing called for in WC-3232, provided it lies
within the limits of reinforcement specified in
WC-3234, and shall be limited to material that meets
the following requirements:

(a) metal forming a part of the containment wall, which
is in excess of that required by WC-3232 and WC-3233,
and is exclusive of corrosion allowance;

(b) weld metal thatis fully continuous with the contain-
ment weld;

(c) the mean coefficient of thermal expansion of metal
to be included as reinforcement under (b) above shall be
within 15% of the value of the containment wall material;

(d) metal not fully continuous with the shell, such as
that in items attached by partial penetration welds, shall
not be counted as reinforcement;

(e) metal available for reinforcement shall not be
considered as applying to more than one opening.

WC-3236 Strength of Reinforcing Material

Material used for reinforcement shall preferably be the
same as that of the containment wall. If the material of the
wall of the reinforcement has a lower design stress inten-
sity value S,, than that for the containment material, the
amount of area provided by the reinforcement in satis-
fying WC-3232 or WC-3233 shall be taken as the
actual area provided multiplied by the ratio of attachment
wall protrusion or reinforcement design stress intensity
value to the containment material dr—\cign stress intensity
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Figure WC-3251-1
Welded Joint Locations Typical of Categories A, B, C, and D
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See WC-3262
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value. No reduction in the reinforcing required may be
taken for the increased strength of reinforcing material
or for weld metal having higher design stress intensity
values than that of the material containment wall. The
strength of the material at the point under consideration
shall be used in fatigue analyses.

WC-3250 DESIGN OF WELDED CONSTRUCTION
WC-3251 Welded Joint Categories

The term category defines the location of a joint in{a
containment vessel but not the type of joint. The cate-
gories are for use in specifying special requifements
regarding joint type and method of examination for
certain welded joints. Since these speciahrequirements,
which are based on service, materialtand thickness, do
not apply to every welded joint, gnly those joints to
which special requirements apply-are'included in the cate-
gories. The joints included in each category are designated
as joints of Categories A, B;«Gand D. Figure WC-3251-1
illustrates typical jointlocations included in each category.

WC-3251.1 Category A. Category A comprises longitu-
dinal welded joints'within the main shell or nozzles; any
welded joint within a sphere within a formed or flat head,

or within the side plates of a flat-sided containment; and
circumferential. welded joints connecting hemispherical
heads to main shell or to nozzles.

WC-3251.2 Category B. Category B comprises circum-
ferential welded joints within the main shell or nozzles,
circtunferential welded joints connecting formed heads
other than hemispherical to main shells or to nozzles.

WC-3251.3 Category C. Category C comprises welded
joints connecting flanges to formed heads or flat heads, to
main shell, and any welded joint connecting one side plate
to another side plate of a flat-sided vessel.

WC-3251.4 Category D. Category D comprises welded
joints connecting nozzles to main shells, to spheres, to
heads, or to flat-sided containments.

WC-3252 Permissible Types of Welded Joints

The design of the containment shall meet the require-
ments for each category of joint. Butt joints are full pene-
tration joints between plates or other elements that lie
approximately in the same plane. Figure WC-3251-2
shows typical butt welds for each category joint.
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(21)

Figure WC-3251-2
Typical Butt Joints

Category A Butt Joint

b4

—_

Category B Butt Joint

Category C Butt Joint

WC-3252.1 Joints of Category A. All welded joints of
Category A as defined in WC-3251 shall meet the fabrica=
tion requirements of WC-4263 and shall be capahble of
being examined in accordance with WC-5210.

WC-3252.2 Joints of Category B. All weldéd joints of
Category B as defined in WC-3251 shall méet.the fabrica-
tion requirements of WC-4264 and shall;be capable of
being examined in accordance with WC-5220. When
joints with opposing lips to formtan integral backing
strip or joints with backing strips not later removed
are used, the suitability for cyelic service shall be analyzed
by the method of WC-3219.1 Condition B using a fatigue
strength reduction factor;'of not less than 2.

WC-3252.3 Joints_of Category C. All welded joints of
Category C, except for final closure welds (WC-3262),
shall meet thefabrication requirements of WC-4265
and shall be-capable of being examined in accordance
with W€-5230. Minimum dimensions of corner welded
jointsand throat thickness shall be as shown in Figure
WC-4265-1 where

{a) Figure WC-4265-1, sketches (a) and (b)

(1) for forged flat heads and forged flanges with the
weld preparation bevel angle not greater than 45 deg.
Measured from the face:

b

C

t;/2 or T/4, whichever is less
0.7t or 11 in. (6 mm), whichever is less

a4

Category D Butt Joint

T, t; = nominal thickness of welded parts

(2) for all other material forms and for forged flat
heads, and forged flanges with the weld preparation
bevel angle greater than 45 deg. Measured from the face:

b = t; or T/2, whichever is less
¢ = 0.7ty or %, in. (6 mm), whichever is less
T, t; = nominal thickness of welded parts
(b) Figure WC-4265-1, sketches (c) and (d)
¢ = 0.7ty or %, in. (6 mm), whichever is less
T, t; = nominal thickness of welded parts
(c) Figure WC-4265-1, sketch (e)
a + b = not less than 2t
b = not less than ¢
t, = not less than ¢
t, = actual thickness of shell

WC-3252.4 Joints of Category D. All welded joints of
Category D, as defined in WC-3251, shall be in accordance
with the requirements of (a) through (e).

(a) Butt-Welded Nozzles. Nozzles shall meet the fabri-
cation requirements of WC-4266(a) and shall be capable
of being examined in accordance with WC-5242. The
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minimum dimensions and geometrical requirements of
Figure WC-4266(a)-1 shall be met, where

Y4t or %, in. (19 mm), whichever is less

ri =
r, = % in. (6 mm) min.

t = nominal thickness of part penetrated
t, = nominal thickness of penetrating part

(b) Full Penetration Corner-Welded Nozzles. Nozzles
shall meet the fabrication requirements of WC-4266(b)
and shall be capable of being examined in accordance
with WC-5243. The minimum dimensions and geometrical
requirements of Figure WC-4266(b)-1 shall be met,
where

Y4t or ¥, in. (19 mm), whichever is less

ri =
r, = % in. (6 mm) min.
t = nominal thickness of part penetrated
. = 0.7t, or ¥, in. (6 mm), whichever is less
t, = nominal thickness of penetrating part
(c) Use of Deposited Weld Metal for Openings and
Nozzles.

(1) Nozzles shall meet the fabrication requirements
of WC-4266(c) and shall be capable of being examined in
accordance with WC-5244.

(2) When the deposited weld metal is used as rein-
forcement, the coefficients of thermal expansion of the
base metal, the weld metal, and the connection shali
not differ by more than 15% of the lowest coefficient
involved.

(3) The minimum dimensions of/Figure
WC-4266(c)-1 shall be met, where

Y4t or %, in. (19 mm), whichever.is-less

ri =

t = nominal thickness of part penetrated

t. = 0.7t, or ¥ in. (6 mm), whichéver is less
t, = nominal thickness of penetrating part

(4) The corners of thevend of each connection
extending less than ,/d#;, beyond the inner surface of

the part penetrated shall be rounded to a radius of
one-half the thicknéss ¢, of the connection or %, in. (19
mm), whichever is’ smaller.

(d) Fittings With Internal Threads. Internally threaded
fittings shall be limited to NPS 2 (DN 50). Internally
threaded-fittings shall be attached by means of full pene-
tration“groove welds meeting the fabrication require-
ments of WC-4266(d) and shall be capable of being
examined in accordance with WC-5245. The minimum
dimensions and geometrical requirements of Figure
WC-4266(d)-1 shall be met, where

0.7t, or %, in. (6 mm), whichever is less
nominal thickness of neck

(e) Attachment of Nozzles Using Partial Penetration
Welds. Partial penetration welds shall meet the fabrication
requirements of WC-4266(e) and shall be capable of
being examined in accordance with WC-5245. They
shall be used only for attachments such as instrumenta-
tion openings and inspection openings, which are
subjected to essentially no external mechanical loadings
and on which there will be no thermal stresses greater
than those on the containment itself. Such attachmeénts
shall satisfy the requirements of WC-3231(g).

WC-3254 Structural Attachment Welds

Welds for structural attachments*shall meet the re-
quirements of WC-4432.

WC-3255 Welding Grooves

The dimensions and shape of the edges to be joined shall
be such as to permit.complete fusion and complete joint
penetration, except-as-otherwise permitted in WC-3252.4
or WC-3262.

WC-3259 ‘Design Requirements for Nozzle
Attachment Welds and Other
Connections

The minimum design requirements for nozzle attach-
ment welds and other connections are set forth in (a) and
(b) below.

(a) Permitted Types of Nozzles and Other Connections.
Nozzles and other connections may be any of the types for
which rules are given in this subarticle, provided the re-
quirements of (1) through (5) below are met.

(1) Nozzles shall meet requirements regarding loca-
tion.

(2) The attachment weld shall meet the require-
ments of WC-3252.4.

(3) The requirements of WC-3230 shall be met.

(4) Type No. 1 full penetration joints shall be used
when the openings are in shells 2' in. (64 mm) or more in
thickness.

(5) The welded joints shall be examined by the
methods stipulated in WC-5240.

(b) Attachments. Typical attachments are shown in
Figure WC-4433-2. The minimum dimensions in this
figure are as follows:

a>t/4

b > t/2

I\
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Figure WC-3261-1
Categories A and B Joints Between Sections of Unequal

Thickness
/\:’-Lﬁ ,'\"\"\",A ha
/ 2 7
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! Heads \ N
thinner \\
/ than shell o
Taper
may be
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rh- outside
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I line
"

{a) (b)

{c)

GENERAL NOTE: Length of taper may include the width of the weld.

where

minimum thickness of weld metal from the root to
the face of the weld
thickness of attached member

WC-3260 SPECIAL CONTAINMENT
REQUIREMENTS

WC-3261 Category A or B Joints\Between Sections
of Unequal Thickness

In general, a tapered transition section as shown in
Figure WC-3261-1, shall be-provided at joints of Cate-
gories A and B between sections that differ in thickness
by more than one{fourth the thickness of the thinner
section. The transition section may be formed by any
process that will provide a uniform taper. An ellipsoidal
or hemispherical head that has a greater thickness than a
cylinder. of-the same inside diameter may be machined to
the putside diameter of the cylinder, provided the
remaining thickness is at least as great as that required
for'a shell of the same diameter. A uniform taper is not
required for flanged hubs. The adequacy of the transition
shall be evaluated by stress analysis. Stress intensity
limitations are given in Section III Appendices, Mandatory
Appendix XIII. The requirements of this paragraph do not
apply to flanged hubs.

WC-3262 Category C Full and Partial Penetration
Closure Welds in Containments

WC-3262.1 Welds in the end closures using a single
cover plate [Figure WC-4265-2, sketch (a)] and made
after the containmentisloaded may be full or partial pene-
tration and shall be examined in accordance with Table
WC-3262-1 either by magnetic particle or liquid penetrant
method. The design stress intensity values of Section I
Part D, Subpart 1, Tables 24, 2B, and 4 shall be reduced-by
the stress reduction factor provided in Table WC-3262-1.
The welds shall be tested in accordance with-W€-6720.

WC-3262.2 For welds in the end closGres using two
cover plates [Figure WC-4265-2, sketch,(b)] and made
after the containment is loaded, the-fellowing apply:

(a) The inner cover plate weldrshall use a design stress
reduction factor of 0.9. The root and final layers shall be
examined by the liquid penetrant or magnetic particle
method in accordance with*Article WC-5000, and shall
be tested in accordance’with WC-6720.

(b) The outer cowerplate weld shall use the stress
reduction factors,of Table WC-3262-1 and shall be exam-
ined to the requirements of Table WC-3262-1.

WC-3262:3 Vent and drain cover plate welds may be
full penetration welds examined in accordance with
WC£5250 partial penetration welds using the examination
and\stress reduction factors of Table WC-3262-1.

WC-3262.4 For partial penetration closure welds, a
fatigue strength reduction factor of not less than 4.0
shall be used when fatigue analysis is required.

Table WC-3262-1
Stress Reduction Factors and Examinations for Closure

Welds
Examination Requirements Stress Reduction
[Note (1)] Factors

Volumetric Examination 1.00
Liquid Penetrant or Magnetic Particle 0.90

Examination: Root and each successive % in.

(6 mm) of weld thickness and the final layer
Liquid Penetrant or Magnetic Particle 0.80

Examination: Root and each successive Y, in.
(6 mm) of weld thickness and the final layer

NOTES:

(1) All examinations shall be performed and accepted to the require-
ments of Article WC-5000.

(2) Mid layer is defined as approximately one-half of the maximum
weld thickness.
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(21) WC-3263 Category C Weld Joints for Flat Heads

With Hubs

Hubs for butt welding to the adjacent shell, head, or
other containment part, as in Figure WC-4265-3, shall
not be machined from rolled plate. The component
having the hub shall be forged in such a manner as to
provide in the hub the full minimum tensile strength
and elongation specified for the material, in a direction
parallel to the axis of the vessel. Proof of this shall be fur-
nished by a tension test specimen (subsize if necessary)
taken in this direction and as close to the hub as is prac-
tical. In Figure WC-4265-3, the minimum dimensions are
as follows:

(a) sketch (a), r not less than 1.5¢;

(b) sketch (b), r not less than 1.5t; and e not less
than ¢

(c) sketch (c), r not less than 1.5¢

(d) sketch (d), tynot less than 2t; and r not less than 3¢,

(e) sketch (e), trnotless than 2t,, rnotless than 3t;and e
not less than &

WC-3700 STRAIN-BASED ACCEPTANCE
CRITERIA

The strain-based acceptance criteria are applicable only
to the metallic portions of storage containments subject to
energy-limited dynamic events. It is not the intent of this
subarticle to permit significant regions or major portions
of the containment to experience strains at or near.the
limits of these strain-based acceptance criteria without
consideration of the overall component deformation.
These strain-based acceptance criteria are(@stablished
to address the regions of the containment that experience
high strains due to the effects of directindpacts. Deforma-
tion limits, ifany, provided in the DesigrnSpecification shall
be satisfied.

Section III Appendices, Nonmandatory Appendix FF
provides the strain-based, accéptance criteria.
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ARTICLE WC-4000
FABRICATION

WC-4100 GENERAL REQUIREMENTS
WC-4110 INTRODUCTION

Containments and parts shall be fabricated and
installed in accordance with the rules of this Article
and shall be manufactured from materials that meet
the requirements of Article WC-2000.

WC-4120 CERTIFICATION OF MATERIALS AND
FABRICATION BY CERTIFICATE HOLDER

WC-4121 Means of Certification

The Certificate Holder for an item shall certify, by appli-
cation of the appropriate Certification Mark and comple-
tion of the appropriate Data Report in accordance with
Article WA-8000, that the materials used comply with
the requirements of Article WC-2000 and that the fabrica-
tion or installation complies with the requirements of this
Article.

WC-4121.1 Certification of Treatments, Tests, -and
Examinations. If the Certificate Holder or Subcontractor
performs treatments, tests, repairs, or examinations
required by other paragraphs of this Article, the€ertificate
Holder shall certify that this requirement hasbeen fulfilled
(WA-3800 or WA-8410). Reports of all'‘cequired treat-
ments and of the results of all required tests, repairs,
and examinations performed shall’be available to the
Inspector.

WC-4121.2 Repetition of Fensile or Impact Tests. If
during the fabrication or-installation of the item the mate-
rial is subjected to-heat treatment that has not been
covered by treatment of the test coupons (WC-2200)
and that may reduce either tensile or impact properties
below the réquired values, the tensile and impact tests
shall be répeated by the Certificate Holder on test speci-
mens taken from test coupons which have been taken and
treated in accordance with the requirements of Article
W€-2000.

WC-4121.3 Repetition of Surface Examination After
Machining. During the fabrication or installation of an
item, if containment materials are machined, then the
Certificate Holder shall reexamine the surface of the mate-
rial in accordance with WC-2500 when:

(a) the surface was required to be examined by the
magnetic particle or liquid penetrant method jn accor-
dance with WC-2500; and

(b) the amount of material removed-from the surface
exceeds the lesser of Y% in. (3 mm) or.19% of the minimum
required thickness of the part.

WC-4122 Materials Identification

(a) Material for perférming a containment function
shall carry identificatign markings which will remain
distinguishable unfti the containment is assembled. If
the original identification markings are cut off or the mate-
rial is divided; either the marks shall be transferred to the
parts cut or.a coded marking shall be used to ensure iden-
tificatien<of each piece of material during subsequent
fabrication. In either case, an as-built sketch or a tabula-
tion‘ef materials shall be made identifying each piece of
material with the Certified Material Test Report, when ap-
plicable, and the coded marking. For studs, bolts, and nuts
it is permissible to identify the Certified Material Test
Reports for material in each containment in lieu of iden-
tifying each piece of material with the Certified Material
Test Report and the coded marking. Material supplied
with a Certificate of Compliance and welding and
brazing materials shall be identified and controlled so
that they can be traced to each containment or else a
control procedure shall be used that ensures that the
specified materials are used.

(b) Material from which the identification marking is
lost shall be treated as nonconforming material until
appropriate tests or other verifications are made and
documented to assure material identification. Testing
is required unless positive identification can be made
by other documented evidence. The material may then
be remarked upon establishing positive identification.

WC-4122.1 Marking Materials. Material shall be
marked in accordance with WC-2150.

WC-4123 Examinations

Visual examination activities that are not referenced for
examination by other specific Code paragraphs, and are
performed solely to verify compliance with requirements
of Article WC-4000, may be performed by the persons who
perform or supervise the work. These visual examinations
are not required to be performed by personnel and
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procedures qualified to WC-5100 and WC-5500, respec-
tively, unless so specified.

WC-4124 Additional Requirements When Strain-
Based Acceptance Criteria Have Been
Implemented

In order to satisfy the strain-based acceptance criteria
of WC-3700 regarding the locations of unique material
heats used in containment fabrication, traceability of
all unique material heats and their specific location(s)
of use shall be established and documented in the final
Design Report and the as-built Design Drawings. This
requirement is only necessary when strain-based accep-
tance criteria have been employed in the design of the
containment.

WC-4125 Testing of Welding and Brazing
Materials

All welding and brazing materials shall meet the re-
quirements of WC-2400.

WC-4130 REPAIR OF MATERIAL

Material originally accepted on delivery in which
defects exceeding the limits of WC-2500 are known or
discovered during the process of fabrication is unaccept-
able. The material may be used, provided the condition is
corrected in accordance with the requirements of
WC-2500 for the applicable product form, except that:

(a) the limitation on the depth of the weld repair-does
not apply;

(b) the time of examination of the weld repairs to weld
edge preparations shall be in accordance.with WC-5130;

(c) radiographic examination is not réquired for weld
repairs to seal membrane material.when the material
thickness is %, in. (6 mm) or lesg:

(d) When the repair by welding provisions of
WC-2539 are used within -%47in. (13 mm) on each side
of the final closure welds;on canisters that are to be
loaded with spent nucléar fuel or high-level radioactive
material, progressive examination of each deposited
weld layer by themagnetic particle method (WC-2545)
or liquid penetrant method (WC-2546), in addition to
a final surface ‘examination, may be substituted for the
radiographic examination required by WC-2539.4. The
thickiiess of each layer shall not exceed ¥ in. (6 mm).

WC-4200 FORMING, CUTTING, AND ALIGNING

WC-4210 CUTTING, FORMING, AND BENDING
WC-4211 Cutting

Materials may be cut to shape and size by mechanical
means, such as machining, shearing, chipping, or grinding,
or by thermal cutting.

WC-4211.1 Preheating Before Thermal Cutting. When
thermal cutting is performed to prepare weld joints or
edges, to remove attachments or defective material, or
for any other purpose, consideration shall be given to
preheating the material, using preheat schedules such
as suggested in Section III Appendices, Nonmandatory
Appendix D.

WC-4212 Forming and Bending Processes

Any process may be used to hot or cold forfiror bend
containment materials, including weld metal, provided
the required dimensions are attained,(see WC-4214
and WC-4220), and provided the impact properties of
the materials, when required, ate not reduced below
the minimum specified values,-or they are effectively
restored by heat treatment follewing the forming opera-
tion. Hot forming is definéd as forming with the material
temperature higher than\Y00°F (55°C) below the lower
transformation temperature of the material. When
required, the process shall be qualified for impact proper-
ties as outlined*in WC-4213.

WC-4213 Qualification of Forming Processes for
Impact Property Requirements

When impact testing is required by the Design Speci-
fications, a procedure qualification test shall be conducted
using specimens taken from materials of the same spec-
ification, grade or class, heat treatment, and with similar
impact properties, as required for the material in the
component. These specimens shall be subjected to the
equivalent forming or bending process and heat treatment
as the material in the component. Applicable tests shall be
conducted to determine that the required impact proper-
ties of WC-2300 are met after straining.

WC-4213.1 Exemptions. Procedure qualification tests
are not required for material listed in (a) through (f)
below:

(a) hot formed material, such as forgings, in which the
hot forming is completed by the Material Organization
prior to removal of the impact test specimens;

(b) hot formed materials represented by test coupons
required in either WC-2211 or WC-4121.2 that have been
subjected to heat treatment representing the hot forming
procedure and the heat treatments to be applied to the
parts;

(c) materials which do not require impacts in accor-
dance with WC-2300;

(d) materials which have a final strain less than 0.5%;

(e) material where the final strain is less than that of a
previously qualified procedure for that material;

(f) material from which the impact testing required by
WC-2300 is performed on each heat and lot, as applicable,
after forming.
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WC-4213.2 Procedure Qualification Test. The proce-
dure qualification test shall be performed in the
manner stipulated in (a) through (f) below.

(a) The tests shall be performed on three different
heats of material, both before straining and after straining
and heat treatment, to establish the effects of the forming
and subsequent heat treatment operations.

(b) Specimens shall be taken in accordance with the
requirements of Article WC-2000 and shall be taken
from the tension side of the strained material.

(c) The percent strain shall be established by the
following equations:

(1) For cylinders

ot
% strain = 5—1 - =

Rf R,
(2) For spherical or dished surfaces
st &

% strain = 1 —

Rf R,

(3) For pipe

100
% strain = r

where

R = nominal bending radius to the center line of the
pipe

Ry = final radius to center line of shell

R, = original radius (equal to infinity for a flat paft)

nominal radius of the pipe

nominal thickness

r
t

(d) The procedure qualification shall simulate the
maximum percent surface strain, empldying a bending
process similar to that used in the fabrication of the mate-
rial or by direct tension on the, specimen.

(e) Sufficient C, test specimens'shall be taken from each
ofthe three heats of material toestablish a transition curve
showing both the upper and lower shelves. On each of the
three heats, tests consisting of three impact specimens
shall be conducted ataminimum of five different tempera-
tures distributed throughout the transition region. The
upper and Jewer shelves may be established by the
use of ongtest specimen for each shelf. Depending on
the productform, it may be necessary to plot the transition
curves\using both the lateral expansion and energy level
datay(WC-2300). In addition, drop weight tests shall be
made when required by WC-2300.

(f) Using the results of the impact test data from each of
three heats, taken both before and after straining, deter-
mine either:

(1) the maximum change in NDT temperature along
with:

(-a) the maximum change oflateral expansion and
energy at the temperature under consideration; or

(-b) the maximum change in temperature at the
lateral expansion and energy levels under consideration;
or

(2) wherelateral expansion isthe acceptance criteria

(WC-2300), either the maximum change in temperature or
the maximum change in lateral expansion.

WC-4213.3 Acceptance Criteria for Formed Material.
To be acceptable, the formed material used in the compo-
nent shall have impact properties, before formihg, suffi-
cient to compensate for the maximum loss 'of impact
properties due to the qualified forming procedure used.

WC-4213.4 Requalification. A new\procedure qualifi-
cation test is required when any of'the changes in (a), (b),
or (c) below are made.

(a) The actual postweld<heat treatment time at
temperature is greater than.previously qualified consid-
ering WC-2211. If thé niaterial is not postweld heat
treated, the procedure must be qualified without postweld
heat treatment.

(b) The maximum calculated strain of the material
exceeds the previously qualified strain by more than 0.5%.

(c) Where preheat over 250°F (120°C) is used in the
forming or bending operation but not followed by a subse-
quént postweld heat treatment.

WC-4214 Minimum Thickness of Fabricated
Material

Ifany fabrication operation reduces the thickness below
the minimum required to satisfy the rules of WC-2124 and
Article WC-3000, the material may be repaired in accor-
dance with WC-4130.

WC-4220 FORMING TOLERANCES
WC-4221 Tolerance for Containment Shells

Cylindrical, conical, or spherical shells of a completed
containment, except formed heads covered by WC-4222,
shall meet the requirements of the following subpara-
graphs at all cross sections.

WC-4221.1 Maximum Difference in Cross-Sectional
Diameters. The difference in inches (mm) between the
maximum and minimum diameters at any cross-
section shall not exceed the smaller of

(U.S. Customary Units)

D + SO D
—— and —
200 100
(SI Units)
D + 1250 D
——— and —

200 100
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Figure WC-4221.1-1
Maximum Difference in Cross-Sectional Diameters

where D is the nominal inside diameter, in. (mm), at the
cross section under consideration. The diameters may be
measured on the inside or outside of the containment. If
measured on the outside, the diameters shall be corrected
for the plate thickness at the cross section under consid-
eration (Figure WC-4221.1-1). When the cross section
passes through an opening, the permissible difference

in inside diameters given herein may be increased by
2% of the inside diameter of the opening.

WC-4221.2 Maximum Deviation From True Theore-
tical Form for External Pressure. Containments designed
for external pressure shall meet the tolerances given in (a)
through (e) below.

(a) The maximum plus or minus deviation from-the
true circular form of cylinders or the theoretical\form
of other shapes, measured radially on the outside or
inside of the containment, shall not exceed the
maximum permissible deviation obtained from
Figure WC-4221.2(a)-1. Measurements shall be made
from a segmental circular template“having the design
inside or outside radius depending on'where the measure-
ments are taken and a chord length equal to twice the arc
length obtained from Figure, W€-4221.2(a)-2. For Figure
WC-4221.2(a)-1, the magimum permissible deviation e
need not be less thant0:3¢. For Figure WC-4221.2(a)-2,
the arc length need not be greater than 0.30D,. Measure-
ments shall not be taken on welds or other raised parts.

Figure WC-4221.2(a)-1
Maximum Permissible Deviation e From a True Circular Form
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Figure WC-4221.2(a)-2
Maximum ARC Length for Determining Plus or Minus Deviation
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(b) The value of t, in. (mm), at any cross section is the WC-4221.4 Tolerance Deviations for Containment

nominal plate thickness less corrosion allewance for Parts Fabricated From Pipe. Containment parts subjected
sections of constant thickness and the ndminal thickness to either internal or external pressure and fabricated from
of the thinnest plate less corrosion allowance for sections pipe, meeting all other requirements of this Subsection,
having plates of more than one thickness. may have variations of diameter and deviations from

(c) The value of L in Figurés-WC-4221.2(a)-1 and circularity permitted by the specification for such pipe.

WC-4§)2 1#?)532_?“1;:;&2[212? li)\i,er(lli)na\rllvdc-(?? i 3b3e120w. WC-4221.5 Localized Thin Areas. Localized thin areas
(2) Fors yheres l: s one-hilfofthe outside dia.meter are permitted if the adjacent areas surrounding each have
p - u sufficient thickness to provide the necessary reinforce-

D,, in. (mm). . . .
: . i ment according to the rules for reinforcement in
(d) Thedimensions ofacompleted containment may be

brought within-the requirements by any process which we-3232.2.

will not irgrai? the strength of the material. WC-4222 Tolerances for Formed Vessel Heads
(e) Sharp’bends and flat spots shall not be permitted

unless.provision is made for them in the design. The tolerance for formed vessel heads shall be as set

forth in the followi b hs.
WC-4221.3 Deviations From Tolerances. Deviations ! € lollowing stibparagraps

from the tolerance requirements stipulated in WC-4222.1 Maximum Difference in Cross-Sectional

WC-4221.1 and WC-4221.2 are permitted, provided the Diameters. The skirt or cylindrical end of a formed

drawings are modified and reconciled with the design head shall be circular to the extent that the difference

calculations. in inches (mm) between the maximum and minimum
diameters does not exceed the lesser of
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Table WC-4232(a)-1
Maximum Allowable Offset in Final Welded Joints

Direction of Joints

Section Thickness, in. (mm) Longitudinal Circumferential
Up to % (13), incl. Yat Yut

Over % to %, (13 to 19), incl. % in. (3 mm) Vit

Over ¥, to 1% (19 to 38), incl. % in. (3 mm) %16 in. (5 mm)
Over 1% to 2 (38 to 50), incl. % in. (3 mm) Vet

Over 2 (50) Lesser of Y4t or Lesser of Y4t or

%in. (10mm) %, in. (19 mm)

(U.S. Customary Units)

D + 50 D + 12
_— and E—
200 100
(SI Units)
D + 1250 D + 300
—_— and —
200 100

where D is the nominal inside diameter, in. (mm), and shall
match the cylindrical edge of the adjoining part within the
alignment tolerance specified in WC-4232.

WC-4222.2 Deviation From Specified Shape.

(a) The inner surface of a torispherical or ellipsoidal
head shall not deviate outside the specified shape by
more than 1%% of D, nor inside the specified shape
by more than 5/8% of D, where D isnominal inside diameter
of the containment. Such deviations shall be measured
perpendicular to the specified shape and-shall not be
abrupt. The knuckle radius shall not be less than specified.
For 2:1 ellipsoidal heads, the knuckle‘\radius may be
considered to be 17% of the diameter;of the containment.

(b) Hemispherical heads and any spherical portion of a
formed head shall meet the localtolerances for spheres as
givenin WC-4221.2, using L asthe outside spherical radius
in inches (mm) and D, as™2 times L.

(c) Deviation measurements shall be taken on the
surface of the base material and not on welds.

WC-4230 FITTING AND ALIGNING
WC-4231+Fitting and Aligning Methods

Paritsjthat are to be joined by welding may be fitted,
aligned, and retained in position during the welding
operation by the use of bars, jacks, clamps, tack welds,
or temporary attachments.

WC-4231.1 Tack Welds. Tack welds used to secure
alignment shall either be removed completely when
they have served their purpose, or their stopping and
starting ends shall be properly prepared by grinding
or other suitable means so that they may be satisfactorily
incorporated into the final weld. Tack welds shall be made

by qualified welders using qualified welding procedures.
When tack welds are to become part of the finished weld,
they shall be visually examined and defective tack welds
removed.

WC-4232 Alignment Requirements When
Components Are Welded From Two Sidés

(a) Alignment of sections which are welded from two
sides shall be such that the maximum offset of the finished
weld will not be greater than the applicable amount listed
in Table WC-4232(a)-1, where tis the nominalthickness of
the thinner section at the joint.

(b) Joints in spherical containments, joints within
heads and joints between cylindrical shells and hemisphe-
rical heads shall meet the/séquirements in Table
WC-4232(a)-1 for longitudifal joints.

WC-4232.1 Fairing of Offsets. Any offset within the
allowable tolerance/provided above shall be faired to
at least 3:1 taper ‘ovér the width of the finished weld
or, if necessary,“by adding additional weld metal
beyond what\would otherwise be the edge of the weld.

WC-4233 Alignment Requirements When Inside
Surfaces Are Inaccessible

(d) When the inside surfaces of items are inaccessible
for welding or fairing in accordance with WC-4232, align-
ment of sections shall meet the requirements of (1) and (2)
below.

(1) See (-a) and (-b) below.

(-a) For circumferential joints the inside
diameters shall match each other within Y4 in. (1.5
mm) When the items are aligned concentrically, a
uniform mismatch of %, in. (0.8 mm) all around the
joint can result, as shown in Figure WC-4233-1 sketch
(a). However, other variables not associated with the
diameter of the item often result in alignments that
are offset rather than concentric. In these cases, the
maximum misalignment at any one point around the
joint shall not exceed %, in. (2.5 mm), as shown in
Figure WC-4233-1 sketch (b). Should tolerances on
diameter, wall thickness, out-of-roundness, etc., result
in inside diameter variation which does not meet these
limits, the inside diameters shall be counterbored,
sized, or ground to produce a bore within these limits,
provided a gradual change in thickness from the item
to adjoining items is maintained. Any welding transition
is acceptable provided the wall thickness in the transition
region is not less than the minimum wall thickness of the
component or item and sharp reentrant angles and abrupt
changes in slope in the transition region are avoided.

(-b) Offset of outside surfaces shall be faired to at
least a 3:1 taper over the width of the finished weld or, if
necessary, by adding additional weld metal.
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Figure WC-4233-1
Butt Weld Alignment and Mismatch Tolerances for
Unequal I.D. and 0.D. When Items Are Welded From One
Side and Fairing Is Not Performed

i

Centerline

%

1/35 in. (0.8 mm) maximum uniform
mismatch around joint

AR

Centerline

B\

t = nominal thickness, in. (mm)

t

(a) Concentric Centerlines

3/35 in. (2.5 mm) maximum at any
one point around the joint

i

Centerline 2

%

_Elenterline 1

A

(b) Offset Centerlines

(2) Forlongitudinal joints the misalignment of inside
surfaces shall not exceed %, in. (2.5 mm), and the offset of
outside surfacesshall be faired to at least a 3:1 taper over
the widthof the finished weld or, if necessary, by adding
additional .Weld metal.

(b)~Single-welded joints may meet the alignment re-
quirements of (a)(1) and (a)(2) above in lieu of the re-
guirements of WC-4232.

WC-4260 REQUIREMENTS FOR WELD JOINTS IN
CONTAINMENTS

WC-4262 Description and Limitations of Joint
Types

The description of the joint types are as follows:

(a) Type No. 1 Butt Joints. Type No. 1 butt joints are
those produced by double welding or by other means
which produce the same quality of deposited weld
metal on both inside and outside weld surfaces. Welds
using backing strips which remain in place.do not
qualify as Type No. 1 butt joints. Type No. I, 'butt joints
shall have complete joint penetration amnd full fusion
and shall meet the requirements,0f)WC-4424 and
WC-4426.

(b) Type No. 2 Butt Joints. Type*No. 2 butt joints are
single-welded butt joints haying backing strips which
remain in place. WC-3252,2'gives stress concentration
factors to be applied t0)Type No. 2 joints when a
fatigue analysis is required. When Type No. 2 butt
joints are used, caré’shall be taken on aligning and separ-
ating the compaonerits to be joined so that there will be
complete penietration and fusion at the bottom of the
joints for _their full length. However, weld reinforcement
need be supplied only on the side opposite the backing
strip. The requirements of WC-4424 and WC-4426
shall\be met.

(c) Full Penetration Corner Joints. Corner joints are
those connecting two members approximately at right
angles to each other in the form of an L or T and shall
be made with full penetration welds (WC-3252.3).
Type No. 1 corner-welded joints have full penetration
welds that penetrate through the thickness of the shell
[Figure WC-4265-1, sketches (a) and (b)]. Type No. 2
corner-welded joints have a full penetration weld that
penetrates through the thickness of the head [Figure
WC-4265-1, sketches (c), (d), and (e)].

(d) Fillet Welded Joints. Fillet welded joints, permitted
by the rules of this subarticle, are those of approximately
triangular cross section, joining two surfaces at approxi-
mately right angles to each other and having a throat
dimension at least 70% of the smaller thickness of the
parts being joined but not less than %, in. (6 mm).

WC-4263 Category A Weld Joints
Category A weld joints shall be Type No. 1 butt joints.

WC-4264 Category B Weld Joints

Category B weld joints shall be Type No. 1 or Type No. 2
butt joints. Backing strips shall be removed from Type No.
2 joints unless access conditions prevent their removal.
Backing strips shall be continuous, and any splices shall be
butt welded. Circumferential single-welded butt joints
with one plate offset to form a backing strip are prohibited.
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Figure WC-4265-1
Acceptable Full Penetration Weld Details for Category C Joints
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Type No¢.2 Corner Welded Joints

GENERAL NOTE: For definitions of nomenclature, see W.€-3252.3.

WC-4265 Category C Weld Joints

Category C weld joints shall be’as described in subpar-
agraphs (a) through (d) below:

(a) Full Penetration ButtJoints. Category C welds shall
be Type No. 1 or Type No. 2 butt joints.

(b) Full Penetration Corner joints. Welds in full pene-
tration corner joints shall be groove welds extending com-
pletely through(atleast one of the parts being joined and
shall be fully fused to each part. Typical details for type No.
1 and Nos2\full penetration corner joints are shown in
Figure.W(-4265-1.

(c) “Rartial Penetration Closure Joints. Partial penetra-
tionjoints are acceptable for flat head closure welds
(per WC-3262). Typical details are shown in Figure
WC-4265-2.

(d) Flat Heads With Hubs. Hubs for butt welding to the
adjacent shell, head, or other containment parts, as shown
in Figure WC-4265-3, for flat heads, shall not be machined
from flat plate. The hubs shall be forged in such a manner
as to provide in the hub the full minimum tensile strength
and elongation specified for the material in the direction

parallel to the axis of the containment vessel. Proof of this
shall be furnished by a tension test specimen (subsize, if
necessary) taken in this direction and as close to the hubs
as is practical. One test specimen may represent a group of
forgings, provided they are of the same nominal dimen-
sions, from the same heat material and the same heat
treatment lot, and forged in the same manner. The
minimum height of the hub shall be the lesser of 1%
times the thickness of the containment part to which it
is welded or %, in. (19 mm), but need not be greater
than 2 in. (50 mm).

WC-4266 Category D Weld Joints

Category D and similar weld joints shall be welded using
one of the details of (a) through (e) below.

(a) Butt-Welded Attachments. Nozzles shall be attached
by Type No. 1 butt welds through either the containment
or the nozzle wall as shown in Figure WC-4266(a)-1.

(b) Full Penetration Corner-Welded Attachments.
Nozzles shall be attached by full penetration welds
through the wall of the containment or nozzle as

177
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Figure WC-4265-2
Typical Partial Penetration Weld Detail for Category C
Flat Head Closure Joints

\

(a) Single Closure Weld Detail

t = shell thickness

\

(b) Double Closure Weld Detail

groove welds extending completely through atleast one of
the parts being joined and shall befully fused to each part.
Backing strips shall be used with welds deposited from
only one side or when camplete joint penetration
cannot be verified by visual inspection. Backing strips,
when used, shall be removed after welding.

(c) Use of Deposited Weld Metal for Openings and
Nozzles. Weld metal may be deposited on the containment
or nozzle prior;to making the full penetration weld as
shown in Figure WC-4266(c)-1.

(d) Fittings With Internal Threads. Internally threaded
fittings shall be limited to NPS 2 (DN 50). They shall meet
thé requirements of WC-3252.4(d) and be attached by full
penetration groove welds as illustrated in Figure
WC-4266(d)-1, sketches (a), (b), and (c).

(e) Attachment of Nozzles Using Partial Penetration
Welds. Partial penetration welds are limited by the
restrictions of WC-3252.4(e). The weld size shall be
such that the depth of penetration t,, will be at least
1Y,t,. Typical details are shown in Figure WC-4266(e)-1.

WC-4267 Types of Attachment Welds

Structural attachments shall be attached to contain-
ments by continuous or intermittent welds.

WC-4300 WELDING QUALIFICATIONS

WC-4310 GENERAL REQUIREMENTS
WC-4311 Types of Processes Permitted

(a) Only those welding processes that are capable of
producing welds in accordance with the welding proce-
dure qualification requirements of SectienidX and this
Subsection may be used for welding,eontainments or
attachments thereto. Any process_used shall be such
that the records required by WC-4320 can be prepared,
except that records for stud weldséshall be traceable to the
welders and welding operators@nd not necessarily to each
specific weld.

(b) This Subsection dees not permit the use of inertia
and continuous driye friction welding, specially designed
seal welds, electroslag, or electrogas welding.

WC-4311.1Stud Welding Restrictions. Stud welding is
acceptable.only for nonstructural and temporary attach-
ments (WC-4435). Studs shall be limited to 1 in. (25 mm)
maximum diameter for round studs and an equivalent
cross<sectional area for studs of other shapes when
welding in the flat position and ¥, in. (19 mm) diameter
for all other welding positions. Postweld heat treatment
shall comply with WC-4600, except that time at tempera-
ture need not exceed Y, hr regardless of base material
thickness. Welding procedure and performance qualifica-
tion shall comply with the requirements of Section IX.

WC-4311.2 Capacitor Discharge Welding. Capacitor
discharge welding may be used for welding temporary
attachments and permanent nonstructural attachments
provided:

(a) temporary attachments are removed in accordance
with the provisions of WC-4435(b);

(b) the energy output for permanent nonstructural
attachments such as strain gages and thermocouples is
limited to 125 W-sec and the minimum thickness of
the material to which the attachment is made is
greater than 0.09 in. (2 mm); and

(c) a Welding Procedure Specification is prepared
describing the capacitor discharge equipment, the combi-
nation of materials to be joined, and the technique of appli-
cation; qualification of the welding procedure is not
required.

(21)
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Figure WC-4265-3
Typical Flat Heads With Hubs

_--Tension test specimen -~ _
. N

! __-r---- Thickness of -------

1
e flat head

(a)

Tension test specimen .

__1-- Thickness of
flat head

(d)

! _.-l--~Thickness of

= flat head

(c)

i __-41-- Thickness of
flat head

(e)

GENERAL NOTE: For definition of nomenclature, see WC-3225 and WC-3263.

WC-4320 WELDING QUALIFICATIONS, RECORDS,
AND IDENTIFYING STAMPS

WC-432) Required Qualifications

(a) ‘Each Certificate Holder is responsible for the
welding done by his organization, and he shall establish
the procedure and conduct the tests required by this
Article and by Section IX in order to qualify both the
welding procedures and the performance of welders
and welding operators who apply these procedures.

(b) Procedures, welders,and welding operators used to
join permanent or temporary attachments to contain-
ments and to make permanent or temporary tack

welds used in such welding shall also meet the qualifica-
tion requirements of this Article.

(c) When making procedure test plates for butt welds,
consideration shall be given to the effect of angular, lateral,
and end restraint on the weldment. This applies partic-
ularly to material and weld metal of 80.0 ksi (550
MPa) tensile strength or higher and heavy sections of
both low and high tensile strength material. The addition
of restraint during welding may result in cracking diffi-
culties that otherwise might not occur.

(21)
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Figure WC-4266(a)-1
Nozzles Attached by Full Penetration Butt Welds

45 deg max.
30 deg max.

-

. 45 deg max.
r
30 deg max.
1 ry
| .
: | £ ‘ i
|
\ 30 deg max. J " Section A- A
Maximum = 0.2t A

Sections perpendicular and parallel to the
containment’s cylindrical axis

(c-1)

11/, t min !
(b)

GENERAL NOTE: For definitions of nomenclature, see\WC-3252.4(a).

WC-4322 Maintenance and Certification of
Records

The Certificate Holder shall maintain a record of his
qualified welding procedures and of the welders and
welding operators gualitfied by him, showing the date
and results of tests and the identification mark assigned
to each welder. These records shall be reviewed, verified,
and certified by the Certificate Holder by signature or
some other method of control in accordance with the
Certificate Holder’s Quality Assurance Program and
shall be available to the Authorized Nuclear Inspector.

WC-4322.1 Identification of Joints by Welder or
Welding Operator.

(a) Each welder or welding operator shall apply the
identification mark assigned to him by the Certificate
Holder on or adjacent to all permanent welded joints
or series of joints on which he welds. The marking

30 deg min.

1/ in. (13 mm)

t+ t, = 0.2f:But
a, + @y="18.5 deg

(c)

3/, in. (19mm) R min.

[

Backing strip,
if used, shall
be removed

3/4in. (19 mm) R min.

done with either blunt nose continuous or blunt nose
interrupted dot die stamps. As an alternative, the Certi-
ficate Holder shall keep a record of permanent welded
joints in each item and of the welders and welding opera-
tors used in making each of the joints.

(b) When a multiple number of permanent structural
attachment welds, nonstructural welds, fillet welds, weld
metal cladding, and hard surfacing welds are made on an
item, the Certificate Holder need not identify the welder or
welding operator who welded each individual joint,
provided:

(1) the Certificate Holder maintains a system that
will identify the welders or welding operators who
made such welds on each item so that the Inspector
can verify that the welders or welding operators were
all properly qualified;

(2) theweldsineach categoryare all of the same type
and configuration and are welded with the same Welding
Procedure Specification.

shall be at intervals of 3 ft (1 m) or less and shall he
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Figure WC-4266(b)-1
Full Penetration Corner-Welded Attachments

Backing strip, t,

if used, shall '-—-‘
be removed . -

N

Backing strip,
if used, shall
be removed

\

(a)

,3' ) tc r3

(d) (d-1)

Backing strip,
if used, shall
be removed .«

Section A-A

Sections perpendicular and parallel to the
f) containment’s cylindrical axis

(g)

GENERAL NOTE: For definitions of nomenclature, see WC-3252.4(b).
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Figure WC-4266(c)-1
Deposited Weld Metal Used as Reinforcement of Openings for Nozzles

Step 1

(a)

|

Step 1

(b)

GENERAL NOTE: For definitions of nomenclature, see WC-3252.4(c).

Figure WC-4266(d)-1
Fittings With Internal Threads

Either method of attachment is satisfactory.

(a) (b) (c)
S For NPS 2{DN 50) and smaller ————

GENERALNOTE: For definitions of nomenclature, see WC-3252.4(d).

(c) Welder or welding operator identification is not
required‘for tack welds.

WC<4323 Welding Prior to Qualifications

No welding shall be undertaken until after the welding
procedures which are to be used have been qualified. Only
welders and welding operators who are qualified in accor-
dance with WC-4320 and Section IX shall be used.

3/4in. (19 mm)

—~—

3/4in. (19 mm)
min.

o

]

—>

S

N

\

Step 2

WC-4324 Transferring Qualifications

The welding procedure qualifications and performance
qualification tests for welders and welding operators
conducted by one Certificate Holder shall not qualify
welding procedures, and shall not qualify welders or
welding operators to weld for any other Certificate
Holder, except as provided in Section IX.

WC-4330 GENERAL REQUIREMENTS FOR
WELDING PROCEDURE QUALIFICATION
TESTS

WC-4331 Conformance to Section IX Requirements

All welding procedure qualification tests shall be in
accordance with the requirements of Section IX as supple-
mented or modified by the requirements of this Article.

WC-4333 Heat Treatment of Qualification Welds
for Ferritic Materials

Postweld heat treatment of procedure qualification
welds shall conform to the applicable requirements of
WC-4600 and Section IX. The postweld heat treatment
time at temperature is to be at least 80% of the
maximum time to be applied to the component weld
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Figure WC-4266(e)-1
Partial Penetration Weld Connections
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GENERAL NOTE: For definitions of nomenclature, see WC-3252.4¢e)

material. The postweld heat treatment total time 'may be
applied in one heating cycle.

WC-4334 Preparation of Test Coupons and
Specimens

(a) Removal of test coupons.from the test weld and the
dimensions of specimens madé from them shall conform
to the requirements of Section IX, except that the removal
of impact test coupons and the dimensions of impact test
specimens shall becin accordance with (b) below.

(b) Weld deposit of each process in a multiple process
weld shall, where possible, be included in the impact test
specimens; When each process cannot be included in the
full sizelimpact test specimen at the %t location required
by this.Section, additional full size specimens shall be
obtained from locations in the test weld that will
ensure that at least a portion of each process has been
included in full size test specimens. As an alternative, addi-
tional test welds can be made with each process so that full
size specimens can be tested for each process.

WC-4334.1 Coupons Representing the Weld Deposits.
Impact test specimens and testing methods shall conform
to WC-2321. The impact specimen shall be located so that
the longitudinal axis of the specimen is at least %t and

— =3

where the thickness of the test assembly permits, not less
than % in. (10 mm) from the weld surface of the test
assembly. In addition, when the postweld heat treatment
temperature exceeds the maximum temperature specified
in WC-4620, and the test assembly is cooled at an accel-
erated rate, the longitudinal axis of the specimen shall be a
minimum of ¢t from the edge of the test assembly. The
specimen shall be transverse to the longitudinal axis of
the weld with the area of the notch located in the
weld. The length of the notch of the Charpy V-notch
specimen shall be normal to the surface of the weld.
Where drop weight specimens are required, the
tension surface of the specimen shall be oriented parallel
to the surface of the test assembly.

WC-4334.2 Coupons Representing the Heat-Affected
Zone. Where impact tests of the heat-affected zone are
required by WC-4335.2, specimens shall be taken from
the welding procedure qualification test assemblies in
accordance with (a) through (c) below.

(a) If the qualification test material is in the form of a
plate or a forging, the axis of the weld shall be oriented
either parallel to or perpendicular to the principal direc-
tion of rolling or forging.

(21)
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(b) The heat-affected zone impact test specimens and
testing methods shall conform to the requirements of
WC-2321.2. The specimens shall be removed from a loca-
tion as near as practical to a depth midway between the
surface and center thickness. The coupons for heat-
affected zone impact specimens shall be taken transverse
to the axis of the weld and etched to define the heat-
affected zone. The notch of the Charpy V-notch specimen
shall be cut approximately normal to the material surface
in such a manner as to include as much heat-affected zone
as possible in the resulting fracture. Where the material
thickness permits, the axis of a specimen may be inclined
to allow the root of the notch to align parallel to the fusion
line.

(c) For the comparison of heat-affected zone values
with base material values [WC-4335.2(b)], Charpy V-
notch specimens shall be removed from the unaffected
base material at approximately the same distance from
the base material surface as the heat-affected zone speci-
mens. The axis of the unaffected base material specimens
shall be parallel to the axis of the heat-affected zone speci-
mens, and the axis of the notch shall be normal to the
surface of the base material. When required by
WC-2330, drop weight specimens shall be removed
from a depth as near as practical to midway between
the surface and center thickness of the unaffected base
material and shall be tested in accordance with the re-
quirements of WC-2321.

WC-4335 Impact Test Requirements

When materials are required to be impact tested per
WC-2300, impact tests of the weld metal and heat-affected
zone shall be performed in accordance with the féllowing
subparagraphs. The weld procedure qualification impact
test specimens shall be prepared and tested in accordance
with the applicable requirements of WC-2332.1 and
WC-4334. Retests in accordance wjith the provisions of
WC-2350 are permitted.

WC-4335.1 Impact Tests of Weld Metal.

(a) Impact tests of thesweld metal shall be required for
welding procedure qualification tests for production weld
joints exceeding % in. (16 mm) in thickness when the weld
will be made on the surface or will penetrate the base
material thatrequires impact testing in accordance
with WC+2310. In addition, such testing of the weld
metal isequired for the welding procedure qualification
tests for“any weld repair to base material that requires
impact testing in accordance with WC-2310, regardless
of the depth of the repair.

(b) The impact test requirements and acceptance stan-
dards for welding procedure qualification weld metal shall
be the same as specified in WC-2330 for the base material
to be welded or repaired. Where two materials are to be
joined by welding and have different fracture toughness

requirements, the test requirements and acceptance stan-
dards of either material may be used for the weld metal.

(c) A Welding Procedure Specification qualified to the
impact testing requirements of Subsection WB, NB, or NE
may be accepted as an alternative to the Welding Proce-
dure Specification impact testing requirements of this
Subsection.

WC-4335.2 Impact Tests of Heat-Affected Zone.

(a) Charpy V-notchtests ofthe heat-affected zone®of the
welding procedure qualification test assembly are
required whenever the thickness of the weld exceeds
/3 in. (16 mm) and either of the base materials
require impact testing in accordance(wijth the rules of
WC-2310. Exemption of base materials by
WC-2311(a)(7) does not apply teythe welding procedure
qualification heat-affected zone or"unaffected base mate-
rial for such materials. The only€xceptions to the require-
ments are the following

(1) the qualification’for welds in P-Nos. 1 and 3 mate-
rials that are postweld heat treated.

(2) the qualification for weld deposit cladding or
hardfacing on-any base material.

(3) that portion of the heat-affected zone associated
with GTAW root deposits with a maximum of two layers or
%16 in."(5 mm) thickness, whichever is less.

(b9/Charpy V-notch testing shall be performed as speci-
fied in (1) through (6).

(1) Charpy V-notch test specimens representing
both the heat-affected zone and the unaffected base mate-
rial shall be tested. The unaffected base material shall be
tested at a temperature equal to or below the LST.

(2) The Charpy V-notch tests of the unaffected base
material shall meet the applicable requirements of
Table WC-2332.1-1 or Table WC-2332.1-2, as applicable,
or additional testing shall be performed at higher
temperatures until either of the above requirements
are met.

(3) The heat-affected zone specimens shall be tested
at the test temperature determined in (2). The average
applicable toughness values of the heat-affected zone
specimens shall equal or exceed the average applicable
toughness values of the unaffected base material speci-
mens, or the adjustment given in (4) through (6) shall
be made. Alternatively, another test coupon may be
welded and tested.

(4) Additional Charpy V-notch tests shall be
performed on either the heat-affected zone or the unaf-
fected base material, or both, at temperatures where the
applicable toughness values of all three specimens tested
isnotless than thatspecified in (2). The applicable average
toughness values for each test meeting this requirement
shall be plotted on an applicable toughness value versus
temperature graph. The difference in temperature Tyaz
and Tygm Where the heat-affected zone and the unaffected
base material applicable average toughness values are the

(21)

184


https://asmenormdoc.com/api2/?name=ASME BPVC.III.3 (ASME BPVC Section 3 Division 3) 2021.pdf

ASME BPVC.II1.3-2021

same and not less than that specified in (2) shall be used to
determine the adjustment temperature T,p; where:

Tapy = Taaz — Tusm

If Tapy < 0, then Tap; = 0.

(5) As an alternative to (4), if the applicable tough-
ness values of the heat-affected zone specimens is no less
than the values specified in Table WC-2332.1-1 or Table
WC-2332.1-2, as applicable, and the average of the heat-
affected zone specimens is not less than 7 ft-1b (10 ]) or 5
mils (0.13 mm) below the average applicable toughness
values of the unaffected base material, Top; may be taken
as 15°F (8°C).

(6) As a second alternative to (4), if the applicable
toughness values of the heat-affected zone specimens
are no less than the values specified in Table
WC(C-2332.1-1 or Table WC-2332.1-2, as applicable, the
difference between the average applicable toughness
values of the heat-affected zone and the unaffected
base material shall be calculated and used as described
in (c)(3).

(c) Atleast one of the following methods shall be used
to compensate for the heat-affected zone toughness
decrease due to the welding procedure.

(1) The LST specified in the Design Specification for
all of the material to be welded in production welding
procedure specifications (WPS) supported by this proce-
dure qualification record (PQR) shall be increased by the
adjustment temperature Tp;.

(2) Thespecified testing temperature for the preduc-
tion material may be reduced by Tap.

(3) The materials to be welded may be welded using
the WPS provided they exhibit toughness values that are
no less than the minimum required toughness values
required by WC-2300 plus the difference in the
average toughness values established in (b)(6).

(d) The Charpy V-notch testing results shall be
recorded on the PQR and any effsetting T4p; or increased
toughness requirements on, the production material on
which welding is to bé_performed shall be noted on
the PQR and WPS/More than one compensation
method may be used on a par basis.

(e) AWPS qualified to the impact testing requirements
of Subsection WB, NB, or NE may be accepted as an alter-
native to~the WPS impact testing requirements of this
Subsection.

WC-4336 Qualification Requirements for Built-Up
Weld Deposits

Built-up weld deposits for base metal reinforcement
shall be qualified in accordance with the requirements
of WC-4331 to WC-4335, inclusive.

WC-4400 RULES GOVERNING MAKING,
EXAMINING, AND REPAIRING
WELDS

WC-4410 PRECAUTIONS TO BE TAKEN BEFORE
WELDING

WC-4411 Identification, Storage, and Handling of
Welding Materials

Each Certificate Holder is responsible for,control of the
welding electrodes and other materials thatare used in the
fabrication and installation of compoenents (WC-4120).
Suitable identification, storage, and-handling of elec-
trodes, flux, and other welding materials shall be main-
tained. Precautions shall{he taken to minimize
absorption of moisture by électrodes and flux.

WC-4412 Cleanliness:and Protection of Welding
Surfaces

The method@ised to prepare the base metal shall leave
the weld preparation with reasonably smooth surfaces.
The surfaces' for welding shall be free of scale, rust, oil,
grease, ‘and other deleterious material. The work shall
be protected from deleterious contamination and from
raifyy snow, and wind during welding. Welding shall not
be performed on wet surfaces.

WC-4420 RULES FOR MAKING WELDED JOINTS
WC-4421 Backing Rings

Backing rings that remain in place may be used. The
materials for backing rings shall be compatible with
the base metal, but spacer pins shall not be incorporated
into the weld.

WC-4423 Double-Welded Joints, Single-Welded
Joints, and Peening

WC-4423.1 Double-Welded Joints. Before applying
weld metal on the second side to be welded, the root
of full penetration double-welded joints shall be prepared
by suitable methods such as chipping, grinding, or thermal
gouging, except for those processes of welding by which
proper fusion and penetrations are otherwise obtained
and demonstrated to be satisfactory by welding procedure
qualifications.

WC-4423.2 Single-Welded Joints. Where single-
welded joints are used, particular care shall be taken
in aligning and separating the items to be joined so
that there will be complete penetration and fusion at
the bottom of the joint for its full length.

WC-4423.3 Peening. Controlled peening may be
performed to minimize distortion. Peening shall not be
used on the internal layer (root) of the weld metal nor
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WC-4424 Surfaces of Welds

As-welded surfaces are permitted. However, the surface
of welds shall be sufficiently free from coarse ripples,
grooves, overlaps, abrupt ridges, and valleys to meet
the requirements of (a) through (e) below.

(a) The surface condition of the finished weld shall be
suitable for the proper interpretation of radiographic and
other required nondestructive examination of the weld. In
those cases where there is a question regarding the
surface condition on the interpretation of a radiographic
film, the film shall be compared to the actual weld surface
for interpretation and determination of acceptability.

(b) Reinforcements are permitted in accordance with
WC-4426.1.

(c) Undercuts shall not exceed Y%, in. (0.8 mm) and
shall not encroach on the required section thickness.

(d) Concavity on the root side of a single-welded
circumferential butt weld is permitted when the resulting
thickness of the weld meets the requirements of
Article WC-3000.

(e) If the surface of the weld requires grinding to meet
the above criteria, care shall be taken to avoid reducing the
weld or base material below the required thickness.

WC-4425 Welding Items of Different Diameters

When items of different diameters are welded together,
there shall be a gradual transition between the two
surfaces. The slope of the transition shall be such that
the length-offset ratio shall not be less than 3:1, unles$
greater slopes are shown to be acceptable by analysis
for vessels designed to WC-3200. The length of thetransi-
tion may include the weld.

WC-4426 Reinforcement of Welds

WC-4426.1 Weld Reinforcement. Thesurface of the re-
inforcement of all butt-welded joints may be flush with the
base material or may have uniform,crowns. The height of
reinforcement on each face of theweld shall not exceed the
thicknesses in the following\tabulation:

Maximum
Reinforcement,
Nominal Thickness, in. (mm) in. (mm)
Up to 1 (25), inch %2 (2.5)
Over 1 to 2-(25/to 50), incl. Y% (3)
Over 2 to 3+(50 to 75), incl. %2 (4)
Over-3\te’4 (75 to 100), incl. "2 (5.5)
0ver 4 to 5 (100 to 125), incl. Y (6)
Qver 5 (125) %6 (8)

(21) WC-4427 Shape and Size of Fillet Welds

Fillet welds may vary from convex to concave. The
shape and size of the weld shall be in accordance with

any single continuous weld may be less than the specified
fillet weld dimension by not more than % in. (1.5 mm),
provided that the total undersize portion of the weld does
not exceed 10% of the length of the weld. Individual
undersize weld portions shall not exceed 2 in. (50
mm) in length. Socket weld fittings, socket welds, and
other similar weld configurations are not permitted.

WC-4428 Seal Welds of Threaded Joints

Where seal welding of threaded pipe joifits is
performed, the exposed threads shall be€ither
removed entirely or covered with weld metal:

WC-4430 WELDING OF ATTACHMENTS
WC-4431 Materials for Attachments

Structural attachments that/are hot part of the contain-
ment shall be of the materials'that meet the requirements
of WC-2190. Structural attachments that are part of the
containment shall meet(the requirements of WC-2120.

WC-4432 Welding of Structural Attachments

The rulesof WC-4321 governing welding qualifications
shall applyto the welding of structural attachments to
contaidment material.

WC-4433 Structural Attachments

Structural attachments shall conform reasonably to the
curvature of the surface to which they are to be attached
and shall be attached by full penetration, fillet, or partial
penetration continuous or intermittent welds.
Figures WC-4433-1 and WC-4433-2 illustrate some of
the typical details for attaching structural attachments
to a component using full penetration welds.

WC-4434 Welding of Internal Structural Supports
to Clad Containments

Internal structural supports on clad containments shall
be welded to the base metal and not to the cladding except
for weld overlay cladding.

WC-4435 Welding of Nonstructural and
Temporary Attachments and Their
Removal

(a) Nonstructural attachments welded to the contain-
ment need not comply with Article WC-2000 and may be
welded with continuous or intermittent fillet or partial
penetration welds, provided the requirements of (1)
through (4) below are met.

(1) The welding procedure and the welders have
been qualified in accordance with WC-4321.

(2) The material is identified and is compatible with
the material to which it is attached.

me requirements or rigure vwi-442/7-1. A TllIet Weld I
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Figure WC-4427-1
Fillet Weld Details and Dimensions

Theoretical throat

Convex fillet weld

Size of weld Surface of

—

Surface of vertical member

/ honzontal member

Theoretical throat

=

_—Surface of vertical member

_—Concave fillet weld

Slze of weld

(a) Equal Leg Fillet Weld [Note (1)]

Theoretical throat

Surface of vertical member

Convex fillet weld

Surface of

N

Theoretical throat
| «— Surface of vertical member
/Concave fillet weld

hor|zonta| member ]

(b) Unequal Leg Fillet Weld [Note (2)]

NOTES:

(1) The size of an equal leg fillet weld is the leg length of the largest right isosceles triangle. Theoretical throat = 0.7 x size of weld.
(2) The size of an unequal leg fillet weld is the shorter leg length of the Jargest right triangle that can be inscribed within the fillet weld cross

section.

(3) The welding material is identified and i$,compa-
tible with the materials joined.

(4) The welds are postweld heat tréated when
required by WC-4620.

(b) Removal of nonstructural attachments, when
temporary, shall be accomplished as-follows:

(1) The immediate area around the temporary
attachment is marked in, a-Suitable manner so that
after removal the area cah“be identified until after it
has been examined in.acgordance with (3) below.

(2) The temporary attachment is completely
removed in ac¢ordance with the procedures of
WC-4211.

(3) After-the temporary attachment has been
removed;the marked area is examined by the liquid pene-
trant or magnetic particle method in accordance with the
requireéments of WC-5120 and meets the acceptance stan-
dards of WC-5340 or WC-5350, whichever is applicable.

(4) As an alternative to (a)(4) above, postweld heat
treatment may be deferred until after removal of the
attachment.

WC-4450 REPAIR OF WELD METAL DEFECTS
WC-4451 General Requirements

Defects in weld metal detected by the examinations
required by Article WC-5000 or by the tests of Article
WC-6000 shall be eliminated and repaired when neces-
sary or the indication reduced to an acceptable limit.

WC-4452 Elimination of Surface Defects

Weld metal surface defects may be removed by grinding
or machining and need not be repaired by welding,
provided the requirements of (a), (b), and (c) below
are met.

(a) The remaining thickness of the section is not
reduced below that required by Article WC-3000.

(b) The depression, after defect elimination, is blended
uniformly into the surrounding surface.

(c) The area is examined by a magnetic particle or
liquid penetrant method in accordance with WC-5100
after blending and meets the acceptance standards of
WC-5300 to ensure that the defect has been removed
or the indication reduced to an acceptable limit.
Defects detected by visual or volumetric method and
located on an interior surface need only be reexamined
by the method which initially detected the defect when the

(21)
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Figure WC-4433-1
Typical Types of Attachment Welds

Dimension not sufficient for
weld from inside

\_b‘ ‘4_
= Section A-A T Section A-A
1/8 in. (3 mm), max. 1/8 in. (3 mm); max.

(a) Attachment of Lugs, Shoes, Pipe Saddles, and Brackets

4

Section
A A-A

1/g in. (3 mm), max.

(b) Attachment of Trunnions

J///{/Y( A

!

——1/g in. (3 mm), max.

(c) Attachment of Rings

GENERAL NOTE: The welds may be partial penetration or fillet welds.
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Figure WC-4433-2
Typical Attachments

Double welded

(a) (b)

- F_t
L~

(c)

Forging

(d) (e)

Support Skirts

GENERAL NOTES:
(@) azt/4;,b=2t/2;c2t
t = thickness of attached member
c
(b) All welds continuous.

WC-4453 Requirements for Making Repairs of
Welds

Excavations in weld metal, when repaired by, welding,
shall meet the requirements of the following.Subpara-
graphs.

WC-4453.1 Defect Removal. Defects may be removed
by mechanical means or by thermal.gouging processes.
The area prepared for repair shall"be examined by a
liquid penetrant or magnetic particle method in accor-
dance with WC-5100 and megt the acceptance standards
of WC-5340 or WC-5350."This examination is not
required where defect elihination removes the full thick-
ness of the weld and where the backside of the weld jointis
not accessible forrxemoval of examination materials.

WC-4453.2 Requirements for Welding Materials,
Procedures,~and Welders. The weld repair shall be
made using welding materials, welders, and welding
procedures qualified in accordance with WC-4125 and
WE-4300.

WC-4453.3 Blending of Repaired Areas. After repair
the surface shall be blended uniformly into the
surrounding surface.

WC-4453.4 Examination of Repair Welds.

(a) The examination of a weld repair shall be repeated
as required for the original weld, except that it need only

minimum thickness of weld metal from the root to the face of the weld

particle method when the unacceptable indication was
originally detected by the liquid penetrant or magnetic
particle method and when the repair cavity does not
exceed the following:

(1) %t for t < ¥, in. (19 mm)

(2) Y in. (6 mm) for % in. (19 mm) < t < 2% in. (64
mm)

(3) thelesser of % in. (10 mm) or 10% t for t > 2% in.
(64 mm) where t equals the thickness of the weld.

(b) When repairs to welds joining P-No. 1 and P-No. 3
materials require examination by radiography as required
in (a) above, but construction assembly prevents mean-
ingful radiographic examination, ultrasonic examination
may be substituted, provided that:

(1) the weld has been previously radiographed and
met the applicable acceptance standards;

(2) the ultrasonic examination is performed using a
procedure in accordance with Section V, Article 4 to the
acceptance standards of WC-5330;

(3) the substitution is limited to Category A and B
welds in containments and similar type welds in other
items.

The absence of suitable radiographic equipment is
not justification for the substitution.

WC-4453.5 Heat Treatment of Repaired Areas. The
area shall be heat treated in accordance with WC-4620.

L H d 1 +h 1 1 rs + 3
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WC-4500 BRAZING

WC-4510 RULES FOR BRAZING
WC-4511 Where Brazing May Be Used

Brazing is permitted for nonstructural attachments
only.

WC-4512 Brazing Material

Where brazing is permitted, the brazing filler material
and fluxes shall conform to the rules covering identifica-
tionin WC-2150 and to the requirements of (a), (b), and (c)
below.

(a) The filler material used in brazing shall be a nonfer-
rous metal or alloy with a solidus temperature above
800°F (425°C) and at least 500°F (280°C) above the
highest temperature of the joint in service.

(b) The filler material shall melt and flow freely by
capillary action within the desired temperature range,
and in conjunction with a suitable flux or controlled atmo-
sphere the filler material shall wet and adhere to the
surfaces to be joined.

(c) Fluxes that are fluid and chemically active at the
brazing temperature shall be used, when necessary, to
prevent oxidation of the filler metal and the surfaces
to bejoined, and to promote free flowing of the filler mate-
rial.

WC-4520 BRAZING QUALIFICATION
REQUIREMENTS

WC-4521 Brazing Procedure and Performanceé
Qualification

Qualification of the brazing procedure tobe used and of
the performance of brazers and brazing operators is
required and shall comply with the‘requirements of
Section IX, except as noted below.

WC-4523 Reheated Joints

In addition to the requirements of Section IX, the
brazing procedure shall be set up asanew procedure spec-
ification and shall bejcompletely requalified when the
construction of the brazed components includes reheating
of any portion@fthe completed brazed joint to a tempera-
ture that is-within 300°F (170°C) of the solidus tempera-
ture of the-filler metal.

WC-4524 Maximum Temperature Limits

The Design Temperature shall not exceed the upper
temperature shown in the third column of
Table WC-4524-1. For Design Temperatures below the
temperature shown in the second column of Table
WC-4524-1, no further testing beyond that required by

Section IX is required. For Design Temperatures in the
range shown in the third column of Table W(C-4524-1

tests in addition to those required by Section IX are
required. These tests shall be considered a part of the
procedure qualification. For such Design Temperatures,
two tension tests on production type joints are required,
one at the Design Temperature and one at 1.05T [where T
is the Design Temperature in °F (°C)]. Neither of these
production-type joints shall fail in the braze metal.

WC-4530 FITTINGAND ALIGNING OF PARTS TO-BE
BRAZED

Parts to be joined by brazing shall be fitted, and retained
in position during the brazing operation within-the toler-
ances specified in the brazing procedureZspecification.
Brazed joints shall be assembled in\a_sequence which
will permit the maximum number of joints to be visually
examined on both sides of the joint after brazing.

WC-4540 EXAMINATION OF BRAZED JOINTS

The completed brazedsjoints shall be visually examined
on all accessible surfaces in accordance with WC-5275.

WC-4600 HEAT TREATMENT

WC-4610 WELDING PREHEAT REQUIREMENTS
WC-~4611 When Preheat Is Necessary

The need for and temperature of preheat are dependent
enh a number of factors, such as the chemical analysis,
degree of restraint of the parts being joined, elevated
temperature, physical properties, and material thick-
nesses. Some practices used for preheating are given
in Section III Appendices, Nonmandatory Appendix D
as a general guide for the materials listed by P-
Number of Section IX. It is cautioned that the preheating
suggested in Section III Appendices, Nonmandatory
Appendix D does not necessarily ensure satisfactory
completion of the welded joint and that the preheating
requirements for individual materials within the P-
Number listing may be more or less restrictive. The
welding procedure specification for the material being
welded shall specify the minimum preheating require-
ments under the welding procedure qualification require-
ments of Section IX.

WC-4612 Preheating Methods

Preheat for welding or thermal cutting, when employed,
may be applied by any method which does not harm the
base material or any weld metal already applied or which
does not introduce deleterious material into the welding
area which is harmful to the weld.
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Table WC-4524-1
Maximum Design Temperatures for Brazing Filler Metal, °F (°C)

Filler Metal

Temperature Below Which Section IX

Temperature Range Requiring Section IX

Classification Tests Only Are Required Tests and Additional Tests
BCuP 300 (150) 300-350 (150-175)
BAg 400 (205) 400-500 (205-260)
BCuZn 400 (205) 400-500 (205-260)
BCu 400 (205) 400-650 (205-345)
BAISi 300 (150) 300-350 (150-175)
BNi 800 (425)

GENERAL NOTE: Temperatures are based on AWS recommendations.

WC-4613 Interpass Temperature

Consideration must be given to the limitations of inter-
pass temperatures for quenched and tempered materials
to avoid detrimental effects on the mechanical properties.

WC-4620 POSTWELD HEAT TREATMENT
WC-4621 Heating and Cooling Methods

Postweld heat treatment (PWHT) may be accomplished
by any suitable methods of heating and cooling, provided
the required heating and cooling rates, metal temperature,
metal temperature uniformity, and temperature control
are maintained.

WC-4622 PWHT Time and Temperature
Requirements

WC-4622.1 General Requirements. Except as other-
wise permitted in WC-4622.7, all welds, including
repair welds, shall be postweld heat treated. During post-
weld heat treatment, the metal temperature shall be main-
tained within the temperature rangés for the minimum

holding time specified in Table-WC-4622.1-1 except as
otherwise permitted in W€-4622.4(c). P-Number
groups in Table WC-4622.1¥1 are in accordance with
Section IX, QW-420. Except as provided in WC-4624.3,
PWHT shall be perfermed in temperature-surveyed
and -calibrated furnaces, or PWHT shall be performed
with thermocouples in contact with the material or
attached to_blocks in contact with the material. Any post-
weld heat treatment time, which is anticipated to be
applied\ te’ the material or item after it is completed,
shall be specified in the Design Specification. The Certi-
ficate Holder shall include this time in the total time at
temperature specified to be applied to the test specimens.
In addition, the requirements of the following subpara-
graphs shall apply.

WC-4622.2 Time-Temperature Recordings. Time-
temperature recordings of all postweld heat treatments
shall be made available for review by the Inspector. Iden-
tification on the time-temperature recording shall be to
the weld, part, or component. A summary of the time-
temperature recording may be provided for permanent
records in accordance with WA-4134.

Table WC-4622.1-1
Mandatory Requirements for Postweld Heat Treatment of Welds

Holding

Minimum Holding Time at Temperature for Weld Thickness (Nominal)

Temperature

Range, °F (°C) | % in. (13 mm) | Over 4 in.to 2 in. (13 | Over 2 in. to 5 in. (50

P-No. (Sec;1X, QW-420) [Note (1)] or less mm to 50 mm) mm to 125 mm) Over 5 in. (125 mm)
1,3 1,100-1,250 30 min 1 hr/in. (2 min/mm) | 2 hr plus 15 min each |2 hr plus 15 min each
(595-675) additional inch (2 h additional inch (2 h

plus 0.5 min/mm)
over 2 in. (50 mm)

plus 0.5 min/mm)
over 2 in. (50 mm)

P-Nos. 8, 10H Gr. 1, 34, 42,
43, 45 and hard surfacing
on P-No. 1 base metal
whose reported carbon
content is not more than
0.30%

PWHT neither required nor prohibited

GENERAL NOTE: Exemptions to the mandatory requirements of this Table are defined in WC-4622.7.

NOTE: (1) AIl temperatures are metal temperatures.
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Table WC-4622.4(c)-1
Alternative Holding Temperatures and Times

Alternative Minimum Alternative
Material Holding Temperatures, Minimum Holding
P-Numbers °F (°C) Times
1,3 1,050 (565) 2 hr/in. (4 min/mm)
thick
1,3 1,000 (540) 4 hr/in. (8 min/mm)
thick

GENERAL NOTE: All other requirements of WC-4622 shall apply.

WC-4622.3 Definition of Nominal Thickness
Governing PWHT. Nominal thickness in Table
WC-4622.7(b)-1 is the thickness of the weld, the contain-
ment material for structural attachment welds or the
thinner of the containment materials being joined, which-
ever is least. It is not intended that nominal thickness
include material provided for forming allowance, thin-
ning, or mill overrun when the excess material does
not exceed % in. (3 mm). For fillet welds the nominal thick-
ness is the throat thickness, and for partial penetration
and material repair welds the nominal thickness is the
depth of the weld groove or preparation.

WC-4622.4 Holding Times at Temperature.

(a) The holding time at temperature as specified in
Table WC-4622.1-1 shall be based on the nominal thick-
ness of the weld. The holding time need not be continuous.
It may be an accumulation of the times of multiple post-
weld heat-treat cycles.

(b) Holding time at temperature in excess of the
minimum requirements of Table WC-4622:1<1 may be
used, provided that specimens so heat‘\treated are
tested in accordance with WC-2200;2WC-2400, and
WC-4300.

(c) Alternatively, when it is.impractical to postweld
heat treat at the temperature range specified in
Table WC-4622.1-1, it is permissible to perform the post-
weld heat treatment of.certain materials at lower
temperatures for longer’periods of time in accordance
with Table WC-4622.4(c)-1 and (1), (2), and (3) below.

(1) Exceptifor-P-No. 1 materials, when welds in the
materials listediin Table WC-4622.4(c)-1 are to be post-
weld heattredted at the lower minimum temperatures,
the impact test specimens for the welding procedure
qualification required by WC-4300 shall be made using
the )same minimum temperatures and increased
minimum holding time. Welding procedures, qualified
at the temperature range and minimum holding time
specified in Table WC-4622.1-1 and at the lower tempera-
ture and increased minimum holding time permitted by
Table WC-4622.4(c)-1, are also qualified for any tempera-
ture in between. When such an in-between temperature is
used, the minimum holding time shall be interpolated

from Table WC-4622.1-1 and the alternative require-
ments from Table WC-4622.4(c)-1.

(2) Except for P-No. 1 materials, when welds in the
materials listed in Table WC-4622.4(c)-1 are to be post-
weld heat treated at these lower minimum temperatures,
the welding material certification required by WC-2400
shall be made using the same minimum temperature and
increased minimum holding time. Welding material certi=
fied at the temperature range and minimum holding time
specified in Table WC-4622.1-1 and at the lower minimtm
temperatures and increased minimum holding time
permitted by Table WC-4622.4(c)-1 are also,certified
for any temperature in between.

(3) Base materials certified in @accordance with
WC-2200 may be postweld heat treated at these lower
minimum temperatures and.-jncreased minimum
holding times without recertificationh. Postweld heat treat-
ment at these lower minifnim temperatures and
increased minimum helding times may also be the
tempering operationjprovided a higher tempering
temperature is not required by the material specification.

WC-4622.5 PWHT Requirements When Different P-
Number Matérials Are Joined. When containment mate-
rials of twe\different P-Number groups are joined by
welding,the applicable postweld heat treatment shall
be that'specified in Table WC-4622.1-1 for the material
requifing the higher PWHT temperature range.

WC-4622.6 PWHT Requirements for Noncontainment
Parts. When parts not performing a containment function
are welded to contaiment materials, the postweld heat
treatment temperature range of the containment mate-
rials shall control.

WC-4622.7 Exemptions to Mandatory Requirements.
Postweld heat treatment in accordance with this subar-
ticle is not required for (a) through (g) below:

(a) nonferrous materials;

(b) welds exempted in Table WC-4622.7(b)-1;

(c) welds subjected to temperatures above the PWHT
temperature range specified in Table WC-4622.1-1,
provided the Welding Procedure Specification is qualified
in accordance with Section IX and the base material and
the deposited weld material have been heat treated at the
higher temperature;

(d) welds connecting nozzles to containments
provided the requirements in WC-4622.8 are met;

(e) weld repairs to P-No. 1 or P-No. 3 materials in
containments, provided the requirements of
WC-4622.9 or WC-4622.10 are met;

(f) weld repairs to cladding after final postweld heat
treatment provided the requirements of WC-4622.11
are met;

(g) weld repairs to dissimilar metal welds after final
postweld heat treatment provided the requirements of
WC-4622.12 are met.
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Table WC-4622.7(b)-1
Exemptions to Mandatory PWHT

P-No. (Section Nominal Thickness, in. Max. Reported Min. Preheat
IX, QW-420) Type of Weld [Note (1)] (mm) (WC-4622.3) Carbon, % [Note(2)] | Required, °F (°C)
1 All welds, where the materials beingjoined are 114 (32) and less 0.30 and less
1, .
17 in. (38 mm) and less Over 1% to 1% (32 to 38) | 0.30 and less 200 (95)
%, (19) or less Over 0.30
Over %, to 1% (19 to 38) | Over 0.30 200 (95)
All welds in material over 1% in. (38 mm) |3, (19) or less 200 (95)
1 Gr. 1 or Gr. 2 | Cladding or repair of cladding [Note (3)] with 0.30 100 (38)
A-No. 8 or F-No. 43 filler metal in base
material of: 1% in. (38 mm) or less
Over 1% in. to 3 in. (38 mm to 75 mm) 0.30 200 (95) [Note (4)]
Over 3 in. (75 mm) 0.30 250 (120) [Note (5)]
3 For containment repair without required 350 (175)
PWHT, see WC-4622.9 or WC-4622.10
3 except Gr. 3 All welds, except repair welds in % (16) or less 0.25 ornnléss 200 (95)
containments, provided weld procedure
qualification is made using equal or greater
thickness base material than production
weld [Note (6)]
Attachment welds joining containment to % (13) or less 0.25 or less 200 (95)
noncontainment material

GENERAL NOTE: The exemptions noted in this Table do not apply to electron beam welds in ferritic materials over % in. (3 mm) in thickness.

NOTES:

(1) Where the thickness of material is identified in the column Type of WEld, it is the thickness of the thicker of the base materials at the welded
joint.

(2) Carbon level of the containment materials being joined.

(3) The maximum resulting hardness of the heat-affected zone,\in~the procedure qualification test plate shall not exceed 35 Rc.

(4) Intermediate postweld soak at not less than 200°F (95%C)for 2 hr minimum.

(5) Intermediate postweld soak at not less than 300°F £150°C) for 2 hr minimum.

(6) Weld Procedure Qualification coupon need not exceed 1.5 in. (38 mm) in thickness.

WC-4622.8 Requirements for Exempting PWHT of
Nozzles to Containment Welds. Welds connecting
nozzles of P-No. 1 materials to containments of P-No. 1
or P-No. 3 materials that-are not exempted from
PWHT in Table WC-4622.7(bJ-1 need not be given a post-
weld heat treatment if theyrequirements of (a) are met for
partial penetration and*(b) are met for full penetration
welds.

(a) The partial penetration welds are made with A-No.
8 or non-airzhardening nickel-chromium-iron weld metal
after:

(1) \the ferritic materials to be joined are buttered or
bujldup’with A-No. 8 or non-air-hardening nickel-chro-
miwm-iron weld metal having a minimum thickness of
Y¢in. (6 mm); and

(2) theheat-affected zones of the buttered or buildup
ferritic materials are postweld heat treated in accordance
with WC-4620, without the PWHT exemptions being
applied, prior to making the final welds.

(b) The full penetration welds are made with A-No. 1 or
A-No. 2 weld metal, provided that:

(1) the containmentis builtup or buttered in the area
of the attachment with A-No. 1 or A-No. 2 metal having a
minimum thickness of %, in. (6 mm);

(2) the A-No. 1 or A-No. 2 weld metal buildup or
buttering is postweld heat treated in accordance with
WC-4620 for P-No. 1 or P-No. 3 materials without the
PWHT exemptions being applied;

(3) the welds do not penetrate through the contain-
ment thickness;

(4) weld metal with A-No. 1 or A-No. 2 analysis is
used to join the nozzle of P-No. 1 material to the weld
buildup or buttering;

(5) the nominal thickness of the weld joining the
nozzle to the containment does not exceed 1% in. (38
mm), and the maximum reported carbon content of
the nozzle connection does not exceed 0.30%;

(6) a 200°F (95°C) minimum preheat is maintained
during welding whenever the nominal thickness of the
weld exceeds:

(-a) 1Y%, in. (32 mm) and the maximum reported
carbon content of the material of the nozzle is 0.30% or
less; or
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(-b) ¥, in. (19 mm) and the maximum reported
carbon content of material of the nozzle connection
exceeds 0.30%.

WC-4622.9 Weld Repair to Containments. Limited
weld repairs to containments of P-No. 1 and P-No. 3 mate-
rials and A-No. 1, A-No. 2, A-No. 10, or A-No. 11 weld filler
metal (Section IX, Table QW-442) may be made without
PWHT or after the final PWHT, provided the requirements
of the following subparagraphs are met:

(a) Examination of Area to Be Repaired. Before a repair
ismade, the area shall be examined by magnetic particle or
liquid penetrant method in accordance with WC-5100 and
shall meet the acceptance standards of WC-5340 or
WC-5350, as appropriate.

(b) Maximum Extent of Repairs. A repair shall not
exceed 10 in.? (6500 mm?) in surface area and shall
not be greater in depth than 50% of the base metal or
weld thickness or % in. (13 mm), whichever is less.

(c) Repair Welding Procedure

(1) The repairs shall be made using one or more
procedures and welders qualified in accordance with
Section IX and the requirements of this Article using
the shielded metal-arc process and low hydrogen
covered electrodes.

(2) The largest electrode diameter shall be %, in. (4
mm), and the bead width shall not exceed four times the
electrode diameter.

(3) Therepair weld shall be made with a minimum of
two layers of weld metal. The last layer shall be limited or
ground off so that the weld surface does not extend above
the base metal a greater distance than that allowed/for
reinforcement of butt welds.

(4) A preheat and interpass temperature of 300°F
(150°C) minimum shall be used.

(d) Examination of Repair Welds. Following the repair
and when the area has reached ambient temperature, the
area shall again be examined by\magnetic particle
methods and accepted in accordance with (a) above.

WC-4622.10 Temper Bead,Technique. Limited weld
repairs to P-No. 1 and P-No. 3 material, and A-Nos. 1,
2, 10, or 11 weld filler metal (Section IX, Table
QW-442), may be(made without PWHT or after the
final PWHT, provided it is impossible or impractical to
postweld heatitreat the area after repair, and provided
the requirements of the following subparagraphs are met:

(a) Examination of Area to Be Repaired. Before repair,
the area-shall be examined by either the magnetic particle
or'Nquid penetrant method in accordance with
Article WC-5000.

(b) Maximum Extent of Repair. The maximum area of an
individual repair based on the finished surface shall be
100 in.? (65000 mm?) and the depth of repair shall
not be greater than one-third of the base material thick-
ness.

(c) Repair Welding Procedure. The welding procedure
shall be in accordance with Section IX and this Subsection
and shall include the requirements of (1) through (8)
below.

(1) Theareatoberepaired shall be suitably prepared
for welding in accordance with a written procedure.

(2) The weld metal shall be deposited by the manual
shielded metal arc process using low hydrogen type elee=
trode. The maximum bead width shall be four times-the
electrode core diameter.

(3) Welding electrodes shall meet the requifements
for supplemental designators “R” indicating a moisture-
resistant coating and “H4” indicating thatthey are low in
diffusible hydrogen as defined in the applicable specifica-
tions in Section I, Part C. Welding electrodes shall also be
supplied in unopened hermeticallysealed containers.

(4) After a hermetically sealed container is opened,
the electrodes shall be storediifholding ovens at 225°F to
350°F (105°C to 175°C)¢When electrodes are removed
from elevated storage, they may be exposed to the atmo-
sphere for a maximum-of 8 hr.

(5) Electrodes, which are exposed to the atmosphere
for more than-8 hr, shall be discarded or baked to remove
any absorbédumoisture for the time and temperature rec-
ommended by the electrode manufacturer. After baking
and béfore the electrodes are allowed to cool below 225°F
(105°€), they shall be transferred immediately into
holding ovens at 225°F to 350°F (105°C to 175°C).
When the once-baked electrodes are removed from
elevated storage, they may be exposed to the atmosphere
for an additional 8 hr after which they shall be discarded.

(6) The weld area plus a band around the repair area
of at least 1% times the containment thickness or 5 in.
(125 mm), whichever is less, shall be preheated and main-
tained ata minimum temperature of 350°F (175°C) during
welding. The maximum interpass temperature shall be
450°F (230°C). Thermocouples and recording instru-
ments shall be used to monitor the process temperatures.
Their removal shall be in accordance with WC-4435(b).

(7) The cavity shall be buttered, using a %, in. (2.5
mm) diameter electrode as shown in Figure
WC-4622.10(c)(7)-1. The weld bead crown surface
shall be removed by grinding or machining before depos-
iting the second layer [see Figure WC-4622.10(c)(7)-1,
Step 2]. The second layer shall be deposited with a %
in. (3 mm) diameter electrode. Subsequent layers shall
be deposited with a welding electrode no larger than
*/s2 in. (4 mm) diameter. Bead deposition shall be
performed in a manner shown in Figure
WC-4622.10(c)(7)-1, Step 3. The completed weld shall
have at least one layer of weld reinforcement deposited
and then this reinforcement shall be removed by mechan-
cial means, making the finished surface of the repair
substantially flush with the surface of the vessel
surrounding the repair [Figure WC-4622.10(c)(7)-2].
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The technique described in this paragraph shall be
performed in the procedure qualification test.

(8) The weld area shall be maintained at a tempera-
ture of 450°F to 550°F (230°C to 290°C) for a minimum
period of 2 hr after completion of the weld repair in P-No. 1
materials. For P-No. 3 materials, the holding time shall be a
minimum of 4 hr.

(d) Examination of Repair Welds. The second (temper
bead) layer shall be examined by the magnetic particle or
liquid penetrant method. The completed weld shall have
the weld reinforcement, including the final layer, removed
substantially flush with the surface prior to performing
the required nondestructive examination. The nonde-
structive examination shall be performed after the
completed weld has been at ambient temperature for a
minimum period of 48 hrto detect the presence of possible
delayed cracking of the weldment. The nondestructive ex-
amination of the repair welded and preheated region shall
be in accordance with WC-4453.4. In addition, all repairs
shall be ultrasonically examined. All nondestructive exam-
ination shall be in accordance with Article WC-5000.

(e) Documentation of Weld Repairs. Documentation of
weld repairs shall be in accordance with WC-4130, exclu-
sive of the size requirements.

(f) Welding Procedure Qualification Test Plate. The test
assembly materials for the welding procedure qualifica-
tion shall be of the same P-Number and Group Number,
including a postweld heat treatment that is atleast equiva-
lent to the time and temperature applied to the materials
being repaired. The depth of cavity in the test assembly
shall be a minimum of one-half the depth of actual repair,
but not less than 1 in. (25 mm). The test assembly thick-
ness shall be a minimum of twice the depth éf’cavity in the
test assembly. The test assembly shall belarge enough to
permit removal of the required test spe¢imens. In order to
simulate the restraint that the weld-nietal will experience
in the repair section of the component, the test assembly
dimensions surrounding the cavity shall be equal to the
test assembly thickness, but'not less than 6 in. (150 mm).
The qualification test plate shall be prepared in accor-
dance with Figure WC-4622.10(f)-1.

(g) This test assembly may be used to qualify proce-
dures for weld buildup repairs of containment materials.
In this case, the depth of the cavity shall not be less than the
thicknessofthe weld buildup or 1 in. (25 mm), whichever
is greater,and the area of the weld buildup to be applied or
54,in.>4(35000 mm?), whichever is less.

(k) In all cases, the test assembly and cavity shall be of
sufficient size to permit removal of the required test speci-
mens.

(i) Performance Qualifications. If the repair weld is to be
performed where physical obstructions impair the
welder’s ability to perform, the welder shall also demon-
strate the ability to deposit sound weld metal in the posi-
tions required, using the same parameters and simulated
physical obstructions as are involved in the repair.

WC-4622.11 Repair Welds to Cladding After Final
Postweld Heat Treatment. Nonpostweld heat-treated
weld repairs may be made to P-No. 8 or P-No. 43 cladding
of P-No. 1 and P-No. 3 material after final PWHT, provided
it is impossible or impractical to postweld heat treat the
area after repair, and provided the requirements of the
following subparagraphs are met:

(a) Maximum Extent of Repair. This procedure may be
used with the base material exposed to a depth notgreater
than %, in. (6 mm) or 10% of the base material thickness,
whichever is less, nor to an individual area greater than
100 in.? (65000 mm?). Areas with greater base material
exposure depth shall be repaired in.accordance with
WC-4622.10 to within this limit/before implementing
the cladding repair.

(b) Repair Welding Procedure. The welding procedure
shall be in accordance with Séction IX and this Article, and
shall include the requirements of (1) through (7) below.

(1) The repairs shall be made using A-No. 8 weld
metal (Section IX,\Fable QW-442) for P-No. 8 cladding
or F-No. 43 weld metal (Section IX, Table QW-432) for
either P-No.8 or P-No. 43 cladding.

(2) Thésmanual shielded metal arc process shall be
used for'welding with a bead width not to exceed four
timeS)the electrode core diameter.

(3) All covered electrodes used for qualification test
dnd repair welding shall be from unopened, hermetically
sealed packages or heated ovens maintained between
225°F (105°C) and 350°F (175°C). Electrodes withdrawn
from hermetically sealed containers or ovens for longer
than 8 hr shall be discarded, or baked once at the time and
temperature recommended by the electrode manufac-
turer and placed immediately back into the holding
ovens. Electrodes exposed to the atmosphere for more
than 8 hr after once being baked shall be discarded.

(4) During the repair, the electrodes may be main-
tained in heated ovens in the repair area. The oven
temperature shall be maintained between 225°F
(105°C) and 350°F (175°C). Electrodes exposed to the
atmosphere for more than 8 hr shall be discarded, or
baked once at the time and temperature recommended
by the electrode manufacturer and placed immediately
back into the holding ovens. Electrodes exposed to the
atmosphere for more than 8 hr after once being baked
shall be discarded.

(5) The weld area plus a band around the clad repair
of 1%, times the component thickness or 5 in. (125 mm),
whichever is less, shall be preheated and maintained at a
minimum temperature of 350°F (175°C) during welding.
The maximum interpass temperature shall be 450°F
(230°C). Thermocouples and recording instruments
shall be used to monitor the process temperatures.
Their removal shall be in accordance with WC-4435.

(6) All areas of the base material on which weld
metal is to be deposited shall be covered with a single
layer of weld deposit using % in. (2.5 mm) diameter
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Figure WC-4622.10(c)(7)-1
Temper Bead Weld Repair and Weld Temper Bead Reinforcement

Step 1: Butter cavity with one layer of weld metal using
3/35 in. (2.6 mm) diameter coated electrode.

Step 2: Remove the wéld bead crown of the first layer of
grindings:

Reinforcement weld

Temper bead layer

Step 3: The second layer shall be deposited with a 1/8 in. (3 mm)
diameter electrode. Subsequent layers shall be
deposited with welding electrodes no larger than 5/32 in.
(4 mm) maximum diameter. Bead deposition shall be
performed in the manner as shown. Particular care shall
be taken in the application of the temper bead
reinforcement weld at the tie-in points as well as its
removal to ensure that the heat-affected zone of the
base metal and the deposited weld metal is tempered
and the resulting surface is substantially flush.
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Figure WC-4622.10(c)(7)-2
Temper Bead Reinforcement

Note (1)

7,

NOTE: (1) Apply temper bead reinforcement weld metal to a level
above the surface and then remove it substantially flush to the surface
as required by WC-4622.10(c)(7).

electrode, followed by a minimum of one layer of weld
deposit using ' in. (3 mm) diameter electrode. Subse-
quent layers may be deposited with electrode no
larger than %4; in. (4 mm). The weld bead crown
surface of the first layer shall be removed by grinding.

(7) After completion of welding, the weld area shall
be maintained at a temperature of 450°F to 550°F (230°C
to 290°C) for a period of 2 hr for P-No. 1 material and 4 hr
for P-No. 3 material.

(c) Examination of Repair Welds. The weld repair as
well as the preheated band shall be examined by the
liquid penetrant method. All nondestructive examination
shall be in accordance with Article WC-5000.

(d) Documentation of Weld Repairs. Documentation of
weld repairs shall be in accordance with WC-4130, exclu-
sive of the size requirements.

(e) Welding Procedure Qualification Test Plate

(1) Thetestassembly material for the welding proce-
dure qualification test shall be of the same P:Number and
Group Number, including a postweld heattreatment that
is at least equivalent to the time and témperature of that
applied to the material being repaired. If the repair
involves two different P-Number, or Group Number mate-
rials, the test assembly shall duplicate the combination.

(2) The test assembly base material shall be at least
12 in. (300 mm) by 12 ify (300 mm), 2 in. (50 mm) min.
thickness, with a clad_stirface area of at least 8 in. (200
mm) by 8 in. (200-mm), in the area from which the bend
test specimens'will be removed.

(3) The qualification test plate assembly shall be
prepared.and tested in accordance with the requirements
of Section/IX. The guided bend test acceptance standards
deseribéd in Section IX for cladding shall also be applicable
tovthe HAZ of the base material.

(f) Performance Qualifications.Ifthe repair weld is to be
performed where physical obstructions impair the
welder’s ability to perform, the welder shall also demon-
strate the ability to deposit sound weld metal in the posi-
tions required, using the same parameters and simulated
physical obstructions as are involved in the repair.

WC-4622.12 Temper Bead Weld Repair to Dissimilar
Metal Welds or Buttering. Whenever PWHT is impractical
or impossible, limited weld repairs to dissimilar metal
welds of P-No. 1 and P-No. 3 material or weld filler
metal A-No. 8 (Section IX, Table QW-442) or F-No. 43
(Section IX, Table QW-432) may be made without
PWHT or after the final PWHT provided the requirements
of the following subparagraphs are met:

(a) Examination of Area to Be Repaired. Beforg repair,
the area shall be examined by either the magnetic particle
or liquid penetrant method in accordance with
Article WC-5000.

(b) Maximum Extent of Repair. Repairs made to this
paragraph are limited to those along“the fusion line of
a nonferritic weld to ferritic base, material where Y% in.
(3 mm) or less of nonferritic'weld deposit exists above
the original fusion line,after defect removal. If the
defect penetrates into théAferritic base material, repair
of the base materialmay be performed in accordance
with WC-4622.12 provided the depth of repair in the
base material-does not exceed % in. (10 mm). The
repairs to a‘completed joint shall not exceed one-half
the jointthiekness. The surface of the completed repair
shall not-ekceed 100 in.? (65000 mm?).

(e))Repair Welding Procedure. The welding procedure
and welder qualification shall meet all of the requirements
of Section IX and the additional requirements of this
Article. In addition, the Welding Procedure Specification
shall include the following requirements:

(1) Theareatoberepaired shall be suitably prepared
for welding in accordance with the written procedure to
be used for the repair.

(2) Theweld metal shall be deposited by the shielded
metal arc welding process (SMAW) using A-No. 8 weld
metal (Section IX, Table QW-442) for P-No. 8 to P-No.
1 or P-No. 3 weld joints or F-No. 43 weld metal
(Section IX, Table QW-432) for either P-No. 8 or P-No.
43 to P-No. 1 or P-No. 3 weld joints. The maximum
bead width shall be four times the electrode core diameter.

(3) All covered electrodes used for qualification test
and repair welding shall be from unopened, hermetically
sealed packages or heated ovens maintained between
225°F (105°C) and 350°F (175°C). Electrodes withdrawn
from hermetically sealed containers or ovens for longer
than 8 hr shall be discarded, or baked once at the time and
temperature recommended by the electrode manufac-
turer and placed immediately back into the holding
ovens. Electrodes exposed to the atmosphere for more
than 8 hr after once being baked shall be discarded.

(4) During the repair, the electrode may be main-
tained in heated ovens in the repair area. The oven
temperature shall be maintained between 225°F
(105°C) and 350°F (175°C). Electrodes exposed to the
atmosphere for more than 8 hr shall be discarded, or
baked once at the time and temperature recommended
by the electrode manufacturer and placed immediately
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Figure WC-4622.10(f)-1
Qualification Test Plate
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back into the holding ovens. Electrodes exposed to the
atmosphere for more than 8 hr after once being baked
shall be discarded.

(5) Theweld area plus aband around the weld repair
of 1Y, times the component thickness or 5 in. (125 mm),
whichever is less, shall be preheated and maintained at a
minimum temperature of 350°F (175°C) during welding.
The maximum interpass temperature shall be 450°F
(230°C). Thermocouples and recording instruments
shall be used to monitor the metal temperature during
welding. Their removal shall be in accordance with
WC-4435.

(6) All areas of the ferritic base material, exposed or
not, on which weld metal is to be deposited, shall be
covered with a single layer of weld deposit using %4,
in. (2.5 mm) diameter electrode. The weld bead crown
surface shall be removed by grinding before depositing
the second layer. The second layer shall be deposited
with % in. (3 mm) diameter electrode. Subsequent
layers may be deposited with % in. (4 mm) maximum
diameter electrode. The techniques described in this para-
graph shall be duplicated in the procedure qualification.
[see Figure WC-4622.12(c)(6)-1].

(7) After at least % in. (5 mm) of weld metal has
been deposited, the preheated area as defined in (5)
above shall be maintained in the range of 450°F to
550°F (230°C to 290°C) for 4 hr as a minimum.

(8) Subsequent to the above heat treatment, the
balance of the welding may be performed at.a
minimum preheat temperature of 100°F (38°C) and at
a maximum interpass temperature of 350°F (175°€).

(d) Examination of Repair Areas

(1) After the heattreatment specified ifi(c)(7) above
has been completed, the repaired area shall be examined
by the liquid penetrant method.

(2) The repaired area and the{preheated band as
defined in (c)(5) above shall be examined by the liquid
penetrant method after the.completed weld has been
at ambient temperature fora minimum of 48 hr. The
repaired region shall be~examined by the radiographic
method and, if practical; by the ultrasonic method.

(3) For repaifsto partial penetration welds, the
radiographic and ultrasonic examinations specified in
(2) above neéd not be performed, if meaningful results
cannot be‘obtained. For these cases, liquid penetrant ex-
aminatien‘only shall be performed. For weld repair depths
approximately % in. (5 mm), liquid penetrant examina-
tien-shall be performed at the time specified in (2) above.
For weld repair depths greater than % in. (5 mm), liquid
penetrant examination shall be performed after approxi-
mately % in. (5 mm) thickness has been deposited and
the post heat specified in (c)(7) above has been completed.
Additional incremental deposit thicknesses shall be liquid
penetrant examined in accordance with WC-5245. The
final weld surface shall be liquid penetrant examined
at the time specified in (2) above.

(4) All nondestructive examination shall be in accor-
dance with Article WC-5000.

(e) Documentation of Weld Repairs. Documentation of
weld repairs shall be in accordance with WC-4130, exclu-
sive of the size requirements.

(f) Welding Procedure Qualification Test Plate. The test
assembly materials for the welding procedure qualificas
tion shall be of the same P-Number and Group Number,
including a postweld heat treatment that is at leasteqtriva-
lent to the time and temperature applied to the-materials
being repaired. The depth of cavity in the test assembly
shall be a minimum of one-half the depth 6f'actual repair
but not less than 1 in. (25 mm). The test‘dssembly thick-
ness shall be a minimum of twice the depth of cavity in the
test assembly. The test assembly.shall be large enough to
permit removal of the requireditest specimens. In order to
simulate the restraint that the.weld metal will experience
in the repaired section‘of the containment, the test
assembly dimensions surrounding the cavity shall be
equal to the test,assémbly thickness, but not less than
6 in. (150 mm), The qualification test plate shall be
prepared in.accordance with Figure WC-4622.10(f)-1.

(g) Performance Qualifications. If the repair weld is to
be performed where physical constructions impair the
welder’s ability to perform, the welder shall also demon-
strate the ability to deposit sound weld metal in the posi-
tions required, using the same parameters and simulated
physical obstructions as are involved in the repair.

WC-4623 PWHT Heating and Cooling Rate
Requirements

Above 800°F (425°C), the rate of heating and cooling in
any hourly interval shall not exceed 400°F (220°C) divided
by the maximum thickness in inches (millimeters) of the
material being heat treated, but shall not exceed 400°F
(220°C) and need not be less than 100°F (56°C) in any
hourly interval. During the heating and cooling period
there shall not be a greater variation in temperature
than 250°F (140°C) within any 15 ft (4.5 m) interval of
weld length.

WC-4624 Methods of Postweld Heat Treatment

The postweld heat treatment shall be performed in
accordance with the requirements of one of the following
subparagraphs.

WC-4624.1 Furnace Heating — One Heat. Heating the
component or item in a closed fur