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SPECIFICATION FOR
MILD STEEL TUBES, TUBULARS AND OTHER
WROUGHT STEEL FITTINGS

PART ! MILD STEEL TUBES

( Fourth Revision )

0. FOREWORD

Fourth Revision ) was adopted by the Indian
Standards Institution on 1 May 1979, after the draft finalized by the Steel
Tubes, Pipes and Fittings Sectional Committee had been approved by the

Structural and Metals Division Council.

0.2 This standard was first published in 19
1964, 1968 and 1973 respectively.

Based on the experience ga
been decided to further revise th
No. 1 to 5. Taking note of the possi
fin in the case of certain applica

0.1 This Indian Standard (

ined in the use of this standard, it has
is standard incorporating Amendments
ble adverse effect of the internal weld-
tions, a provision has been made for
limiting the fin height for such applications, as an optional requirement,
when required by the purchaser. Investigations, however, are afoot to
determine the various aspects of the deleterious effects of the fin and the
notch and it is hoped that in due course it will be possible to specify the
maximum permissible fin height and notch dimensions for general purpose

tubes also.

0.2.1 Where the use of tu
a reference should be ma
particular application.

0.2.2 In this country, the regulations governing the use of tubes for
conveying steam are laid down in the Indian Boiler Regulations published
by the Central Boilers Board.

a uniform value of 20 peicent minimu
r tubes irrespective of their services.

bes is not controlled by byelaws or regulations,
de to the code of practice relating to the

0.2.3 Originally, m for elongation
While reviewing

had been specified fo
3

58 and subsequently revised in '
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:];_lli ;t;mi’(;ric:.lcxc tCon:xn:xittee felt it expedient to temporarily revise the
ent mimmuem mainly for services oth
: 12 : er than ste:
gas atpp:i;:auons for nominal bores upto and including 25 mm St%‘if?;s ?VI::
ue to the greater extent of cold workin i .
lue A g Operations adopted for t
;:Izcs under the present manufacturing practices followed ig the coux?tcsc
owever, there shall be further investigation to review the value ryi.
12 percent minimum at an early date. : °

0.3 While formulating this standard, due consideration has been iveﬁ t

the trade practices followed in the country in this field. Due consic%erétioo
has also been given to international co-ordination among the standa drl
prevailing in different countries. Assistance has been derived f om
the following publications: Frved from

" 180 635-1973 Steel tubes suitable for screwing | i
o s S 1bes ; ing in accor_dan.ce with
Standardizl:::?o? ation R 7. International Organization for

BS 1387: 1967 Steel tubes and tubulars suitab ;
; je Ik
BS 21 pipe threads. British Standards Insltitut;::on?r erewing fo

0.4 This standard contains clauses 5.2.1 .
ment of the purchaser. 2.1 and 5.3 which call for an agree-

0.5 Tor the purpose of deciding whether a particular requi i
standar.d is complied with, the final valﬂe, obse:rvecil ;: m(f::anl::u?ittg;s
expressing the result of a test or analysis, shall be rounded off in accor.
dance with IS : 2-1960*. The number of significant places retained in the
:;):;15{:::1 off value should be the same as that of the specified value in this

1. SCOPE

1.1 This standard covers the requirements for butt welded and seamless
screwed and socketed and plain end mild steel tubes intended for ordinar

uses in steam, water, gas and air lines. Only *medium® and * heay X
tubes are recommended for carrying steam. The maximum pcrmissib)ie
pressures and temperatures for different sizes of tubes for conveying steam
are given in Appendix A. yivg

2. TERMINOLOGY
2.0 For the purpose of this standard, the following definitions shall apply.

2.1 Black Tube — Tube as manufactured, b i
21 Black Tube - » but without any subsequent

*Rules for rounding off numerical values ( repised ).
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2.2 Exact Length of Screwed and Socketed Tube — The length of the
tube exclusive of the socket.

2.3 Length of Screwed and Socketed Tube — Tle length of the tube

inclusive of the socket.
Nore 1 — While 2.2 applies to exact lengths, 2.3 applies to random lengths
only, .
Note 2 — The length of the tube inclusive of the socket means the tube length
measured with socket fitted at one end to handling-tight.
Nore 3 — Handling-tight means that the socket is so tight fitted that it should
not fall down during handling er transit,

2.4 Nominal Bore — A size reference denoting the approximate bore of
the tube. For each size of tube, the outside diameter is fixed by the -
corresponding screw thread dimensions of IS : 554-1975%, and therefore,
the actual bore of each size of tube will vary according to the thickness.

2.5 Random Length — Normal manufacturing lengths which may vary
over a range of several metres, Alternatively, a length range agreed to

between the purchaser and the manufacturer.
2.6 Socket — The screwed coupling utilized in jointing the tubes together.
NoTE — The term © socket ' is synonymous with the term * coupler”.

2.7 Tube (Pipe) - A long, hollow, open-ended object of circular or
other cross-section. The term ¢ tube * is synonymous with the term  pipe .

3. DESIGNATION

3.1 Mild stee] tubes covered by this standard shall be designated by their
nominal bore, 2nd shall be further classified as *light *, ¢ medium’ and
‘ heavy’ depending on the wall thickness. :

3.2 Mild steel socket shall be designated by the respective nominal bore
of the tube for which it is intended.

4. SUPPLY OF MATERIAL

4,1 General requirements relating to_the supply of mild steel tubes and
sockets shall conform to IS : 1387-19671.

5. MANUFACTURE
5.1 Tubcs shall be made from tested quality steel manutactured by ahy
approved process ( see also 5.2).

« Dimensions for pipe threads where pressure-tight joints are required on the threads

second revision ). . . ..
¢ tGeneral re)qui.remems for the supply of metallurgical materials (first revision ).,

5
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5.2 *Medium’ and ‘heavy’ tubes for use in steam services shall be
manufactured from mild steel made by the open-hearth, electric, or any
of the oxygen process,

5.2.1 If any other process is employed in the manufacture, prior
approval of the purchaser shall be obtained,

5.2.2 Steel tubes and sockets shall be manufactured by one of the
following processes:
~a) Hot-finished seamless ( HFS ),
b) Electric resistance welded ( ERW),
c) High frequency induction welded ({ HFIW )}, and
d) Hot-finished welded ( HFW ),
Nore 1 — Tubes made by manual welding are not covered by this specification,

Nota 2 — Hand welding of sockets may be permitted provided the test require-
ments for the sockets covered by this standard are complied with.

5.2.3 *Light’, ‘medium’ and ‘heavy * tubes and all sockets shajl be
either welded or seamless as agreed to betwéen the purchaser and
the manufacturer.

5.2:4 All electric welded tubes and sockets ( medium and heavy class)
used for steam services shall be normalized.

5.3 If so specified by the purchaser, the height of the internal weld
fin shall not be greater than 60 percent of the specified thickness,

6. CHEMICAL COMPOSITION

6.1 The ladle analysis of the steel for tubes and sockets used for water and
gas'purposes, when made in accordance with IS : 228 ( Part II1)-1972%
and IS : 228 ( Part IX )-1975%, shall not show sulphur and phosphorus

in amounts excceding 0'060 percent each.

6.1.1 The ladle analysis of the steel for tubes and sockets used for
steam services, when carried out in accordance with the methods specified
in 1S 228 ( Part III )-1972% and IS: 228 { Part IX }-1975%, shall not
show_s_%ia_ndMn amounts exceeding 0-050 percent each

6.2 Product Analysis — The maximum permissible variation of sulphur
and phosphorus in the case of product analysis from the limits stated
in 6.1 and 6.1.1 shall be 0-005 percent each.

Nore — The product analysis is not applicable to rimming quality steel.

*Methods for chemical analysis of steels : Part III Determination of phosphorus by
alkalimetric method ( seiond revision ). . .

$Methods for chemnical analysis of steels: Part IX Determination of sulpbur in plain
carbon steels by evolution method { second revision ).

6
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7. DIMENSIONS

im i i i Tables 1, 2 and

7.1 The dimensions of tubes shall be in accorc!ancc l“’.lth y

3 Sllbj&CT. :O the tolerances permitted in 9, Dimensions of sockets shall be
)

in accordance with Table 4,
8. WEIGHT

8.1 Nominal weights of ¢ light’, ¢ medium’ and * heavy ! black tubes shall
be as specified in Tables 1, 2 and 3 respectively.

..

F BLACK
DIMENSIONS AND NOMINAL WEIGHTS O
TABLEL STEEL TUBES ( LIGHT )

- ( Clauses 7.1 and B.1}

NoMINAL OursipE DIAMETER THBICENESS \_szn-r orABLacx Tuse
—— -
(oY M 0 d
Boz r-_J_\Ia.xir.vlu::':m Minimum Plain End chz»:;ef:;d
(1) (2 3 %) (3 (6)
mm mm mm mm kg/m kgfm
6 101 9-7 1-8 0-361 ) 364
8 136 : 13-2 18 0-517 0-521
10 171 16-7 18 0674 0680
15 214 210 2:0 0852 0-961
20 26'9 26:4 2:35 1-41 1-42
25 338 332 265 2-01 2:03
32 425 41+9 2:65 238 2-61
40 48-4 478 29 3425 329
50 602 596 29 4-11 4-18
65 76-0 752 325 5-80 592
80 88-7 879 3-25 681 g'gB
100 113+ 113:0 365 989 1
Norz — Dimensions and weights are in accordance with ISO 65-1973 (light
series IT ).
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TABLE 2 DIMENSIONS AND NOMINAL WEIGHTS OF BLACK
STEEL TUBES ( MEDIUM )

{ Clauses 7,1 and 8.1)

NomMixar OvuTsipr DIAMETER TRICKENESS WeranT oF BLack TusE
Bore —~— A - P A -
Maximum Minimum Plain End  Screwed and
Socketed
{1 {2) (3) 6 () {6)
mm mm mm mm kgt kgim
6 10-6 98 2-0 0407 0410
8 140 132 235 0-650 0654
10 175 167 235 0-852 0853
15 21-8 210 265 1-22 1-23
20 273 265 265 1'58 152
25 342 333 3:25 244 2-:6
32 42-9 42'0 325 314 317
" 40 48-8 479 3-25 361 365
50 60'8 597 3-65 510 517
65 766 753 3-65 651 6'63
80 89'5 850 405 8-47 864
100 1150 1131 45 12:1 i12-4
125 1408 1385 485 16-2 18-7
150 1663 163-9 4-85 19-2 1%-¢

Note — Dimersions and weights are in accordance with ISO 65-1973,

TABLE3 DIMENSIONS AND NOMINAL WEIGHTS OF BLACK
STEEL TUBES (HEAVY )

( Clauses 7.1 and 8.1)

NoMiNAL OvuzsIDE DisMETER THICKNESS WEreRT oF Brack Tusg
Boze — A —_ — A -
Maximum Minimum Plain End.  Screwed anc
Socketed
() (2) 3) (%) (5) {6)
mm mm mm mm kg/m kg/m
6 106 98 265 0493 0-496
8 140 13-2 2-9 0'769 0773
10 17:5 167 29 102 1-03
15 218 210 . 3-25 145 1-46
20 273 265 325 1-90 191
25 342 33-3 405 2:97 2-99
32 42-9 420 4-05 3-84 387
.40 438 . 479 405 443 447
50 ' 608 59-7 45 617 624
65 766 753 45 7:90 8-02
80 B95 8830 4'85 10°1 10°3
100 1150 113-1 54 144 14'7
125 140-8 138-5 54 17-8 18-3
150 1665 163-9 54 21-2 218

Norg — Dimensions and weights are in accordance with I1SO 65-1973.

8
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TABLE 4 DIMENSIONS OF SOCKETS
( Clause 7°1)

(R

e e——

. A— -
o]
Nournar Borr Ovzerne DiaveTEr, 4 Lexgtn, B

Min in

¢H] (2) (3)

mm mm mm
6 15 19

a . 185 27
10 22 28
15 27 37
20 325 39
25 395 45
32 49 51
40 56 51
50 63 60
65 84 - 69
80 a8 75
100 124 B7
125 151 96
150 178 96

NoTe — The socket lengths shown in this table meet the requirements of
ISO 50-1977, but the minimum length has been increased to allow for the chamfer
at the ends of the sncket and is based on:

B=2L43} P
where
L = length of useful thread on pipe end {see IS : 554-1975* ), and
P = pitch of thread,

‘Dimepu.inns for pipe threads where pressure tight joints are required on the threads
{ secona repision ).
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9. TOLERANCES ON THICKNESS AND WEIGHT
9.1 The following manufacturing tolerances shall be permitted on the

tubes and sockets:
a) Thickness:
1) Butt welded

Light tubes:

Medium and keavy tubes:

2) Seamless tubes

b) Weight:
1) Single tube { irrespective
of the quantity )

2) For quantities of less than
150 m of one size

3) For quantities of 150 m

4+ Not limited
— 8 percent

+ Not limited

~ — 10 percent

-+ Not limited
— 12'5 percent

<4 10 percent
— 8 percent

-+ 10 percent
— 8 percent

4- 4 percent

and over of one size

10. JOINTS

10.1 All screwed tubes and sockets shall be supplied with pipe threads
conforming to IS: 554-1975%, :

10.1.1 Unless specified otherwise, tubes shall be supplied screwed with
taper threads and sockets with parallel threads.

10.1.1.1 However, in the case of ‘light’ tubes, the application of
taper pipe threads may be modified by permitting the outside diameter of
the tubes to be within the limits shown in column 2 and 3 of Table 1.
Where the tube approaches the lower-limit of outside diameter,
some incomplete threads ( perfect at root and imperfect at the crest ) may
be expected from and beyond the gauge plane. Such incomplete threads
shall not be regarded as justification for rejection of the tubes. Also the
minimum length of threads in ‘light’ tubes shall be 80 percent of

that specified in IS : 554-1975%.

10.2 Each tube shall be supplied with one socket. The ends of ‘sockcté shall
be chamfered internally to prevent damage to the leading thread.
Tapping of sockets shall be done from one end only.

*Dimensions for pipe threads where pressure tight joints are required on ihe threads
_second revision ).
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AMENDMENT NO. 1  JANUARY 1981

T0

I1S5:1239(Part 1)-1979 SPECIFICATION FOR MILD STEEL
TUBES, TUBULARS AND OTHER WROUGHT STEEL FITTINGS

PART I MILD STEEL TUBES
thurth Revision)

[The requirements for tolerance and weight have
been modified to bring them in line with ISO/R 65 in

principle.]

(Page 10, clause §.1) - Substitute the following
for the existing clsuse: )

'9.1 The following manufacturing tolerances =hall be
permitted on the tubes and sockets:

a)} Thickness:

1) Butt welded

Light tubes + Not limited
- 8 percent
Medium and heevy tubes + Rot limited
' - 10 percent
2} Seamless tubes + Not limited
) ‘- 12.5 percent

b) HWeight:

+.

10 percent

1) Single tube (light series)
- 8 percent

i+ .

2) single tube (medium and 10 percent

heavy sgries)



Mmoo

3) For quantities per load , + 5 percent
of 10 tonnes, Min
(1ight series

k) For quantities per load + 7.5 percent
of 10 tonnes, Min
(medium snd heavy series)

ROTE - For the purpose of & minimum weighment

of 10 tonnes lot, the welighment may be dome in
convenient lots at the option nf the manufacturer.'

(sMDC 22)

Printed at Seems Offset Press, Delhl, Indta



g AMENDMENT NO. 3 JULY 1983
T0

IS:1239(Part 1)-1979 SPECIFICATION FOR MILD STEEL
TUBES, TUBULARS AND OTHER WROUGHT STEEL FITTINGS

PART 1 MILD STEEL TUBES
(Fourth Revieion)

A1teration5'.

(Page 6, clauses 6.1 and 6.1.1) - Substitute
the following for the existing clauses:

'6.1 The ladle enalysis of the steel for tubes and
sockets used for water and gas purposes shall not
show sulphur and phosphorus in smounts exceeding
0.060 percent each. '

~6.1.1 The ladle analysis of the steel for tubes and
sockets used for steam services shall not show sulphur
and phosphorus in amounts exceeding 0.050 percent
each, )

6.1.2 The analysis of steel shall be carried out
either by the method specified in 1S:228% and its
relevant parts or any other esteblished instrumental/
chemical method. In case of dispute the procedure
given in IS:228% and its relevant parts shall be
referee method. However, where the method is not
given in IS5:228%* end its relevant parts, the referee
method shall be agreed to between the purchaser and

the manufacturer.’

. (Page 6, fbot-notes‘with "%' gnd 'i' marks) -
Substitute the following for the existing foot-notes:

"Methods for chemical analysis of steels.’

(sMDC 22)

Printed at Seema Ofiset Press, pefhi, India




@ AMENDMENT NO. 2  DECEMBER 1982
T0

[S:1239(Part 1)-1979 SPECIFICATION FOR MILD STEEL
TUBES, TUBULARS AND OTHER WROUGHT STEEL FITTINGS

PART 1 MILD STEEL TUBES
(Pourth Revieton)

(Page 11, clauge 13.1) - Substitute the following
for the existing clause:

13,1 Each tube shall be hydrsulically tested at the
manufacturer's works or as mutuslly agreed to between
the manufacturer and the purchaser either hefore or

after galvenizing."

(sMpc 22)

Prinled at Seema Olisgt Press. Delhi, india
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11. LENGTHS

11.1 Random. Length — Tubes shall be supplied in random lengths from
4 to 7 m.

11.1.1 For orders of over 150 mn of any one size of tube, it chall

be permissible to supply short random lengths from 2 to 4 m, provided that
the number of such lengths does not exceed 7-5 percent of the total number
of lengths for sizes 65 to and including 100 mm nominal bore, and
5 percent for all other sizes. In addition, it shall be permissible for two
lengths to be jointed together to make a random length, provided that the
number of such jointed lengths does not exceed 7-5 percent of the total
number of lengths for sizes 65 to and including 100 mm neminal bore,
and 5 percent for all other sizes. -
11.2 Exact Lengths — Unless otherwise agreed to between the manu-
facturer and purchaser, where exact lengths are specified, either for
screwed and socketed tubes or for plain end.tubes, each tube shall
be within +8 mm of the specified length.

12. GALVANIZING

12.1 Where tubes are required to be galvanizsd, the zinc coating on the

tubes shall be in accordance with IS : 4736-1968%, )

. 12.L.1 Tubes which are to be screwed shall be galvanized before
screwing, '

13. HYDRAULIC TEST .

13.1 Each tube snall be hydraulically tested at the manufacturer’s works

cither before or after galvanizing.

13.2 Tubes shall withstand a test pressure of 5 MPaf without showing
defects of any kind. The pressure shali be-applied by approved means and
maintained sufficiently long for proof and inspection. The testing
apparatus shall be fitted with an accurate pressure indicator, and provision
shall be made for its accuracy to be verified by the purchaser, if required.

14. TEST ON FINISHED TUBES AND SOCKETS
14.0 The following tests shall be conducted by the manufacturer on
finished tubes and sockets.

14.1 The tensile strength of length, or strip cut from selected tubes, when
tested in accordance with IS : 1894-19721 shall be at least 320 MPat

(320 N/mm?).

*Specification for hot-dip zinc coatings on steel tubes.
t! MPa = IN/mm?® = 0-102 0 kg/m 2,
}Method for tensile testing of steel Lube { first revision ).

1
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14.1.1 The clongation percentage on a gauge length of 5-654/8, ( where
?'0”15 the original cross-sectional area of the test specimen ) shall be as
ollows:

Nominal Bore Elorgation, Percent
‘ Min
a) For steam and gas services 20 percent .

for all sizes
b) Other services:

Up to and including 12 percent
25 mm
Over 25 mm up to and 20 percent

including 150 mm

14.2 Bend Teston Tubes Up to and Including 50 mm Nominal
Bore — When tested in accordance with IS : 2329-1963%, the finished
tubes shall be capable of withstanding the bend test without showing any
signs of fracture or failure, Welded tubes shall be bent with the weld at
90° to the plane of bending. The tubes shall not be filled for this test.

14._2.1 Ungalvanized tubes shall be capable of being bent cold, without
cracking, through 180° round a former having a radius at the bottom of
g!:'oowl:), in the plane of bending, equal to six times the outside diameter of
the tube,

14.2.2 Galvanized tubes shall be capable of being bent cold, without
cracking of the steel, through 90° round a former having a radius at
the bottom of the groove equal to eight times the outside diameter
of the tube,

14.3 Flattening Test on Tubes Above 50 mm Nominal Bore — Rings,
not less than 40 mm in length, cut from the ends of sclected tubes, shall
be flattened between parallel plates with the weld if any at 90° ( point of
maximum bending ) in accordance with IS :2328-1963t. No opening
shall occur by fracture in the weld until the distance between the plates is
less than 75 percent of the original outside diameter of the pipe and no
cracks or breaks in the metal elsewhere than in the weld shall occur until
the distance between the plates is less than 60 percent of the original out-
side diameter,

14.3.1 The test rings may have the inner and outer edges rounded,

14.4 Expansion Test on Sockets — At the option of the manufacturer
‘any one of the tests described in 14.4.1 and 14.4.2 shall be carried out.

*Method for bending test on stee] tubes.
tMethod for flattening test on steel tubes.

12

18 : 1239 ( Part 1 ) - 1979

14.4.1 Drift Expanding Test — It shall be carried out on sockets, blanks
or sockets in accordance with IS : 2335-1963* on a conical mandrel having
an included taper on diameter 1 in 16 and the minimum increase in out-
side diameter after expansion shall be as follows:

Nominal Bore Percentage of Expansion,
mm Min
Up to and including 25 2
- 32 to 40 1-5
S0 ,, 80 1
100 ,, 150 05

14.4.2 Taper Screw Plug Test — Sockets shall be capable of withstanding
the expansion test as described below without showing any sign of fracture
or failure,

14.4.2.1 The test shall consist of screwing the selected socket on a
taper screw plug.

14.4.2.2 The threads of the socket shall be thoroughly clean and free
from foreign matter. Should the threads show sign of burr, this shall be
removed by means of a pipe thread tap. The threads of the socket and
the end of the test plug shall be lubricated with oil, and the socket shall
then be screwed on to the test plug to the extent of extreme hand tightness
by holding the head of the plug between the jaws of a vice, or other
suitable fixtures, and by rotating the socket with both hands. The socket
shall then be further rotated five complete turns beyond hand tightness,
either by means of a pipe wrench of an adequate length to operate the
test with gradual turning or by a power machine giving an appropriate
leverage. The wrench shall not be hammered ( see Fig. 1).

Fic. ! MecuanicaL ExpaNsioN TEST ON SOCKETS

*Method for drift expanding test on steel tubes..

13



iS:1239 ( Part1).1979

14.4.2.3 The plugs shall be manufactured from steel and shall be
hardened to give a Vickers hardness between 700 and 800 HV when
dctermined by applying a load of 30 kgf in accordance with IS : 1501-

1968+,

14.4.2.4 The plugs shall be in accordance with the dimensions given
in Table 5. The thread shall be ground after the plugs are case hardened,
and the thread form and angle of taper shall be in accordance with the
appropriate dimensions and tolerances specified in IS : 554-1975¢.

14.4.2.5 For routine testing, use ‘may be made, if so desired, of
unhardened steel plugs in accordance with the dimensions given in
Table 5 and having machined threads, the thread form and angle of taper
being in accordance with the appropriatz dimensions and tolerances
specified in IS : 554-1975%.

14.4.2.6 In cases of dispute, however, the test shall be carried out
with the hardened plugs specified in 14.4.2.3 and 14.4.2.4,

14.5 Retest — Should any one of the test pieces first selected fail to pass
any of the tests specified, two further samples shall be selected for testing
in respect of each failure. Should the test pieces from both these additional
samples pass, the material shal]l be deemed to comply with the require-
ments of that particular test. Should the test pieces from either of these
additional samples fail, the material represented by the test samples shall
be deemed as not complying with the standard,

15. WORKMANSHIP

15.1 The tubes shall be cleanly finished and reasonably free from scale.
They shall be reasonably straight, free from cracks, surface flaws,
laminations and other defects. The screw threads of screwed tubes and
sockets shall be clean and well cut. The ends shall be cut cleanly and

square with the axis of the tube.

16. SAMPLING OF TUBES AND SOCKETS

16.1 Lot — For the purpose of drawing samples all mild steel tubes
bearing same designation and manufactured under a single process shalii
be grouped together to constitute a jot. FEach lot shall be sampled
separately and assessed for conformity to this specification.

*Mecthod for Vickers hardness test for steel { first revision ).
1Dimensions for pipe threads where pressure tight joints are required on the threads

{ second revision ).
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TABLE 5 DIMENSIONS OF TAPER SCREW PLUGS FOR EXPANSION TEST
( Clauses 14.4.2.4 and 14.4.2.5)

TAPER #(PE THREADS Z

GAUGE| DIA

A

NoMINAL GAvGE THREADS ToLERANCES | 4 B C D
BoeE Diaxerer Per254mm  ox ToTal
NOUMBER OF
THREADB

(1) 2) (3) %) {5) (6) N 8)
mm mm mm mm mm mm
6 9-728 28 2 1-8 13 11 7

8 13:157 19 2 -8 19 13 10
10 16-662 19 2 28 19 16 13
15 20-955 14 2 36 25 192 14
20 26:441 14 2 36 25 29 17
25 33-249 11 2 46 32 29 21
32 41-910 11 2 46 32 32 27
40 47-803 1! 2 46 32 38 32
50 59-614 11 2 46 32 28 37
65 75:184 11 2 46 32 51 18
20 87-084 11 2 46 32 57 54
100 113-030 11 2 46 32 64 70
125 138-430 1 2 46 32 67 76
150 163-830 11 2 46 32 70 89

16.2 Sampling and Criterion for Conformity — Unless otherwise
agreed to between the manufacturer and the purchaser the procedure for
sampling of tubes for various tests and criteria for conformity shail be as_

given in IS : 4711-1974%.

*Methods for sampling of steel pipes, tubes and fittings { firsi revision )
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17. MARKING

17.1 Each tube shall carry legibly the manufacturer’s name or trade-mark,

17.2 The different classes of tubes shall be distinguished by colour bands
which shall be applied as follows before the tubes leave the manufacturer’s

works:
¢ Light’ tubes Yellow®*
¢ Medium * tubes Blue
¢ Heavy ’ tubes Red.

17.2.1 Unless otherwise mutually agreed to between the manufacturer
and the purchaser, a white colour band shall be applied at each end of
the tubes for steam services.

17.3 All long random lengths shall each have two 75 mm bands, one near
each end; all other lengths shall each have one 75 mm band."

17.3.1 The tubes may also be marked with the ISI Certification Mark.

Nore— The uge of the ISI Gertification Mark is governed by the provisions of
the Indian Standards Institution ( Certification Marks) Act and the Rules and
Regulations made thereunder. The ISI Mark on products covered by an Indian

-Standard conveys the assurance that they have been produced to comply with the
requirements of that standard under 2 welY-cleﬁned system of inspection, testigg and
?ua]ity control which is devised and supervised by 1SI and operated by the producer.

SI marked products are also continuously checked by ISI for conformity to that
standard as a further safeguard. Details ory conditions under which a licence for the
use of the ISI Certification Mark may be granted to mapufacturers Or processors, may
be obtained from the Indian Standards Institution.

18. PROTECTION AND PACKING

18.1 Tubes not otherwise protected shall be varnished or suitably painted
externally throughout the length unless ordered unvarnished or unpainted.
Where tubes are bundled for transport, all qualities of tubes shall be
packed in accordance with IS : 4740-1968¢.

*For export purposes the tubes may be painted yellow or brown.
$Code of practice for packaging of steel tubes.

1S:1239 (Part1)-197Y
APPENDIX A
( Clause 1.1)

MAXIMUM PERMISSIBLE PRESSURE AND TEMPERATURE
FOR TUBES FOR CONVEYING STEAM

A-1. The maximum permissible pressure and temperature for tubes with
screwed and socketed joints shall be as given in Table 6.

TABLE§ MAXIMUM PERMISSIBLE PRESSURE AND TEMPERATURE
' FOR TUBES WITH STEEL COUPLINGS OR SCREWED AND

SOCKETED JOINTS
NomixaL Bore Maximos PErMissiBLE  Maxinmua PERMISSIBLE
PnrESSURE TEMPERATURE

(1 (2) (3)

mm MPa °C

Up to and including 23 mm [-20 260

Over 25 mm up to and 1-03 260
including 40 mm

Over 40 mm up to and 086 260
. including 80 mm

Over 80 mm up to and 0'69 260

_ including 100 mm 0-83 . 177

Over 100 mm up to and 0-69 171

including 123 mm

Over 125 mm up to and 050 160
including 150 mm .

I MPa = IN/mm? = 0102 0 kg/mm?®.

A-2. For tubes fitted with appropriate flanges or suitably butt welded
together, the maximum permissible pressure shall be 206 MPa and the
maximum permissible temperature 260°C.
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INDIAN STANDARDS
ON

STEEL TUBES, PIPES AND FITTINGS

18:

1161-1979  Steel tubes for structural purposes ( third reviston )

1239 (Part I )-1979 Miid steel tubes, tubulars and other wrought steel fittings: Part I
Mild steel tubes ! fourth revision)

1239 ( Part 11)-196%. Mild steel tubes, tubulars and other wrought steel fittings: Part I1
Mild steel tubuiars and other wrought steel pipe fittings { second remsion )

1894-1972 Method for tensile testing of steel tubes (first reoision ) :

1914 (Parts I to IV )-1977 Carbon steel boiler tubes and superheater tubes
{ first revision )

1978-1971 Line pipe (firs! revision)

1978-1971 High test line pipe (frst reoision )

2039-1964 Stecl tubes for bicycle and allied purposes

2328-1963 Method for flattening test on steei tubes

2328-1963 Method for bend test on steel tubes

2330-1963 Method for flanging test on steel tubes

2335-1963 Method for drift expanding test on steel tubes

2416-1963 Boiler and superheater tubes for marine and naval purposes

2484-1979 Dimensions for steel tubes for bicycle purposes { first revision )

3074-1965 Stecl tubes for automotive purposes

3589-1966 Elcctrically welded steel pipes fur water, gas and sewage { 200 to 2 000 mm
nominal diameter )

3601-1966 Stec! tubes for mechanical and general engineering purposes

3608-1966 Chrome molybdenum steel, seamless, boiler and superheater tubes

4270-1967 Steel tubes used for water wells

4310-1967° Weldable steel pipe firtings for marine purposes

4516-1968 Ellipitical mild steel tubes

4711-1974 Methods for sampling of steel pipes, tubes and fittings ( first revisior

4712-1968 Dimensions for forged steel socket-welding fittings

4922-1968 Scamless steel tubes ( suitable for welding ) for aircraft purposes

4923-1968 Hollow steel sections for structural use .

5428-1979 Dimensions for stce] tubes for automotive purposes {firsf revision )

5433-1969 Oil well steel casing pipes and couplings

5504-1969 Spiral welded pipes

3929-1970 Inspection and testing procedure for circular steel tubes for aircraft
purposce

6011-197¢ Carbon steel tubes for use on board ships for pressure service

6286-1971 Seamliess and welded steel pipe fur sub-zero temperature service

6392-1971 Stcel pipe for hydraulic purposes

6630-1972 Scamless ferritic alloy steel pipes for high temperature service

6631-1972 Steel pipes for hydraulic purposes

6647-1972 Drill pipes for use in oil or natural gas wells

6913-1973  Stainless steel tubes for the food and beverage industry

7138-1973 Steel tubes for furniture purposes -

7174-1974 Carbon2 stee] tubes for nse on board ships for working pressures 0-7 to 17
N/mm

8036-1976 Mild steel transformer cooling tubes

B119-1976 Copper brazed steel tubing
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