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1.0    SCOPE 
 
         Acceptance criteria and repair procedure for Foundry defects in castings observed 

after machining of PSL 1,2,3 & 3G OFE components manufactured to API Spec 6A 
 
2.0  DEFECT IDENTIFICATION 
 
2.1 No defects are allowed on critical and sealing surfaces as shown in the  enclosed 

sketches. If defects are noticed in the critical and sealing areas, such areas to be 
examined by Magnetic Particles Inspection(MPI) as per  ASTM E709  and/ or Liquid 
Penetrant Inspection(LPI) as per  ASTM E165 for Ferromagentic material as 
applicable. LPI shall be done on Non- Ferromagnetic materials. Repair on relevant 
indication shall be carried out as per Cl.4.0. 

 
2.2 If defects are noticed in other than critical and sealing areas, such areas to be 

examined by Visual Inspection as per MSS SP-55 and Liquid Penetrant Inspection as 
per ASTM E165. Repair on relevant indication shall be carried out as per Cl.4.0. 

 
2.3  If any indications are believed to be non-relevant on the basis that they are not         

associated with a surface rupture, they shall be examined by liquid penetrant surface         
NDE methods, or removed and re-inspected, to confirm their non-relevancy. 

 
2.4   Relevant Indication(as per ASME B16.34,2013 edition):                                           

Surface NDE indications with major dimension greater than 1.6mm                        
Linear Indication : Relevant indications where length >/= 3 x Width                           
Rounded Indication : A surface NDE indication circular or elliptical with its length < 3 x 
Width 

 
3.0  ACCEPTANCE CRITERIA  
 
3.1 Critical and pressure contact sealing surfaces: No relevant indications is permitted. 
 
3.2   Other than Critical and pressure contact sealing surfaces: As per Table-1 
 

TABLE-1 
 

Acceptance Norms Ferromagnetic 
material 

Non Ferromagnetic 
material 

Four or more relevant indications in a line 
separated by less than 1,6 mm (1/16 in) 
(edge to edge) are unacceptable 

√ √ 

No relevant linear indication -- √ 
No relevant rounded indication with a major 
dimension equal to or greater than 5 mm 
(3/16 in). 

√ √ 

No more than ten relevant indications in any 
continuous 40 cm2  (6 in2) area. 

√ -- 

 
 
4.0   REPAIR OF RELEVANT INDICATIONS: 
 

4.1   Indications to be removed by grinding and the defect removal confirmed by MPI / LPI 

         Prods are not permitted on well-Fluid surfaces or sealing surfaces while doing MPI. 
 
4.2   Repair welding by qualified procedures and qualified welders as per ASME Sec IX. All  
        repair welds shall be examined using the same methods and acceptance criteria as 

used for examining the base metal ie.,original casting. 
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4.3   Post Weld Heat Treatment (PWHT) shall be carried out as specified in the Welding  
        Procedure Specification(WPS). 
 
4.4   All surface NDE methods(LPI/MPI) shall be performed after final heat treatment and  
        final machining operations in case of all accessible wetted surfaces and sealing  
        surfaces of each finished part.  
 
4.5  The examination shall include 13mm of adjacent base metal on all sides of weld. 
 
4.6  The following NDE shall be done in general on  all repair welds as a minimum. 
         i) Visual Inspection 
         ii) LPI and or MPI. 
 
4.7  Wet MPI shall  be carried out for PSL 3 & 3G. 
 
4.8   All repair welds where the repair is greater than 25 % of the original wall thickness or 25  
        mm (1 in), whichever is less, shall be examined by  either Radiography or Ultrasonic 

methods after all welding and post-weld heat treatment. 
 
5.0. DOCUMENTATION 
 

The  Reports of minor repair on casting shall be documented and maintained. 
 

 














