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1 &N GENERAL

1. 13 SCOPE

RS RRT R R R A SR BAR TR

This specification is the basic technical requirement for high pressure valves

BREAT RSN, s W T3 NI A AR R AR R A HL A SR

Except

hereinafter required, high pressure valves should conform to other requirements in relative

standards.

1.2 #SeF0sr/E STANDARDS AND CODES
FEAL ARG BT, HNAFE N SIARHE BT RS KA E -

The latest edition of the following standards and codes shall form a part of this

specification.

1) ASME B16. 34

2) ASME B16.5

3) ASME B16. 10

4) ASME B16. 11

5) ASME B16. 20

6) ASME B16. 25

7) ASTM A105

8) ASTM A182

9) ASTM A216

GEZW . SREURANRAE )

Valves Flanged, threaded and welding ends
CEVE LRI 22T

Steel pipe flanges and flanged fittings

CCHR ] ) T 281 T 0 i 221 L)

Face to face and end to end dimensions of valves
CHBRI AR AR SUE 1)

Forged steel fittings,
(BB —E BT, EREMaER)

Metallic gaskets for pipe flanges-ring joint,
Gayeaiip)

Butt welding ends

CEETTIT BN B

Forgings, carbon steel, for piping components
(R R B B LA SN EERE, BRIE R RITTAEL)

Forged or rolled alloy—steel pipe flanges, forged fittings, and valves and

socket welding and threaded

spiral wound and jacketed

parts for high—temperature service
CRT8 =i BN B 1F)
Steel castings, carbon, suitable for fusion welding for high—temperature

service
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10) ASTM A217

11) ASTM A351

11) ASTM A494

11) ASTM A995

11) ASTM B564

12) API 600

13) API 602

14) API 605

15) API 607

16) API 608

17) API 609

18) API 598

19) API 594

20) BS 5351

21) BS 5352

(RRAEZEH 5 ARG SN

Steel casting, martensitic stainless and alloy, for pressure—containing

parts suitable for high temperature service
(RETTAFH R BRE-BRR i (UAR) % 1F)

Steel casting, austenitic for high—temperature service
(B S EIEIT)

Castings, Nickel and Nickel Alloy

(FREETTAE I B BB R Ak (OUAR) RN 1)
Castings, Austenitic-Ferritic (Duplex) Stainless Steel, for
Pressure—Containing Parts

(RE B

Nickel Alloy Forgings

(AR 2 R SRT ) 1 )

Steel gate valves, flanged and butt-welding ends
C/NTLER 1 1) 1)

Compact steel gate valves

(KEERMNEZ)

Large—diameter carbon steel flanged

(o st T BT SR )

Fire test for soft-seated quarter—turn valves

(R, RGO AR 8 BRI

Metal ball valves—flanged, threaded and butt-welding ends
(TR UANNS S 7Y M ] )

Lug and wafer type butterfly valves

(RS 5% )

Valve inspection and testing

(xS BRSNS — ST FE A 11 7] )

Wafer and wafer—lug check valves

A B F )

Steel ball valves

CHR IR ) 0] L 2B L RN L [ )

Steel wedge gate, globe and check valves 50mm and smaller
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22) MSS SP-25 (BRI B B2 RECSKHREIR S R R)
Standard marking system valves, fittings, flanges and unions
23) MSS SP-54 (BRI VR, BRI E BB A AR M BN e i 16 )
Quality standard for steel castings for valves, flanges and fittings and
other piping components—radiographic examination method
24) MSS SP-55 CBRIT k25 B R EE B RS DR 2% T SR e PP 52 )
Quality standard for steel castings for valves, flanges and fittings and
other piping components—Visual method for evaluation of surface
irregularities
1.3 1iBA EXPLAINING
ARG LA ST £, ORI S
The Chinese version of specification has precedence to their English translations which

is only for reference
2 & MANUFACTURE

2.1 MH¥  Material

2.1.1 [k, IREE VEZ A AFSERRE, NARYE Be vt & R AE BSRAE A, FFNRF & ASTMAL05. ASTM A182,
ASTM A216. ASTM A217 A1 ASTM A351 FIRLRE . SFHFLRLA IR )RS 55 3% ASME B16. 34 FIRLE .
The materials of valve body, bonnet, flange and trim shall be selected according to design
conditions and manufacturing requirements, and shall conform to ASTM A105, ASTM A182, ASTM
A216, ASTM A217, and ASTM A351. The pressure—temperature rating of various material shall
be in accordance with ASME B16. 34.

2.1.2 WA NTETREK.
Chemical composition of valve body’s material shall conform to the requirements

of the following table.

RESEIBHVFR, AFLUMEMTT AR HEM T EAE LRI TR,
DO NOT REPRODUCE OR EMPLOY FOR OTHER PURPOSES OTHER THAN THIS PROJECT WITHOUT WRITTEN CONSENT FROM SEI.



SE/

1o Es FR T D R I A 45

475 (NO.)

BB (REV.): 0

W TRERA ®E 6 W ¥* 21 ;W
SINOPEC ENGINEERING INCDRPONATI PAGE 6 OF 2 1
& Material N H e B4 Other
C S P
chemical
321s. s 0.0470.08% | <0.025% <0.03% N/A H AL A 241
304Ls. s <0.03% <0.025% | <0.03% |N/A IV, ASTM #R1ERN 2
C.S <0.25% <0.03% <0.03% N/A Bk,
1 1/4Cr-1/2Mo N N/A Other chemical
0.05 0.15% | <0.025% <0.02%
2 1/4 Cr—-1Mo .
requirements
2205 Dup S.S ~0 90
P <0.15% <0.02% <0.03% 0.145°0. 2% shall be in
0. 145™0. 2% accordance with
2205 Dup S.S <0.15% <0.02% <0.03% applicable ASTM
standards
2.1.3 MM EYMZ SET RHERIR . AR NS R ER TR AR, HA R0 2 R E

2.1.4

2.1.5

2.1.6

MEHESR, HNAE R E AR E ., . PUEERE, HAbHE. @RE. HiE
Tk WIHETESEAR.

Material substitution shall be approved by SEI, The alternate material shall be equal or

superior to specified material, and the properties shall meet all the requirements of

original material. Furthermore,

it shall be noted in the product specification for

alternate material, such as physical, chemical and mechanical properties, heat treatment,

grain size, manufacturing method, refining method and so on.

Bt
X &R I A

Trims contacting media are not allowed to use copper alloys,

ZIE AR EAR/NT Smm.

TR PRAE, AMRERAEERE €, BRAEMETE; Zn

FREI A R A AR, NS AR

including brass and bronze

Trims corrosion should be considered and the corrosion allowance is not less than 3mm.
ST FAFRESE DNK100 H& MR ERNEMR KT 2T S®EM R —3, T AFER DN=100 1
& IR 5 AN IR A SZ 2847 AT A WCB.

The yoke material for alloy steel valves and stainless steel valves smaller than DN100

should be same as valve bonnet, whereas for the alloy steel valves and stainless steel

valves DN100 and larger, the yoke material may be WCB.

MR RO, FEHERR R AR e N AME T 1 AR

If an overlay weld deposit is used for the seating surfaces of valves,

the corrosion

RESEIHHEIFR, AFLMEMTT NEHEM T 50 E LRI E .
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resistance of the overlay material shall be better than that of body material.

2. 1.7 BRERRESRAN, BB (BRE SEI #tMERIBEAEE AEHRERIEA Z BT
Forging can replace casting unless otherwise specified, but if forging is used as the
pressure—containing component, it’ s not permitted to substitute casting for forging before
approved by SEI.

2.1.8 WRWEEL AR R S H A S T RN OREFREBE 2 i /MBS 50HB, PR AR & &
RIER, WAERZFEEE.

The hardness difference between body seating surface and gate seating surface, stem and
matching parts shall maintain a minimum 50 HB. When two surfaces are all stellite hard
face, the hardness differential is not required.

2.1.9 2205 AH N4, H 5 bh 24 B PRENWN A K T34 (PREN= % Cr +3.3%Mo+16%N) .

For duplex stainless steel 2205, PREN should not less than 34 (PREN= % Cr
+3.3%Mo+16%N) .
2.1.10 %f 2205 SUHARGEHN, %M ASTM E562 HHATEARKIN . BREAE B NAE 40760%.

The content of ferritic of duplex 2205 pipe as per ASTM E562 shall be 40760%.
2. 111 ®ITRIRAE. AT A2k B #lE e .

Pressure containing parts, such as the valve body, stem, etc, shall be made in the valve
manufacturer’ s country.

2.2 Wit54M  Design and construction

2.2.1 VE2EAEEIR SRR M R T TR AR s 2 R 0 D P TSR XTI TR, R
VPR P AR, TR IR 1R R VR D) 200 22 IR VR 22 O D7 R bl
Flanged—-end casting valves must have the flanges integral with the body; For flanged—end
forged valves, flange may be welded to the body with butt-welding, but socket welding of
flanges to the body is not permitted; It’s not permitted to make a butt-welding valve by
cutting the flanges from the flanged valve.

2.2.2 [WEAMEIERIERE 2R, R ETEAS R)1E S AR B
Gate valve and globe valve shall have backseat, the material of backseat should be same
as that of valve seat.

2.2.3  BREFERULBASL, 0 IR RRIRRO R SR FH 8 AR T B8 AR
One piece of flexible wedge shall be furnished for gate valves unless otherwise specified.

2.2.4 REBEITNAFE API60T (BHAR) BT K IREZ K.

The valve with soft seating shall meet the requirements of fire prevention test in API

RESEIBHYFA, AALMEMTAEHEMT54ME LRI ERE.
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2.5.2

607 (latest edition).

V) 5 25 B H R 7 ASME B16. 20 BX 1 1 R AR

Bonnet gaskets shall conform to ASME B16.20 or valve manufacturer’ s standard.

TR SRR, B REA SRR S5

Flexible graphite packing ring shall be assembled together with flexible graphite braided
packing.

JR4E Welding

HARAEMRLER R, S5 NIRRT L EIE . AEEANEREBIDE. ¥
Re R S i B 5 Bk & SR R .

For the valves with containing pressure weld, supplier shall provide the certificate of
identification for welding regulation and process. The physical properties, chemical
properties and corrosion resistance of filler metal in containing pressure weld shall be
close to the base material.

K% SEI R, AAFiEER.

Weld repair is not permitted before approved by SEI

ZEM)KE  Constructional length

BREFERULISN, WIS BENAT& ASME B16. 10 HIHILE .«

Face to face and end to end dimensions of valves shall conform to ASME B16. 10 unless
otherwise specified.

HE#AIS,  Connection type

SRR [ AR R 2 T R ESR AN TR N, JFRFG ASME B16. 25 FxvfE, HAIE] 6 (B) 49 CE ¥
TheEE, HREER.

The bevel ends of butt welding valves shall be machined according to the following table,
and conform to ASME B16. 25, the value C in ASME B16.25 Fig.6(B) is provided by SEI, more

details see data sheet

Wall thickness Welding bevels
t<22mm ASME B16.25 Fig.2(A)

22mm<<t<<60mm ASME B16.25 Fig.3(A)
t=60mm ASME B16.25 Fig.6(B)

KRR BT 7 4 O .56 ASME B16. 11 FIHILZE
The ends of socket welding valves shall conform to ASME B16. 11.

RESEIBEVFA, AMGLUMEMITAEHEATEATE LRI ERE.
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2.5.3 NPS<600mm(24”) {5 =2 18 "] 1 2% HH T L AF & ASME B16. 5 FUZESK; NPS™>600mm (24”) VL2 T T/
P EITH N A& ASME B16. 47 B K.
The flange facings of flanged valves DN600 and smaller shall conform to ASME B16.5; The flange
facings of flanged valves large than DN600 shall conform to ASME B16. 47B.
2.6 XHRLARESRIIENG SELERE, HRERITHGE . HEE N B IR R A EX 1R
FIm, BRRRITIIER . PR E R ERE N TR,
For butt-welding and socket-welding end valves, Post Weld Heat Treatment (PWHT) will be
performed on site, valve vendor shall take the influence of PWHT on valves into consideration
to assure the normal service of valves. The heat treatment temperature on site are as follows

for reference:

Valve Material Heat treatment temperature C

321s.s 347s.s 347Hs. s 900
1 1/4Cr-1/2Mo
2 1/4 Cr-1/2Mo

5CT-1/2Mo 760~780
9Cr-1Mo
C.S 650

2.7 WEENBEAN/NT ASME B16. 34 [ A thR AL MBSk, EAMRZENE B,
Seat (orifice) diameter shall not be less than the requirement of table Al in annex A of
ASME B16.34, any deviation shall be written approved.
2.9 WSRO BRI 4RI Sy SET #A.
The drawing of valves should be approved by SEI before manufacture.
2.10 HEP Certificate
T b SR R ] S AT

The manufacturers must offer the certificate of product quality.

3 H4bIE  HEAT TREATMENT

3.1 BRENESKIEKALHE, 1 1/4Cr-1/2Mo 2 1/4Cr-1Mo ESRIE K+A‘k, 5Cr—1/2Mo F1 9Cr—1Mo B3Rk 58
A58 KEIE KK
Normalizing heat treatment is required for carbon steel (A106B), Normalizing and tempering

are required for 1 1/4Cr-1/2Mo and 2 1/4Cr-1Mo, Full Annealing or Normalizing and tempering

RESETHHAFR, AMGUMEMTAEHEA T 540 E LRI EAE.
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are required for 5Cr—-1/2Mo and 9Cr—1Mo.

3.2 Kk REBAN BT WAL, 321, 347, SATH EREATARE AL, FREARE 900°C£10°C,
25mm BEELRIE 2 /NRF (4. Tmin/mm) , ZE
Solution and stabilizing heat treatment are required after processing for austenitic
stainless steel. Stabilizing heat treatment shall be at a temperature 900+10°C, heat
preservation of 2 hours per 25mm wall thickness (4. 7min/mm) , and air cooling.

3.3 XUAH AN N HEAT B M A HE .
Solution heat treatment is required for Duplex S.S.

3.4 RASCERRIETR T LLAFIE HAEHEIRE

Heat treatment shall be recorded and its report is required

4 MEFNXIE INSPECTION AND TESTING

4.1 Pram] CasmmEd. B, A, BARTIREE) HREAT DUT -
All valves (include valve body, body-bonnet, stem, wedge and seat ring) shall have the
following test performed:
4.1.1 T DOl R TER 2. 1 2 R IEDKR.
Chemical Analysis: shall meet requirements of ITEM 2.1.2
4.1.2 SRPEERI: DA AN ASTM MR M) 253K
Tension test: shall meet requirements of ASTM standard.
4.1.3 RERER: LA AN ASTM FPRIYE M) 253K
Hardness test: shall meet requirement of ASTM standard.
4.2 WTHHEHWRIAESE (BEERT , BINEHT IR
All the pressure containing parts of castings shall be test in the following manner:
4.2.1 BENIRIIRZ A AT ST S B -
Each Cast steel valves shall have the following x—ray inspection.
1) ##AVEE: @ik ASME B16.34 Bl 6. 7. 11; AR, WM ITIEREEITE - 5 /= sk fa 54N
GRS DA VAAE S Sl N N: A b B 0 A
Scope of inspection: according to ASME B16. 34 drawing 6. 7. 11 for body; The examination
positions of disc and bonnet (cover) shall be determined by valve manufacturers in terms
of the following areas: the areas where defects are easy to form in the process of casting

solidification and critical areas of casting, stress concentration areas and the weak

RESEIBHVFA, AALMEMTTNEHEA T 54 E LRI EAE.
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containing pressure areas

2) T&Fp: #% ASTM E142
Procedure: according to ASTM E142.

3) U ckwHE: ASTM E446 Bk ASTM E186 A, B, CA, CB, CC, CD JAME T 2 4%, D, E, F, G FEAR At th BULBRIG
Check and accept standards: Shell meet ASTM E446 or ASTM E186 and Category A, B, CA, CB,
CC, CD are not less than LEVEL 2, discontinuity of Category D, E, F, G are not acceptable

4.2.2 JTFRAN. GE&MFERT, NEABATHD SRS ERE:
Each Carbon steel and Alloy steel casting valve shall be given a magnetic particle
examination or a liquid penetration examination.

1) KAVor: W B3R AR T B AT i e ) A 2R TR IR AT
Scope of inspection: All external and accessible internal area of body, disc, bonnet (cover)
and stem.

2) FEFF: HOMREE R ASTM E709 50 A275; WRAZEAETHE ASTM E165
Procedure: magnetic particle examination according to ASTM E709 or A275; Liquid penetration
examination according to ASTM E165

3) SCARHE:

Maximum acceptable indications are as follow:
(A) #ME7~ Linear indications:
(1) MREENTFET13mE, KAKT5mn;
Not large than 5mm long for materials up to 13mm thick;

(2)  AEUEE R 13mm~25 mmff, KARKTF6mm;

Not large than 6mm long for materials 13mm to 25 mm thick;

(3) MBEEKXT25 mmft, KAKT8mm.

Not large than 8mm long for materials over 25mm thick.

(4) WFEEER, & EBRZIAKFREERBART F BN B K.
For linear indications, the indications must be separated by a distance greater
than the length of an acceptable indication.

(B) REEER Rounded indications

(1) MEEEANTET13mA, ERAKT50m;

Not large than 5mm diameter for materials up to 13mm thick;

(2) MEEEXTFIN, EAAKTF6m .

Not large than 6mm diameter for materials over 13mm thick;

RESEIBHEAFA, AEFUMEMIT XN EHEA T 540 B R e k.
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(3) #H—&HEHZLL, D% AMENTET 2 mn(0.06in) 11 4 MREZMREERANE.
Four or more rounded indications in a line separated by 2 mm (0. 06in) or less edge
to edge are unacceptable.

4.2. 3 W FABNREESHFERT], NEHHTREBERE:
Each Stainless steel and Nickel alloy casting valves shall be given a liquid penetration
examination.
1) RACE: Wk, BRI /R T K AT i K B SR TR R AT .
Scope of inspection: All external and accessible internal face of body, disc, bonnet (cover)
and stem.
2) T&FF: % ASTM E165
Procedure: according to ASTM E165
3) KeihwitE:
Maximum acceptable indications are as follow:
() #MER Linear indications:
(1) MREEANTET 130, KAKT 5m;
Not large than 5mm long for materials up to 13mm thick;
(2)  MRUEREH13m0~25 moff, KANK T 6mm;
Not large than 6mm long for materials 13mm to 25 mm thick;
(3) MRHERERT25 moff, KAKT8mm.
Not 8mm long for materials over 2bmm thick.
(4) WFEMER, &ERZENDFREERLIKT TR BRKE.
For linear indications, the indications must be separated by a distance greater
than the length of an acceptable indication.
(B) REEER Rounded indications
(1) MEEENTET13mE, BHRAKT5m;
Not large than 5mm diameter for materials up to 13mm thick;
(2) MBEEXTI13M, HEAKTF6m .
Not large than 6mm diameter for materials over 13mm thick;

(3) #H—%HZLLE, LS AMERNTET 2 mm(0.06in) ) 4 MEEZ KR BR AN EH.

Four or more rounded indications in a line separated by 2 mm (0. 06in) or less edge

to edge are unacceptable.

4.3 SHFEHERMEITTRAESA (BER , BNET L TR

RESEIBHVFA, AELUMEMTAZHEA T 5AME LRI EAE.
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All containing pressure parts of the forging valves (including stem) shall be tested as
follow:
4.3. 1 BAR IR IR B AT B PR A 1 -
Each forging valve shall be tested by Ultrasonic Inspection.
1) BT % ASME B16. 34 1 8.3. 2. 1 FE R UK BIHF
Scope of inspection: according to paragraph 8.3.2.1 of ASME B16.34 and stem.
2) FEJF: % ASTM A388 HEAT
Procedure: according to ASTM A388
3) MESRNATE FIIER:

The test result shall meet requirements as follow:

(1) BHFKER: AAFHIEMRL, BAGRBERSNAKRT HEBER & 4on (K ERTHA & 2mm) ;
Straight beam examination: any cracks are not allowed and equivalent diameter of a single
defect should be not large than &4mm (but not large than &2mm for stem)

(2) BHRLAK: AAVFHIEMRL, VIR D TAEEE R 3%, H&AR(EN Smm.
Angle beam examination: any cracks are not allowed and the sharp—end groove depth is
3% of the delivering wall thickness and the maximum value is 3mm.
4.3.2 WFHAN . SEMRIERTT, NEGHTEh R AR B E:
Fach Carbon steel and Alloy steel forging valves shall be given magnetic particle
examination or a liquid penetration examination.
1) RAEE: WM. R R AR i 4 T R AT R P T A A -

Scope of inspection: All external and accessible internal face of body, disc, bonnet (cover)

and stem.

2) 5. WA EHZ ASTM E709 B A275; VRABBR A ASTM E165

Procedure: magnetic particle examination according to ASTM E709 or A275; Liquid penetration

examination according to ASTM E165

3) WChRiE:
Maximum acceptable indications are as follow:
(A) #MER Linear indications:
(1) MEUEE/ANTET 13, KAKT 4mm;
Not large than 4mm long for materials up to 13mm thick;
(2)  MREUEREEH13mm~25 mmfY, KK F5mm;

Not large than 5mm long for materials 13mm to 25 mm thick;

RESETBHAFR, AMFLUEMTAEHEMTEFMELRALEARE.
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(3) MEEEART25 mnff, KAKT Tmm;

Not large than 7mm long for materials over 2bmm thick;

4) WTEEER, &ErZEARERLIKTAIRENERKE.

For linear indications, the indications must be separated by a distance greater
than the length of an acceptable indication.
(B) [EEE7 Rounded indications
(1) FRERE/ANTSET13mA, BRAKT4m;
Not large than 4mm diameter for materials up to 13mm thick;
(2) MHREEXFIN, BEAARKT5m .
Not large than 5mm diameter for materials over 13mm thick;

Q) E—FHESLE, B%Y REHATET 2 m 0. 06in) B 4 N E 2 WA BF AR o
Four or more rounded indications in a line separated by 2 mm (0. 06in) or less edge
to edge are unacceptable

4.3.3 NFAFRERBRESBER], NEFHTREEERA:
Each Stainless steel and Nickel alloy forging valves shall be given a Liquid Penetration
Examination.
1) WEVEHE: R WA R 3 SR K AT i K B A 2 T A Ao
Scope of inspection: All external and accessible internal face of body, disc, bonnet (cover)
and stem. -
2) FEFF: % ASTM E165
Procedure: according to ASTM E165
3) BrlchRiE:
Maximum acceptable indications are as follow:
(A) Z£ME’R Linear indications:
(1 MEREE/DNTET13mA, KAKT4nn;
Not large than 4mm long for materials up to 13mm thick;
(2)  MEUEEH13m0~25 mmf, KAKT5mm;
Not large than 5mm long for materials 13mm to 25 mm thick;
(3) MEEEAT25 mmft, KAKFTmm;
Not large than 7mm long for materials over 25mm thick;
(4) NTEMER, &EBRZIEEFREEBIRT AR K.

For linear indications, the indications must be separated by a distance greater

RESEIBMEAFA, AMFLMEMTAZHBATEARME RO A EHE.
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than the length of an acceptable indication.

(B BREER
Rounded indications:

(1) MREENFET13mE, HEAKT 4mm;
For valve parts up to 13mm in thick, indications larger than 4mm in diameter are
not permitted.

(2) MREEXFI3N, BEEAKT5m .
For valve parts larger than 13mm in thick, indications larger than 5mm in diameter
are not permitted

(3) #TE—&HZLE, DG AARNTET 2 m0.06in) 4 NEFEZ KEE BRI AEHK.
Four or more rounded indications in a line separated by 2 mm (0.06in) or less edge
to edge are unacceptable.

4.4 [EITHBTE AR ER 100 %X SR, 45 RAMET ASTM E446 3% ASTMEL86 1 2 ZF 3K, D, E, F, G
FA RV BLBRFE
Butt Weld of valve shall be 100% X-ray test. Check and accept standards shell meet ASTM
E446 or ASTM E186 and Category A, B, CA, CB, CC, CD are not less LEVEL 2, discontinuity
of Category D, E, F, G are not acceptable

4.5 B IR IIAERAC R BN A T R
All assembled valves shall be performed the following test.

4.5, 1 WEAERE CEIEMRRG) , NS API598 ArEESK, BERAREHNIR TRKHK, KHEE
FEEAEETE 25ppm;

Valve body hydraulic test (include leakage testing) shall be in accordance with API598.
The hydraulic test water for austenitic Steel valves shall have a total chloride content
less than 25ppm.

4.5.2 WEZEERE. ®EFEREN EFHRE I TFRELESWKIT , NS API598 FrHEE K,
High pressure seat closure test, Low pressure seat closure test and back seat test (For
valves which require Back seat) shall be in accordance with API598.

4.5.3 HfERA: WIS, MR, APARETEA TR T ESERMEM.

Operation check : Valves should be fully assembled with a good performance, and can be used
directly by user.

4.5.4 RSHRES: SR sHFR 2 NFF & ASME B16.5. B16.25. B16. 11 AnAEEK.

Dimensional check: Face to face or end to end dimension and tolerance of valves shall conform

RESEIHEFA, ABLUUEMTREHEAT5AME LROEEMHE.
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4.6

4.8

4.9

to ASME B16. 15, B16.25. B16. 11.
Fr B TREA AT AR T, JHAR RS AR R VPt EL, HAR SRS SAEAREA SR T MSS SP-55
1B sk, Hiem PER:

Each valve shall have a visual inspection, any hot tear and cracks are not allowed; other
defects should meet requirements of level B in MSS SP-55, and conform to the requirements
as follow:

D SHEEAKRTRITEEER 10% ERBRAR/NEEFRIZHE. RO FBRNMFEFGRIE, SLFTHER
B, TERRBLEERIRIEEEAG N T R/ANEEE . B, ZEEN TIRE.

Defects whose depth not large than 10% of the designwall thickness, such as scabs, cracks,
folds and inclusions, can be removed by grinding; But the remanent wall thickness after
removal of defects shall not be less than the Min Wall Thickness, or else, this valve
part shall not be used

2) XTI E H AR EAKT 0. 8om FITAREL, AVFITEERR. EMRIEEAT 0. 8m, X%
EAEREFARIK -
The micro cracks found by NDT whose depth less than 0. 8mm can be removed by grinding,
valve parts with cracks more than 0.8mm should not be used
0 T 58 ) B B AN B A B A 2 DL HEAT PR VB AL b 2
Pickling and passivation are required for Austenitic Stainless Steel valve
parts.
FEEHIAAIEF (PMI) B3R AP B — AR ERAPHEVR 304 5 AR T 5 AR ilik; 6 £ 200 £F
He IR S%EL] BT 5 AEIR; 200 2R LA R 3%kl AR DT 10 RN, A AR K —
HREHET, POWHZAK ISR TR S . MRRRAE SRS EFRIR “PMIV” o BBz ER 4
Rl . MR L TR,
The inspection sample shall be 100% for inspection lots of 5 pieces or less per heat of
steel or heat treat batch. For inspection lots of 5 to 200 pieces, the inspection sample
shall be 5% but not less than 5 pieces. For inspection lots greater than 200 pieces, the
inspection sample shall be 3% but not less than 10 pieces. If any piece from a representative
sample is found to be unacceptable, the remainder of that lot shall be examined 100%. PMI
testing shall be recorded and marked “PMIV” immediately.

The alloy elements to be checked are as follow:

RESETBEVFA, AFLMEMIT AR HIEA T 54 E B E Mz,
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M} Mo %y MWRATTR
1 1/4Cr-1/2 Mo | Cr, Mo 321 Cr, Ni, Ti
5Cr—1/2Mo Cr, Mo 316 Cr, Ni, Mo
9Cr—1Mo Cr, Mo 316L C*,Cr,Ni,MO
304L C*,Cr,Ni 347 Cr, Ni, Nb
304 Cr, Ni 347H C*,Cr,Ni,Nb

*  WIFPMETTRMERA T FROERENSE, EHROCERE G TERKMN SRAES &
i FH L I BBUREE AL E AT o
Suitable methods for identifying minor elements include: specialized laboratory instruments,
suitable optical emission analyzers or a combination of traceable mill certificates and

chemical analysis using lower measurement sensitivity.

5 #=iC MARKING

5.1  —fBLE GENERAL

5. 1.1 FTf 11T RLH AR B (R IAE AR MEBEAT ARG, MSS SP-25 AR N BRI,
All valves shall be marked in accordance with the standard to which they are manufactured,
and MSS-SP-25 shall be used as the minimum requirement.

5. 1.2 HTGRARCHSGEARSHEAEEERNER S, M. F. 8. M. WSEDEERSH
ASEE M. BRI R R SRR BRI DL A
Painting material used for the color coding and stencil marking on components shall not
contain a harmful metal, or metal salts, suchas tin, zinc, lead, sulfur, copper or chlorides,
which cause corrosive attack on heating and shall be resistant to salt water atmosphere,
tropical or similar attack.

5. 1.3 ERC A MR S REEDAR,  ELEMRERAT ZE /D 0. 25mm 42 F 3k
Marking by stamp shall be applied with low—stress hard-die stamping and a low-stress stamp
shall be round nosed with a radius of 0.25mm minimum.

5. 1. 4 FRid L AE# HA S Btk

Marking shall be clearly indicated and shall not be easily erased.

RGSEIBEFA, AHLUEMTTNEHEA T 54 E LR E .
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5. 1.5 /e ARER T T 2B AL :
Marking shall absolutely not be applied to the following locations:

BRI N R Inside of parts

B2 LT Threads
g Bevels
EEfi] Sealing Surfaces

5.2  #xic MARKING
5.2.1 —fki, ARiCN AR A, HAS RS,
Marking shall be carried out, in general, with regard to the following items using easily

identifiable symbols

AFRER Nominal Size

JE %% Rating

EEEE RS Wall Thickness or Schedule Number (only for butt welded
valves)

PRMR R 5 Material Specification and Grade

FRTEP S Charge/Heat No.

T F B bR Manufacturer’ s Name or Trade Mark

T R YRS Commodity Code as stated on Purchase Order

5. 2.2 STHMELARRIT /N R ST, N B ANER AN 2 B AN BN AR R B 7 vk pRid .
Small bore items which would be difficult to mark shall have stainless steel

labels attached by stainless steel wire.

6  GIZEFNIEH) PACKING AND SHIPPING

6.1 WITERBARI L FRBOFAK, HHFHR. MIREUE WK R LB ks 5 ARSI 5 A
IR o
After inspection and test, valves shall be completely free of water, dried and prepared
for shipment. Adequate protection shall be provided against mechanical damage and
atmospheric corrosion in transit

6.2 M IImEA S A RSEMAK., BB & EEEEAE, UUBTHIR.

Valve ends shall be covered or plugged with substantial wood, metal or plastic closures

RESETHEFA, AMELMEMT R EHEA T 540 E BRI TR,
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in order to avoid damage.
6.3 BT IIAREE MBI
For all valves, no damage can be made during shipments
6.4 BAREHET T
Packing shall be the responsibility of the manufacturer.
6.5 BREN. SEMAAENRITES TS, MMHRE.
All stainless steel (S.S) parts shall be kept away from carbon steel (C.S) and alloy steel

(A.S) parts, and packed respective.

7 Wi 14 {ERHAE INSTRUCTION OF VALVE SPECIFICATION

7.1 HFETRE S B T ISR . FIZEET BN IR . &40 IR AN AR 1R AU HES o R — i
M. R R KT, B ARRE N WDEIRHES.
The specifications of all kinds of valves are specified in the following tables. Similar
valves are listed in the sequence of stainless steel valves, alloy steel valves and carbon
steel valves. The valves with the same body material and same connection type are listed
from low pressure rating to high pressure rating
7.2 APUERRPEHNORS. FERBENT:
The codes and abbreviations used in the tables are decoded as follows:
a) M#El Material
M Material X% Code #i Material 4%%5 Code MBE Material 485 Code

304 K9 316L K4 316 K8
CF8 K79 13Cr K13 4Cr14Nil4w2Mo K14
CF3M K74 CF8M KZ8 321 K11
347 K15 CF8C K715 30CrMoA C5
F5 G1 F11 D1 F22 El
25Cr2MoVA C4 35CrMoA C3 25Cr2Mo1VA C7
C5 6Z1 03 DZ1 WC9 EZ1
A105 A12 351 A6 251 AT
WCB A1l 304L K18 A217 C12A J791
S E% STL MRS FG HT200 HT

RESEIBEAFA, AMIUMEMTTREHISA T E5AT H LXp ek,
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Stellite Flexible graphite 347H K16

PEREES HCr RN LN PTFE F91 Jo1

Hard Cr plated Polytetrafluoroethylene F9 J9
A351 CF3 KZ18 A217 C12 JZ9

B462 UNS NO8020 F20

B564 N08825 W25 A182 Fbl K25
A494 CUSMCuC  WZ25 A995 CD3MN KZ25
b) ZEFIHFIE Construction features
B R & B. B RLUEH R T.B PR ZEAY 0S&Y
Bolted Bonnet Threaded Bonnet Outside Screw & Yoke
F B RPE LF Bie fa S g Sw AR R SP
Lift Disc Swing Disc Spring Loaded Disc

WEAR AT IR, XLy, BRIEEE B TA

Adjustable disc,Bi—eccentric, Spheric seating surface

WA RT, =0, BRTETEF S TC

Adjustable disc, Tri—eccentric, Spheric seating surface

& B EE IR PSB R# DS NEBAr ™
Pressure Sealing Bonnet Disc type Bi-metal
FhE@E FS e rk, #E TF

Floating Ball & Straight Through  Trunnion Ball & Full Port
B EEK, 4012 TR RE RS W.B

Trunnion Ball & Reduced Port Welded Bonnet

g 1T X3 DP
Tilting Disc Dual Plate

c) VEZEEHMMA Flange facing

JEIETH RF ME FE HOERTE RT
Raised Face Female Face Ring Joint

d) UmAERER. End connection
—unfREE. —imitdk WPL RIESEERE SW PSSR THR
Welding at one end, plug at another Socket Welding Female thread
— U ARAEE . H—umAERSC  SW/THR BEEfmZE TFWT
Socket Welding at one end, thread at another Tolerance for wall thickness

RESETHHWFA, AFLMEMITREHISA T 540 A TR L EHRE.
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e) B Gasket
KBRS -RHEAREEEE COAG

Low carbon steel core-flexible graphite composit gasket

AENEF-FREARREEE COKG

Stainless steel core—flexible graphite composit gasket

AFAE -SRI A RESE SWKG

Stainless steel core—flexible graphite composit gasket

TEW-FHABEHT RS2 304 WEIER  OVK9
Stainless steel-flexible graphite sealing ring 304 s.s oval ring gasket
108\ 0CA2 304 J\fE 0CK9
10# Octagonal ring gasket 304 s.s octagonal ring gasket
108MGEZE  OVA2 321 )\A&  0CK1
10# oval ring gasket 321 s.s octagonal ring gasket
347 )\MAE 0CK5 316L J\fE  0CK9
347 s.s octagonal ring gasket 316s. s octagonal ring gasket

316 J\MHE OCK8
316s. s octagonal ring gasket

f) 1E¥l Packing
TNEMERBL 5 A BRPER GWF

Stainless steel wire & flexible graphite braided packing

NEN R 5REABRAER + ZHASBERIS GFL
Stainless steel wire & flexible graphite braided packing + flexible graphite packing ring

RN LIHEATE PTFE
PTFE filling

g) Wzh Actuator

b RAES) A B AES) B
Bevel Gear operation Spur Gear operation
wEAESD C F3 B
Worm Gear operation Manual operation Default

ARESETBMEVFAT, A5 LMEFJT N E A T 54 B B e flik.
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