bo0bgym@dsz0m bofogo. LOygmo GgJlbEol bobosbogow dgodobgom LESbos@Fo.

B 96 10217-6:2019/2019

U5doMm039emb L sbsMEO

09965000 BMEsEOoL Jogrgdo B30l 306MMd9dT0 gsdmlisggbgdes -
dofjmgdol $9d6039M0 30MMmdIdO - bofoo 6: HIsemMo dgmgds garmliols

9390 9965001900 565 -E0g0M90vY0o Gmesol dorgdo B3gE030349M0
0505¢0039939M5GH1MOL FobILOSMYOELGO00D

UsgdoMmn39wml BEBHBIMEHIIOLS s TgBMMEIMYOOL
96m3bmmo Bosagbdm
030oLO



bo0bgym@dsz0m bofogo. LOygmo GgJlbEol bobosbogow dgodobgom LESbos@Fo.

B 96 10217-6:2019/2019

L506gMMT>30Mm BmbsEgdgdo

1 3893.935390v9e005 LoJoMm3z9wml bGoboMEgdol s dgGHOmemyool gomgbmaro
L55290GHML LEHPbEIMEHJOOL ©Y35ME>3bEHOL doge

2 ©593)30390Mw0s S 399mmgdmemos Lsdmddgm® LodoMm3zgeml bEobEsMEIdOL
Qo 9GO0l 963690 LooggbEH ™ML 2019 foool 2 93990600
Ne 95 996356 gdom

3 Bomgdemos 25693560L M3MRAbols dgmmeom  LEBPIMEHOBIEOOL  g3OM3Mo
300039GHoL  LGHBIdEGHo 96 10217-6:2019  “89bswo Fmesol dorgdo sfibgzol
306Md90d0 godmboggbgdms - dofimadol ¢9gdbozmemo 3o06MHmdgdo - bsfowo 6: G35 mEOO

9900905 BELol 398 89650 M1 -EgR0MdMEo BMsEoL dowgdo B3gE0303Mm0
50503983965 ¥MOL JoboslosmMgdgdom”

4 3063905

5  69a0L3OmoMgdmos  Lods®mzggerml  bEebwot@gdols ©@o  99BHOHMEmao0l
963690 L5596 G ML M99bEG®do: 2019 farob 2 93990960
No268-1.3-016096

059390905 j0bs3gdsMg BEGIBsMHEHOL LOKEo 56 bsfoeMdMOZ30 33es3HsMTMYdSs,
H0M57300g05 S 3930 (39e90s B0 LogsMmzgmmls BEsbEIMEIBOLS s IgEOMmmMmyool gMHmM3bwo
L55396GH™ML 67856030 g5¢93Y



o dgodobgom LESbs@Eo.

s
C

900 BgJbBol Lobsbs

Lo0bggm@dszom bsfoao. L@

EUROPEAN STANDARD EN 10217-6
NORME EUROPEENNE
EUROPAISCHE NORM April 2019

ICS 23.040.10; 77.140.75 Supersedes EN 10217-6:2002

English Version

Welded steel tubes for pressure purposes - Technical
delivery conditions - Part 6: Submerged arc welded non-
alloy steel tubes with specified low temperature

properties
Tubes soudés en acier pour service sous pression- Geschweifste Stahlrohre fiir Druckbeanspruchungen -
Conditions techniques de livraison - Partie 6: Tubes Technische Lieferbedingungen - Teil 6:
soudés a l'arc sous flux en aciers non allié avec Unterpulvergeschweifdte Rohre aus unlegierten
caractéristiques spécifiées a basse température Stiahlen mit festgelegten Eigenschaften bei tiefen

Temperaturen

This European Standard was approved by CEN on 25 February 2019.

CEN members are bound to comply with the CEN/CENELEC Internal Regulations which stipulate the conditions for giving this
European Standard the status of a national standard without any alteration. Up-to-date lists and bibliographical references
concerning such national standards may be obtained on application to the CEN-CENELEC Management Centre or to any CEN
member.

This European Standard exists in three official versions (English, French, German). A version in any other language made by
translation under the responsibility of a CEN member into its own language and notified to the CEN-CENELEC Management
Centre has the same status as the official versions.

CEN members are the national standards bodies of Austria, Belgium, Bulgaria, Croatia, Cyprus, Czech Republic, Denmark, Estonia,
Finland, Former Yugoslav Republic of Macedonia, France, Germany, Greece, Hungary, Iceland, Ireland, Italy, Latvia, Lithuania,
Luxembourg, Malta, Netherlands, Norway, Poland, Portugal, Romania, Serbia, Slovakia, Slovenia, Spain, Sweden, Switzerland,
Turkey and United Kingdom.

. — |

EUROPEAN COMMITTEE FOR STANDARDIZATION
COMITE EUROPEEN DE NORMALISATION
EUROPAISCHES KOMITEE FUR NORMUNG

CEN-CENELEC Management Centre: Rue de la Science 23, B-1040 Brussels

© 2019 CEN  All rights of exploitation in any form and by any means reserved Ref. No. EN 10217-6:2019 E
worldwide for CEN national Members.



j0dobgo LEsbs®@o.

Jo de

s
C

100 39JLR0L Lsbsbs

(2%
C

Loobgm®dszom bsfogmo. @

EN 10217-6:2019 (E)

Contents Page
EUTOP@AN fOT@WOTW...cuiuiuisisisnnsnsnssissssssmsssassssssssssssssssssssssssssssnsasasss s s s sessssss st st sssssmsasasss s e e e e sE SR RS SR RERERRRRRSRR R R R R R R RRERERERERES 4
1 L0 5
2 VL0340 B2 T A0 W= =) =) 4 (o 5
3 Terms and definitions ... ————————————————— 6
4 L1721 010 0 1 7
5 Classification and deSigNation.......cumss s ——————————————— 7
5.1 O B2 T 0 Ut () 7
5.2 D LT3 F ey = 1 0 o 7
6 Information to be supplied by the purchaser ........——————————_——— 7
6.1 Mandatory information ... ————————————————————— 7
6.2 L0301 10 ) 1 . 8
6.3 I 521 1030 LT 10 T 0] 0 () o 8
7 MaNUFACTUTING PrOCESS...ciuiiirssssisissssssssssssssssssssssssss s sssassss s asass s eSS R RS E AR R AR SRR SRR AR AR AR RS 8
7.1 StEEIMAKING PIOCESS .ooviereininisiaiimsssssssssssssssssssssssssss s s s e E AR AR AR SRR AR AR AR A EE AR AR E AR AR AR SRR AR AR AR R R 8
7.2 Tube manufacture and delivery CONAitions ... —————— 9
7.3 Non Destructive Testing Personnel ReqUIrements ... 10
8 REQUITCIMEIIES ..uveiuinsnisnsnsmssssssnisssssssssnsssssassssssssssssssssessssssssssss s s sms s e s SE AR SRR AR R SRR AR R R AR R AR SRR RR AR SR AR R SR RERER SRR RER SR RERES 10
8.1 T2 1 =) o Y 10
8.2 Chemical COMPOSITION ... R RS e e e R R R R R R AR AR AR E e RS 11
L0 B 08 11 1 ) 1= 1 72 11
8.2.2  Product QNAlYSIS ..cuuuumsesesnisisismsmsmssssssssssssssssssssssssssssssssssssssssssssssssssasasssssssssssssssss st ss sssssasasassssssssnsssssssssssssssasasasasssses 11
8.3 L7 (T D 0T T T 00 00 ) o T 12
8.4 Appearance and internal SOUNANESS.... .o s se e e 13
20 I =Y U I ) ) 13
£ 20 N 1 1 0TI 1y = o 13
8.4.3 INtEINaAl SOUNAINESS ..ciciierieiierierinissminsissssisss e rs s s e R e s RS RS A e A e S A e SRR SRR R R AR R AR RS RN SRR AR R AR SRR R R R R e R R mRRES 14
8.5 Y 002 17 ed 0 L0 U, 14
8.6 Preparation Of €NAS. ... s s s s sssssasas s s s sn s s s s s s snsmsasananan s 14
8.7 Dimensions, MasSeS ANA tO]ETaANCES....ccveiurrrrermssrssssssssassssssssrsssssssssssssssssssssssssssssssssssssssssasssassssssssssnsssnsasnsan 15
8.7.1 Diameter and wall thiCKNESS. ... ———————————————— 15
820 | = 3 15
£ 0 T 1) 11 1 1 15
320 T N0 =) i ) 4 o 15
9 00T 0T ot 0 ) ¢ 19
9.1 B 0074 0 L0 80 0153 0 1o 0 19
9.2 INSPECHION AOCUIMENLS ....cuiuiaisismsssssnsisrsssssssssssassssssssssssss s s s s sasssas s s s se e e e SR SE SR SRR AR AR AR AR R R R R R R SR AR AR SR RRRRR SRR R R RS 19
9.2.1 Types of INSPECiON dOCUIMENES.....ccvuiimreruisissssssssssssssssss s sa s e R R AR n AR n e s 19
9.2.2 Content of iNSPECtiON AOCUIMENTS.......ciiuirmsmsmsmsssmsmsssssssssssssasssssssssss s E s s s e e e e 19
9.3 Summary of inspection and verification teSting ... —————————— 20
10 T2 111 0] D 0 . 22
B 020 S 3 T L) 4 Uy 0 L 22
10 00 0 O T 1) ) 22
10.1.2 Number of sample tubes per test UNit ... ———————— 22
10.2 Preparation of samples and teSt PIECES ... —————— 22
10.2.1 Selection and preparation of samples for product analysis ... ——— 22

2



j0dobgo LEsbs®@o.

Jo de

s
C

100 39JLR0L Lsbsbs

(2%
C

Loobgm®dszom bsfogmo. @

EN 10217-6:2019 (E)

10.2.2 Location, orientation and preparation of samples and test pieces for mechanical tests............ 22
11 Verification of teSt MetNOMAS. ... s 24
11.1  ChemicCal ANALYSIS ..iiiocismirsrsmsmsmsmssssssssssssssssssss s s s E R AR AR E A AR E AR AR AR R RS AR AR AR AR R e R R R R RS 24
11.2 Tensile test on the tube DoAY ... ——————————————————————_—_—— 24
11.3 Transverse tensile test on the Weld ... —————————— 24
0 O Y U 4T3 LI o 24
B 0 T (111 0T Tt 1 24
11.6 Hydrostatic leak tightness teSt ... ——————————————— 25
11.7 DimensSional INSPECHION. ..t E R AR A s s e e e e e R R R R RS 25
B0 ST V4 T E T I D 00D 00 U (), 26
11.9 Non-DeStructive TeStiNG ... s asans 26
11.9.1 Non-Destructive Testing of the weld seam........covvinnm s —————————— 26
11.9.2 Non-Destructive Testing for the detection of laminations for tubes of test category 2............... 26
11.9.3 Supply of strip end welds in SAWH tUDES ... 27
11.10 Retests, SOrting and reProCeSSING ... ——————————————— 27
12 10T D S 27
12.1 MarKing t0 De aPPLIEd ... e 27
12.2  Additional MArKING ... e e e R R AR n 27
13 o0 01 7T 10 o 27
Annex A (normative) Qualification of welding procedure.........u s ————————— 28
Al 0= 1T i |, 28
A2 Welding procedure SpecifiCation......cssssssssssssssssssss s 28
A3 Preparation of sample tube and sample asSeSSMEeNt ... —————————— 30
A4 Inspection and testing of the Weld...... s ————————————————— 30
A5 BT L6 I Y 00 T o, 31
A.6 B 14 o 1 0T 31
A.7 Test ACCEPLANCE LEVEIS.....c iR R R s e e R E RS R RS 32
A.8 Range of use of qualified ProCedures ... ——————————— 34
A9 [0 10T 10 Tz X0 0 T8 0T o0 ) o . 34
Annex B (informative) Technical changes from the previous edition........conns———— 35
B.1 00100 0007 10 U 00 o L, 35
B.2 TeChNiCal CHANGES ... E AR R AR E AR e e e e e RS 35
Annex ZA (informative) Relationship between this European Standard and the Essential
Requirements 0f 2014 /68 /EU .......ccoimmmmmimmisismssssssssssssssssssssissssssssssssssssssssssssssssssssssssssssssssssssssssssssasasas 37
123 10) 10 o201 1] 1/ 38



j0dobgo LEsbs®@o.

Jo de

s
C

100 39JLR0L Lsbsbs

(2%
C

Loobgm®dszom bsfogmo. @

EN 10217-6:2019 (E)

European foreword

This document (EN 10217-6:2019) has been prepared by Technical Committee CEN/TC 459 “ECISS -
European Committee for Iron and Steel Standardization”!, the secretariat of which is held by AFNOR.

This European Standard shall be given the status of a national standard, either by publication of an identical
text or by endorsement, at the latest by October 2019, and conflicting national standards shall be withdrawn
at the latest by October 2019.

Attention is drawn to the possibility that some of the elements of this document may be the subject of patent
rights. CEN shall not be held responsible for identifying any or all such patent rights.

This document supersedes EN 10217-6:2002.

This document has been prepared under a mandate given to CEN by the European Commission and the
European Free Trade Association, and supports essential requirements of EU Directive 2014 /68/EU.

For relationship with EU Directive 2014 /68/EU (formerly 97/23/EC), see informative Annex ZA, which is an
integral part of this document.

This European Standard consists of the following parts, under the general title Welded steel tubes for
pressure purposes - Technical delivery conditions:

Part 1: Electric welded and submerged arc welded non-alloy steel tubes with specified room temperature
properties

Part 2: Electric welded non-alloy and alloy steel tubes with specified elevated temperature properties

Part 3: Electric welded and submerged arc welded alloy fine grain steel tubes with specified room, elevated
and low temperature properties

Part 4: Electric welded non-alloy steel tubes with specified low temperature properties

Part 5: Submerged arc welded non-alloy and alloy steel tubes with specified elevated temperature properties
Part 6: Submerged arc welded non-alloy steel tubes with specified low temperature properties

Part 7: Stainless steel tubes

Another European Standard series covering tubes for pressure purposes is:

EN 10216, Seamless steel tubes for pressure purposes.

According to the CEN-CENELEC Internal Regulations, the national standards organisations of the following
countries are bound to implement this European Standard: Austria, Belgium, Bulgaria, Croatia, Cyprus, Czech
Republic, Denmark, Estonia, Finland, Former Yugoslav Republic of Macedonia, France, Germany, Greece,

Hungary, Iceland, Ireland, Italy, Latvia, Lithuania, Luxembourg, Malta, Netherlands, Norway, Poland,
Portugal, Romania, Serbia, Slovakia, Slovenia, Spain, Sweden, Switzerland, Turkey and the United Kingdom.

1 Through its subcommittee SC 10 “Steel tubes, and iron and steel fittings” (secretariat: UNI)
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