
 

 

Supplementary requirements for sour service pipes according to API 5L  

 

Pipe material should be X52, PSL 2. 

The pipe material should qualify on API 5L requirements. 

EAPC accepts only seamless or SAWL welded pipes 

The steel should be fully killed. 

Steel casting method for strip or plate used for the manufacture shall be rolled from continuously cast, or 

pressure cast slabs. 

The plate used for manufacture shall be ultrasonic inspected to the requirements of Annex H from API 5L 

Chemical composition according to table H1. 

Frequency of hardness testing according to table H3 

SSC test for manufacturing procedure qualification according to table H3 

HIC/SSW test shall meet the following acceptance criteria:  

 crack sensitivity ratio < 2%;  

 crack length ratio < 15% 

 crack thickness ratio < 5% 

Magnetic particle inspection for laminar imperfections at each pipe end and face / bevel. Defects will be 

removed by cutting 

Verification of laminar size / density will be made of 25% of the surface 

Defects, exceeding the acceptance limits in table K1, shall be removed 

 
 

 

 

 

 


