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testing that component or a prototype
of the component.

[Amdt. 48, 49 FR 19824, May 10, 1984]

§192.144 Qualifying metallic compo-
nents.

Notwithstanding any requirement of
this subpart which incorporates by ref-
erence an edition of a document listed
in §192.7 or Appendix B of this part, a
metallic component manufactured in
accordance with any other edition of
that document is qualified for use
under this part if—

(a) It can be shown through visual in-
spection of the cleaned component that
no defect exists which might impair
the strength or tightness of the compo-
nent; and

(b) The edition of the document
under which the component was manu-
factured has equal or more stringent
requirements for the following as an
edition of that document currently or
previously listed in §192.7 or appendix
B of this part:

(1) Pressure testing;

(2) Materials; and

(3) Pressure and temperature ratings.

[Amdt. 192-45, 48 FR 30639, July 5, 1983, as
amended by Amdt. 192-94, 69 FR 32894, June
14, 2004]

§192.145 Valves.

(a) Except for cast iron and plastic
valves, each valve must meet the min-
imum requirements of API 6D (ibr, see
§192.7), or to a national or inter-
national standard that provides an
equivalent performance level. A valve
may not be used under operating condi-
tions that exceed the applicable pres-
sure-temperature ratings contained in
those requirements.

(b) Each cast iron and plastic valve
must comply with the following:

(1) The valve must have a maximum
service pressure rating for tempera-
tures that equal or exceed the max-
imum service temperature.

(2) The valve must be tested as part
of the manufacturing, as follows:

(i) With the valve in the fully open
position, the shell must be tested with
no leakage to a pressure at least 1.5
times the maximum service rating.

(ii) After the shell test, the seat must
be tested to a pressure not less than 1.5
times the maximum service pressure
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rating. Except for swing check valves,
test pressure during the seat test must
be applied successively on each side of
the closed valve with the opposite side
open. No visible leakage is permitted.

(iii) After the last pressure test is
completed, the valve must be operated
through its full travel to demonstrate
freedom from interference.

(c) Each valve must be able to meet
the anticipated operating conditions.

(d) No valve having shell components
made of ductile iron may be used at
pressures exceeding 80 percent of the
pressure ratings for comparable steel
valves at their listed temperature.
However, a valve having shell compo-
nents made of ductile iron may be used
at pressures up to 80 percent of the
pressure ratings for comparable steel
valves at their listed temperature, if:

(1) The temperature-adjusted service
pressure does not exceed 1,000 p.s.i. (7
Mpa) gage; and

(2) Welding is not used on any ductile
iron component in the fabrication of
the valve shells or their assembly.

(e) No valve having pressure con-
taining parts made of ductile iron may
be used in the gas pipe components of
compressor stations.

[35 FR 13257, Aug. 19, 1970, as amended by
Amdt. 192-62, 54 FR 5628, Feb. 6, 1989; Amdt.
192-85, 63 FR 37502, July 13, 1998; Amdt. 192-
94, 69 FR 32894, June 14, 2004]
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sories.

Flanges and flange acces-

(a) Each flange or flange accessory
(other than cast iron) must meet the
minimum requirements of ASME/ANSI
B16.5, MSS SP-44, or the equivalent.

(b) Each flange assembly must be
able to withstand the maximum pres-
sure at which the pipeline is to be oper-
ated and to maintain its physical and
chemical properties at any tempera-
ture to which it is anticipated that it
might be subjected in service.

(c) Each flange on a flanged joint in
cast iron pipe must conform in dimen-
sions, drilling, face and gasket design
to ASME/ANSI B16.1 and be cast inte-
grally with the pipe, valve, or fitting.

[35 FR 13257, Aug. 19, 1970, as amended by
Amdt. 192-62, 54 FR 5628, Feb. 6, 1989; 58 FR
14521, Mar. 18, 1993]



