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of Pipeline Safety, Pipeline and Haz-
ardous Materials Safety Administra-
tion, U.S. Department of Transpor-
tation, PHP–10, 1200 New Jersey Ave-
nue, SE., Washington, DC 20590; 

(b) Sending the notification to the 
Information Resources Manager by fac-
simile to (202) 366–7128; or 

(c) Entering the information directly 
on the Integrity Management Database 
(IMDB) Web site at http:// 
primis.rspa.dot.gov/gasimp/. 

[68 FR 69817, Dec. 15, 2003, as amended at 70 
FR 11139, Mar. 8, 2005; Amdt. 192–103, 72 FR 
4657, Feb. 1, 2007; 73 FR 16570, Mar. 28, 2008] 

§ 192.951 Where does an operator file a 
report? 

An operator must send any perform-
ance report required by this subpart to 
the Information Resources Manager— 

(a) By mail to the Office of Pipeline 
Safety, Pipeline and Hazardous Mate-
rials Safety Administration, U.S. De-
partment of Transportation, PHP–10, 
1200 New Jersey Avenue, SE., Wash-
ington, DC 20590; 

(b) Via facsimile to (202) 366–7128; or 
(c) Through the online reporting sys-

tem provided by OPS for electronic re-
porting available at the OPS Home 
Page at http://ops.dot.gov. 

[68 FR 69817, Dec. 15, 2003, as amended at 70 
FR 11139, Mar. 8, 2005 ; Amdt. 192–103, 72 FR 
4657, Feb. 1, 2007; 73 FR 16570, Mar. 28, 2008] 

APPENDIX A TO PART 192 [RESERVED] 

APPENDIX B TO PART 192— 
QUALIFICATION OF PIPE 

I. Listed Pipe Specifications 
API 5L—Steel pipe, ‘‘API Specification for 

Line Pipe’’ (incorporated by reference, see 
§ 192.7). 

ASTM A53/A53M—Steel pipe, ‘‘Standard 
Specification for Pipe, Steel Black and Hot- 
Dipped, Zinc-Coated, Welded and Seamless’’ 
(incorporated by reference, see § 192.7). 

ASTM A106—Steel pipe, ‘‘Standard Speci-
fication for Seamless Carbon Steel Pipe for 
High Temperature Service’’ (incorporated by 
reference, see § 192.7). 

ASTM A333/A333M—Steel pipe, ‘‘Standard 
Specification for Seamless and Welded Steel 
Pipe for Low Temperature Service’’ (incor-
porated by reference, see § 192.7). 

ASTM A381—Steel pipe, ‘‘Standard Speci-
fication for Metal-Arc-Welded Steel Pipe for 
Use with High-Pressure Transmission Sys-
tems’’ (incorporated by reference, see § 192.7). 

ASTM A671—Steel pipe, ‘‘Standard Speci-
fication for Electric-Fusion-Welded Pipe for 
Atmospheric and Lower Temperatures’’ (in-
corporated by reference, see § 192.7). 

ASTM A672—Steel pipe, ‘‘Standard Speci-
fication for Electric-Fusion-Welded Steel 
Pipe for High-Pressure Service at Moderate 
Temperatures’’ (incorporated by reference, 
see § 192.7). 

ASTM A691—Steel pipe, ‘‘Standard Speci-
fication for Carbon and Alloy Steel Pipe, 
Electric-Fusion-Welded for High Pressure 
Service at High Temperatures’’ (incor-
porated by reference, see § 192.7). 

ASTM D2513—Thermoplastic pipe and tub-
ing, ‘‘Standard Specification for Thermo-
plastic Gas Pressure Pipe, Tubing, and Fit-
tings’’ (incorporated by reference, see § 192.7). 

ASTM D2517—Thermosetting plastic pipe 
and tubing, ‘‘Standard Specification for Re-
inforced Epoxy Resin Gas Pressure Pipe and 
Fittings’’ (incorporated by reference, see 
§ 192.7). 

II. Steel pipe of unknown or unlisted speci-
fication. 

A. Bending Properties. For pipe 2 inches (51 
millimeters) or less in diameter, a length of 
pipe must be cold bent through at least 90 
degrees around a cylindrical mandrel that 
has a diameter 12 times the diameter of the 
pipe, without developing cracks at any por-
tion and without opening the longitudinal 
weld. 

For pipe more than 2 inches (51 millime-
ters) in diameter, the pipe must meet the re-
quirements of the flattening tests set forth 
in ASTM A53 (incorporated by reference, see 
§ 192.7), except that the number of tests must 
be at least equal to the minimum required in 
paragraph II-D of this appendix to determine 
yield strength. 

B. Weldability. A girth weld must be made 
in the pipe by a welder who is qualified under 
subpart E of this part. The weld must be 
made under the most severe conditions under 
which welding will be allowed in the field 
and by means of the same procedure that 
will be used in the field. On pipe more than 
4 inches (102 millimeters) in diameter, at 
least one test weld must be made for each 100 
lengths of pipe. On pipe 4 inches (102 milli-
meters) or less in diameter, at least one test 
weld must be made for each 400 lengths of 
pipe. The weld must be tested in accordance 
with API Standard 1104 (incorporated by ref-
erence, see § 192.7). If the requirements of API 
Standard 1104 cannot be met, weldability 
may be established by making chemical 
tests for carbon and manganese, and pro-
ceeding in accordance with section IX of the 
ASME Boiler and Pressure Vessel Code (ibr, 
see 192.7). The same number of chemical tests 
must be made as are required for testing a 
girth weld. 

C. Inspection. The pipe must be clean 
enough to permit adequate inspection. It 
must be visually inspected to ensure that it 
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