Specification for the Fabrication of
Structural Steel Pipe

API SPECIFICATION 2B
SIXTH EDITION, JULY 2001

EFFECTIVE DATE: JANUARY 1, 2002

REAFFIRMED, SEPTEMBER 2020

ADDENDUM 1, MARCH 2021

American
Petroleum
Institute

AP




SPECIAL NOTES

API publications necessarily address problems of a general nature. With respect to
particular circumstances, local, state, and federal laws and regulations should be reviewed.
The use of API publications is voluntary. In some cases, third parties or authorities having
jurisdiction may choose to incorporate API standards by reference and may mandate
compliance.

Neither API nor any of API's employees, subcontractors, consultants, committees, or other
assignees make any warranty or representation, either express or implied, with respect to
the accuracy, completeness, or usefulness of the information contained herein, or assume
any liability or responsibility for any use, or the results of such use, of any information or
process disclosed in this publication. Neither API nor any of API’s employees,
subcontractors, consultants, or other assignees represent that use of this publication would
not infringe upon privately owned rights.

API publications may be used by anyone desiring to do so. Every effort has been made by
the Institute to assure the accuracy and reliability of the data contained in them; however,
the Institute makes no representation, warranty, or guarantee in connection with this
publication and hereby expressly disclaims any liability or responsibility for loss or damage
resulting from its use or for the violation of any authorities having jurisdiction with which
this publication may conflict.

API publications are published to facilitate the broad availability of proven, sound
engineering and operating practices. These publications are not intended to obviate the need
for applying sound engineering judgment regarding when and where these publications
should be utilized. The formulation and publication of API publications is not intended in
any way to inhibit anyone from using any other practices.

Any manufacturer marking equipment or materials in conformance with the marking
requirements of an API standard is solely responsible for complying with all the applicable
requirements of that standard. API does not represent, warrant, or guarantee that such
products do in fact conform to the applicable API standard.

All rights reserved. No part ofithwork may be reproduced, storieda retrieval system, or
transmitted by ay means, electronic, mechanical, photocopying, recording, or otherwise,
without prior written permission from the publisher. Contact the Publisher,
API Publishing Services, 200 Massachusetts Avenue, NW, Suite 1100, Washington, DC 20001.

Copyright © 2001 American Petroleum Institute



FOREWORD

Nothing contained in any API publication is to be construed as granting any right, by
implication or otherwise, for the manufacture, sale, or use of any method, apparatus, or
product covered by letters patent. Neither should anything contained in the publication be
construed as insuring anyone against liability for infringement of letters patent.

The verbal forms used to express the provisions in this document are as follows.
Shall: As used in a standard, “shall” denotes a minimum requirement in order to conform
to the standard.

Should: As used in a standard, “should” denotes a recommendation or that which is
advised but not required in order to conform to the standard.

May: As used in a standard, “may” denotes a course of action permissible within the
limits of a standard.

Can: As used in a standard, “can” denotes a statement of possibility or capability.

This document was produced under API standardization procedures that ensure
appropriate notification and participation in the developmental process and is designated
as an API standard. Questions concerning the interpretation of the content of this
publication or comments and questions concerning the procedures under which this
publication was developed should be directed in writing to the Director of Standards,
American Petroleum Institute, 200 Massachusetts Avenue, Suite 1100, Washington, DC
20001. Requests for permission to reproduce or translate all or any part of the material
published herein should also be addressed to the director.

Generally, API standards are reviewed and revised, reaffirmed, or withdrawn at least
every five years. A one-time extension of up to two years may be added to this review
cycle. Status of the publication can be ascertained from the API Standards Department,
telephone (202) 682-8000. A catalog of API publications and materials is published
annually by API, 200 Massachusetts Avenue, Suite 1100, Washington, DC 20001.
Suggested revisions are invited and should be submitted to the Standards Department,
API, 200 Massachusetts Avenue, Suite 1100, Washington, DC 20001, standards@api.org.
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Suggestions for Ordering API 2B Pipe

In placing orders for steel pipe to kabficated in accordance with API Specification 2B, the pur-
chaser should specify the following on the purchase order:

» Specification API 2B
*  Quantity As required
» Size Nominal length, wall thickness, and outside
diameter
* ASTM (or other industry standard) Specification/Grade/
designation for steel plate Supplementary requirements
» Delivery date and shipping instructions As required

The purchaser should state whether any of the following optional requirements are to apply:
» Mill test certificate for steel plate

End finish (specify, if not standard 88gree bevel)

» SR, plate direction of rolling
Longitudinal—"S-IL"
Transverse—"S-IT”

* SR2, notch toughness (specify test temperatures and minimum energy requirements)
* SR3, 100% radiographic examination (joint can quality assurance)
» SR4, matching weld toughness for designated plate material

Nothing in this specification should be interpreted as indicating a preference by the committee for
any optional requirement. In the selection of requirements, the purchaser must be guided by the
purchaser’s experience and by the service for which the pipe is intended.






Specification for the Fabrication of Structural Steel Pipe

1 Scope

This specificatio covers the fabrication of structlrsteel
pipe formed fron plate steel with longitudinal and cir-
cumferential butt-welded seams, iggdly in sizes 14 in. out-
side diametefOD) and larger (40 in. andrger for LWDS)
with wall thickness3/s in. and greatefup to a nomial 40 ft
in length) suitable for use itonstruction of welded offshe
structures. These of the ERW process spiral welded pipe
is not included irthis specificatia. Pipe fabricated under this
specification is intended to be usedarily in piling ard
main structural members, includitubular trusgonnections,
where internastiffeners are not usually required.

2 References

3.4 longitudinal seam:;
allels the axis of the pipe.

3.5 longitudinally welded double seam (LWDS)
pipe: A can with two longitudinal seams, one of which may
be made in the flat plate condition.

A butt-welded seam which par-

3.6 manufacturer: The firm, company, or corporation-
furnishing plate steel used in the fabrication of the structural
steel pipe.

3.7 mill pipe: A structural steel pipe consisting of multiple
cans joined by girth welds.

3.8 pile: A cylindrical tubular member fabricated from
one or more lengths of structural steel pipe, usually driven

The following specifications and standards become a part Ofthrough a leg or sleeve of an offshore platform, that carries

and shall be considered concurrently with this specification:

ASTMI

A 6-99 General Requirements for Rolled Steel
Plates, Shapes, Sheet Piling, and Bars for
Structural Use

A 20-99 General Requirements for Delivery of Steel
Plates for Pressure Vessels

A370-97 Mechanical Testing of Steel Products

E 23-98 Notched Bar Impact Testing of Metallic

Materials
AWS?

D1.1-2000 Structural Welding Code—Steel

3 Definitions

For the purpose of this standard, the following definitions
apply:

3.1 can: A section of structural steel pipe with no girth
seam.

3.2 fabricator: The person, firm, company, or corpora-
tion executing the contract or agreement with the purchaser t
fabricate the structural steel pipe under this specification.

3.3 girth weld: A circumferential butt-welded seam
lying in a plane perpendicular to the longitudinal axis of
the pipe, used to join tubular sections into lengths of
straight pipe.

IASTM, 100 Barr Harbor Drive, West Conshohocken, Pennsylvania 19428.

2American Welding Society, 550 N.W. Le Jeune Road, Miami, Florida
33126.

(0]

vertical loads and resists lateral forces.

3.9 pipe weld: A longitudinal seam made after the plate
has been formed into pipe.

3.10 plate weld: A longitudinal seam made between flat
plates which are subsequently formed into pipe.

3.11 purchaser. The person, firm, company, or corpora-
tion entering into a contract or agreement for the purchase of
structural steel pipe fabricated under this specification.

3.12 single seam welded pipe: A can with one longitu-
dinal seam, produced by a continuous welding process.

3.13 structural steel pipe : A cylindrical tubular mem-

ber formed from steel plate, having a uniform material and wall
thickness, with longitudinal and/or circumferential butt welded

seams, comprising of the following types: can, single seam
welded pipe, longitudinally welded double seam (LWDS) and

mill pipe.

4 Material

4.1 Pipe furnished to this specification shall be fabricated
from plate steel as specified by the purchaser.

4.2 The purchaser shall specify the grade and quality of
plate steel to be used. When the plate steel is furnished by the
fabricator, a mill test certificate must be available and shall be
furnished to the purchaser upon request. All plate shall bear





