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AbrAE RS K E A ¥ SR APL Std ST1 (BRRARIEARAE) (1996 4E 11 A% 10 JR) HEH,
FEHARNE SHRE RN - 52 EEFR

a7 SEEABSMEREEF L XME S, HPafE. mENRET. HEmE%,
THAEFXAARHE R AR B EF A MER, MR- T API Std 5T1 HHIESHARIE, FHAEMFE A
(BrBIl®) I,

BRI GB/T 1.1—1993 (GrdElb T/ES N 251 %50 fnERNRESERAN 8154 i
WERRANE) F4.2.3.20ME, FB 7 API Std 5TL WETS, REEMT “BIs" 4.

APRUER: API Std ST1 55 2 5 “SERUE” fEAMR D (BRMMER) FId, HREIE &
S BCAAAREREE 2 3, 3 HHME R GB/T 1.1—1993 L E AR IEFER X G5HE,

R GB/T 1.1—1993 # B1.3 WHLE, MHEHMIAETEAELHAE, HEXREEREDE
Mg, APLARMERRIE XL KA BER4AH.

NETFHER, SARUEREmTRAMR, BIH® B (BAKMRE) “PXR3” MR C (Bx
MR R) “BEIXRE,

BIHERIM % AL BE% B, MR C. K DECEER KM R

AbrdEf b EARRRSER AR,

AIrER AMEM LR ERE RS0,

FIrERFE AN PEAMRRSKED AR AMEMPII.

FhEFEREN F O FF2
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AirdfEt AP EMAREILE R SERE, AMETE 1994 FHEERRERRETHNE.

ABRAE H ENRIZES I B HIEF B4R, R ARMAZ HEB R,
 APLHRYTTHERHERNIMAER, REAMEFREH T AMRNE S, DURIE SR R
R, AT, BR, RESXABBRYAEEARRE ., BASRRIE. HHFEHBFER, X THHEA
7 AR BT v R B R SRR, SREE R A B AR TR AR . ST, API 3R &R L
FHHE

KA HBHEL, FFRXEZBAMFESHEA KM EME (1220 L Street, N. W., Washing-
ton, D. C. 20005).
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Terminelogy of imperfections
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1 &R _
AAREA T GG PR SR RS E X, B REEH SRR, AR AN
BT —ARFNET S A SR RIS, BT SN AA AR, T RRA

B, FREWMEXAERGEEEZ N . SRIEKESEREE TIPSt
AARERTERE A (RRMMR) I THEEEHARIE,

2 E’X

2.1 WERIEBEETAIFELE B FEBEFE  imperfections and defects occurring in steel pipe in locations
other than the weld
2.1.1 HIELH  arc bumns

mTER (FER) SETFREZERNA~ERRRREELS (E1),

e é; 7 - ""'.1?"':.

1 it (REREIURE)

2.1.2 S Dblister

B FEREASRPOSERETN I EEFROATER (K 22 7 2b).
2.1.3 R®Y crack

BHBIRNS RN, ERERMBEEEN, RARTFEABEETEHR, WHERRIE
HFREEKEDRAEEE (FntEaapigm m=ErRriERs (B 3).

B 2a S (FIED

ERAWMELFETITWLE 2000 - 03 -31 #t£ 2000 -10- 01 3£
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B2b SH (EKm) -

. B3 R

2.1.4 #Y[ dent
B FAE s Prd R ER B E, EAEEEREMRL (B 4),

K4 by

2.1.5 WL eccentricity
BTPSIRES ORAAES, FHE—ATREEBEREF Y mASS (BS),

_2_
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Bs o

Beo 4

2.1.6 R gouge

BT REIBIIHI & R K AR (E6).
2.1.7 TR  hard spot

WAEHTRBEAGIRRAE LE-XEEEER TRABSRMERE (B 7).
2.1.8 #Z¥Y inclusion

ZREEAEPREEHATRNERENIELETRN (E8),
2.1.9 42 lamination

BETTTFERRANABERSE (B9).
2.1.10- #i& lap

it LR A AT M THEREELHERFZETEER, EHRBEeHTHER (B
10). ' _

J— 3 J—
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B9 o=

K10 #HE

2.1.11 Mg pit
Kl R bR AL R EREAORTR LS B THMEL (B 11),
2.1.12 ¥R plug scores
i P E AL A& R B s AR E A R E AR (B 12).
S 4 s
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B12 RE

2.1.13 #RJE roll mark

F T FLAR R A R BCRL AR AR TR 45 £ s B R Gk O, KRR BRACTT AR SR I B S R A (]
13),

K13 IR

2.1.14 ¥ AZBERY rolled - in slugs
HAZBERE., —BASEBEBEANINEEESY (K 14),
2.1.15 #5JE  scab

l
|
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WE BRI REY ., MEATFERRE LHETREFERERX (B 15),
2.1.16 K seam
HHERASHLHTHMAFRNTERESRPAGEE, EREESHLER (B 16).

B 14 HAERRY

16 A%

2.1.17 EK sliver
HARGKERERD, @A - m5RhEEHENRENEREBER (B 17),

~
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H17 ER

2.1.18 HEAELHIME  stretch mill indentation
ﬁﬁ&?ﬂ%ﬁ%%ﬁ%ﬁm%%m%(El&ﬁ@;%h

182 fHREFLHME (1)

B 18b [ HFLEIMAE (1)

2.1.19 MBEHIRBMAR  upset underfill

MTE&BRIATES;, REETLIWIMBELITARTH KI5 &M ER 2/ E m A R
EryMpELt (H19),
2.1.20 fNBHAT upset wrinkles

BT MERS S 2EET PSR REALNL (F 20),
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K19 mESRZREAR

20 SRS

2.2 WSS LS P AT BIBR R MERFE  imperfections and defects occurring in double submerged arc
welds
2.2.1 4EHBE  excessive reinforcement; I FEHL  excessive over - fill

Py 2 T U512 T A3 A o S LA 2 T 7 s 8 R A 5 s BE R (1 21).

E21 AEdEs (dRRH)

2.2.2 ﬂ(k%%ﬂ incomplete fusion

PRI, HRIE SRR R SR AR 2 R e AL aE S Ry (B 22).

SR TR «
1) LT “WEE", WET AP Std ST1 & X 54% s E I BAAZK
2) ARIEFR GB/T 3375—1994 (JREAIE) hiE X, API Sd ST1HME LN BEEb SRR 2ERE S
FIFR 73 -
R 8 S —
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33 23 24 20 26 27 2~

B2 RIS

2.2.3 K& incomplete penetration; lack of penetration

PR KRR E 2B BN IR (B 23).

K23 REE OUEEIE)
2.2.4 il offset of plate edges
TR RD R FSENL (B 24),

K24 $ (NEEINEE)

& B «
1) FARERM GB/T 3375—1994 {(SREARE) hh9E L, API Sid ST1 FEE SN : BAESRIEEL BN EER
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2.2.5 4R out - of - line weld beads; off seam
MARER () SMRENP LR SBEMHBESRTERE (Rxtd) RE, YRELEBAH,
AIREE R ARIEE (B 25),

25 /BR (RImESIELE)
2.2.6 SHY porosity
FREERT, M R SIETERE E R AER H T 5% B TR BB RAYZ X (B 26a, B 26b FiE 26¢),

B 26a SA—EWHEM

B 26b SA—X FHEREH

%

B 26c <AL (S3)

F R
1) EARBERH GB/T 3375—1994 CEERE) TMEX, API Sud ST1HHE XN EEHTFHEESRBENE
Bt F o R AR B SR AR R TR B 4 R S B S BRE
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2.2.7 Je#EY  slag inclusions
RiERBEREPHEE (B27),

~)z1 32 23 2425 26 27 2> 93031 32 33 4

B27 kE—XHEBH
2.2.8 WihY  under - cut

HTRESREEAY, SRMETENIER, HRBRRERA 4 KM (E 28),

28 Bl

2.2.9 BEERWL  weld area crack

REEBEBIX . BRI X AFERRY (Y MASIENERTE, TERF LI MR
W, ABFEASREST BN (K292, B 29b, B 29c FIE 29d).,
2.3 AR IBREDPHFERGEXABEE  imperfections and defects occurring in electric flash - welds
2.3.1 #PRBBL  hook cracks; BRI RMEHK  upturned fiber imperfections

H TR E RN ZF NS LN T FERANS B, SRESEPX R NE
B, XEGRXPEE TAREIRIIRERH (E 30),
2.3.2 EHEEAE inadequate flash trim

ZEESHREENEESLE FHENAIIERER (B31).
2.3.3 ¥4#Y inclusion

SRR EPREERABGR RS RER (B 8).
2.3.4 %% penetrator

REBABEX (H 322 1 32b),

FAHA:

1) AARIEFRA GB/T 3375—1994 (REARIE) FHEX, API Std ST1 FRE LY. RERSEREX PRE%ES
B 58 Z R i 3E 4R B YR

2) AARIEFRA GB/T 3375—1994 (BEARE) FAEN, APl Std ST FEE LN . dTFHEIURE Eawh R
R RENE TRESILHE RN EER®,
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Rl

K292 JREEX L (HFHMA)

Bl 29c  JRLEX HE—RUREHIAR (1)
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& 30

H PR —— RS (SR A 4ER IR 5k )

Bl 32a idke (EEEAR) (1)
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Kl 32b % (BREMA) (1)

2.3.5 BEERXWY  weld area crack
EREFSLBEETRX A IMBE (RE: MABRNSBAE, HEE Kb EAEw
W, AETHEMS RSN (B 292, B 29b, B 29c FE 29d),
2.4 HPEBREPHFENRAEME  imperfections and defects occurring in electric resistance welds
2.4.1 %JE  cold weld
EEHTRERFESHENRE, FRENFNIEEBRERL. BERNELSIE T HEES
B (H33),

B33 %R (REEE)
E: WA, TRANMEHIINORE,
2.4.2 SR contact marks
TR B M e AR S T R A A e B, B TR R R R B A R R I
2.4.3 HBBE excessive trim
16 BRAR G2 GREE FTTE RO AE NS TR AR R E A IE R A SR i e R Y (B 34)

B34 R BIER

F R
1) BARERGHE N, HE LHEEABRIE API Spec 5L H1 7.8 K8,
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2.4.4 HPRZL hook cracks; BMAERFLIMK  upturned fiber imperfections
H TR E RO FENRRIT= AN TERENSRSE, SREIRP RN
i, XX PEEFRREIIMREAE (B 30),
2.4.5 FHIBEAR inadequate flash trim
ZBERENESENEESLE FHEMEMNENRR (E31),
2.4.6 FFY inclusion
EREEASEPRBAHABORRIIESEBA (A 8),
2.4.7 %tfl pinhole ‘
Lk FRBRY . RFEFEMEENAL, TRBHEAZAZERE (B 35),

e T

35 L

2.4.8 4rBIXE4E  stitching
T REREFNEL, FEERERF—EE/MNIEAANEEER AT, RAHE
SRR AR, A u%@mmum%%@ﬂmﬂ%ztﬂm%ﬁﬁmm«mﬁew (& 36),

K36 FHi 1R

2.4.9 BREEXML  weld area crack
TERGR S BERBER N AMRY (RE: MAFIRMNERSE, ERARMBEMEREA, A&
FlER R AL (B 29a, & 29b, B 29c FE 29d),
2.5 BRZBR/K  thread imperfections
2.5.1 HTMEL  black - crested thread
—FRA BRI TG, XEEANEE (BE) HHRAREZLBEE (B 37),
2.5.2 RGN broken thread
HeHHEHBIHE . FRRAEHRIIRMRLT

"~ 2.5.3 FH| burr

AR VU T 2 ™ A B R ARG SR R
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B 37 RTURL

2.5.4 EBIJIE chatter

— RSO . AR FTERBIA ERREGCRF E, X2 b TIREUm LIS Rs) s (B
38a, [&] 38b F1/ 38¢).

K 38b JIBAEBEE R ]R
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&l 38c  SREUANE f_E A RIRTIIR

2.5.5 ¥YJA cut
ESEFHATE TSR - ARERERAMEL L, SRS T T LS REmE (- 39).

it o

K39 Y10

2.5.6 JEJR dinge
F LB b o 5 | A 80 A B T ) X BORE (& 40) 6
2.5.7 REIEL  false starting thread !
Y BRE L I 4 MR i i ) B RSB ) R IRE J) LR Z9E, A B R R UG thig 4 (1A
41),
2.5.8 JIAR#RHA  featheredge
3 H T 5 SR a8 A T SR A A B MR S A i TR T S A TR (B A 3 2R TR B MR BT TR
Mg (B 42), ’
2.5.9 K fin
2T A EESIRSCHE UM B R KA (K 43),
2.5.10 HKi%%Y  galling

KU «
1) AARERM SY/T 6128—1995 (HEBRECGEEVERRITM L) hHEL, API St STI HHE X HA: BT
i U S R B AT i R SR S w4 4
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M40 HEIE

M4l BEREE B4 oREn

A 43 BECTTER Kl

WERZIH—MAE: SREF NS ZESEERE>L TRENE, BEENEHFH—T8H
MEERELAREERE, St —PTHE (K4),
2.5.11 #=H15 handling damage
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B 44 KiZ5RBLL

e (RE. %% aBPhreAndIn. . NERFTER (BH).
2.5.12 WBECFERHE  improper thread form

E-MRESESMREKEN, EXNRICTBHANERR (E—fmLL) (K 45 fl
45b),

B 45b BECTRF® (1)

2.5.13 B4EEAY  improper thread height
ATRE R T UIHIE MR aF RS & J8 8 2 HIBR , R MU RIS B &R (RE) AR
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( 46),

46 BEREEAY (FHEKRTIR)

2.5.14 SIRIRLCHT  interrupted starting thread
H TAREUER 5B MBI AR o, a8 f B AR A B 55 B 7R 45 T R BB A0 s fm BT R 2 (g 81 £ | Gk
S—En HIERRGBIGE (B 47).

K147 RIGEL KT

2.5.15 7JJH  knife edge; JIRA% razor edge

BT A AR /INVAL () PSS A A o LA B, WA .
2.5.16 A2TIEL non - full - crested thread

ARA TR T RAL,
2.5.17 RYUEEL  pitted threads

B ASIBECRE FE RS, RN TEREH MY S HEESIL, SHTEFHER
AP A b A (P 482 A 48b)., |
2.5.18 HIHIEL shaved (or thin) thread

BECHE 7% M —FRR B 0L, RIAMBLRESE (K 49).
2.5.19 HJF (BLHE)  shoulder (thread profile)

WL 2.5.21,
2.5.20 B8 shoulder




SY/T 6445—2000

Bl 48b SR AL FOE] £

1

v

Bl 49  FIEMRBS T IREL

TEREE B G — B s Ty, HE R E—R A EZ RS BRI, 8% 4 i1 21 B gL
HEAE G X XTHE . XAMERBFREY “HB8 (K 50) .
2.5.21 HBHr step

BREUFIE 50 W — Rk S 00, RBLUMTE IE % 88U b R B A g T ek (1A
51)
2.5.22 MEGUEK  thick threads

BREUFIE 5 B —FPAERR S 00, RBUW IR TE B R, b T R 984y, o 150 0] R 2 0 4 ot b s
R
2.5.23 JRIFMELL  thread run - out on face
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@J

B 51 BERmE LK E/R

W2.5.8 (H52),

Bl 52 SREUTE il 2%

2.5.24 JIKE tool mark
EH BT UHI TR SR 7R, B s LR E AR (B 53),
2.5.25 HAYRHBRE (REAFE)  torn thread (tears)
s REFLCAOIGHIE AR E B ZREN 8L (& 54a FIE 54b),
2.5.26 PHECRBE  wavy thread
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B 53 S EREUR IR

Baly <3 ol L
ok df

R R S A U

=
B

Bl 54a HAZRHIRE (1) B 54b AHZIREERE (1)

BiEfm () B BRBEIRREE, GEIRE Kk kaigs,
2.5.27 JIB wicker; &/B%4J8 whisker
M%ﬁﬁﬁlﬁﬁﬁ%‘]T*%ﬁﬁ%E, H—wmul g 5P T iR mHE (B 55),

& 55 J1/8
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M ® A
($27R B 3% )
RIFEHAE

9 (8Tt AARAE AR 1 IE WA (8

MR T B SHAE,

A.1 DEFINITIONS OF IMPERFECTIONS AND
DEFECTS OCCURRING IN STEEL PIPE IN
LOCATIONS OTHER THAN THE WELD

A.1.1 arc burns: Localized points of surface melting

caused by arcing between electrode or ground and pipe sur-
- face,

A.1.2 blister: A raised spot on the surface of pipe caused
by expansion of gas in a cavity within the pipe wall .

A.1.3 crack: A stress-induced separation of the metal
which, without any other influence, is insufficient in extent to
cause complete rupture of the material. Quench cracks in
steel result from stresses produced during the austenite-to
martensite transformation, which is accompanied by an in-
crease in volume,

A.1.4 dent: A local change in surface contour caused by
mechanical impact, but not accompanied by loss of metal,

A.1.5 eccentricity: A condition of pipe in which the
O.D. and LD. axes are not coincident, resulting in wall thick-
ness variation around the circumference at a given section
plane,

A.1.6 gouge: Elongated grooves or cavities caused by
mechanical removal of metal,

A.1.7 hard spot: An area in the pipe with a hardness
level considerably higher than that of the surrounding metal,
usually due to localized quenching

A.1.8 inclusion: Foreign material or non-metallic
particles entrapped within the metal during solidification.

A.1.8 lamination: An internal metal separation creating
layers generally parallel to the surface,

A.1.10 lap: Fold of metal which has been rolled or
otherwise worked against the surface of rolled metal, but has
not fused into sound metal,

A1.11 pit: A depression resulting from the removal of
foreign material rolled into the surface during manufacture,

A.1.12 plug scores: Internal longitudinal grooves oc-

curring in seamless pipe, usually caused by hard pieces of
metal adhering to the high-mill plug,

A.1.13 roll mark: A term applied to surface imperfec-
tions caused by improper roll alignment or roll surface dam-
age. Such imperfections may be periodic or continuous,

A.1.14 rolled-in slugs: A foreign metallic body rolled
into the metal surface, usually not fused.

A.1.15 scab: An imperfection in the form of a shell or
veneer, generally attached to the surface by sound metal. It
usually has its origin in an ingot defect,

A.1.16 seam: Crevice in rolled metal which has been
more or less closed by rolling or other work but has not been
fused into sound metal,

A.1.17 sliver: An extremely thin elongated piece of
metal that has been rolled into the surface of the parent metal
to which it is attached usually by only one end.

A.1.18 stretch mill indentation: Localized thinning
of the pipe body wall — usually located on the inside surface,

A.1.19 upset underfill: A depression on the outside or

- inside surface of an upset caused by insufficient flow of metal

to completely fill out the upset to the desired shape,

A.1.20 upset wrinkles: Surface irregularity occurring
on pipe upsets in the form of transverse forging laps,

A.2 DEFINITIONS OF IMPERFECTIONS AND
DEFECTS OCCURRING IN DOUBLE
SUBMERGED ARC WELDS

A.2.1 excessive reinforcement (excessive over-
fill): Outside weld beads which extend above the prolonga-
tion of the original surface of the pipe (more than % in for
pipe having a thickness of % in and under, and more than %
in for a pipe having a thickness of over % in).

A.2.2 incomplete fusion: Lack of complete coales-
cence of some portion of the metal in weld joint,

A.2.3 incomplete penetration (lack of penetration):
A condition where the weld metal does not continue through
the full thickness of the joint,

A.2.4 oftset of plate edges: The radial offset of plate
edges in the weld seams,

A.2.5 out-of-line weld beads or OFF seam: A con-
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dition in which the inner and/or outer weld beads are suffi-
ciently out of radial alignment with the abutting edges of the
joint to cause incomplete penetration,

A.2.6 porosity: Voidsin a metal, usually resulting from
shrinkage or gas entrapment occurring during solidification
of a casting or weldment,

A.2.7 slaginclusions: Non-metallic solid material en-
trapped in the weld deposit or between weld metal and base
metal,

A.2.8 under-cut: Under-cutting on submerged-arc-
welded pipe is the reduction in thickness of the pipe wall ad-
jacent to the weld where it is fused to the surface of the pipe,

A.29 weld area crack: A crack that occurs in the weld
deposit, the fusion line, or the heat affected zone (Crack: A
stress-induced separation of the metal which, without any
other influence, is insufficient in extent to cause complete
rupture of the material),

A3 DEFINITIONS OF IMPERFECTIONS AND
DEFECTS OCCURRING IN ELECTRIC
FLASH-WELDS

A.3.1 hook cracks or upturned fiber imperfections:
Metal separations, resulting from imperfections at the edge of
the plate or skelp, parallel to the surface, which turn toward
the I.D. or O.D. pipe surface when the edges are upset during
welding,

A.3.2 inadequate flash trim: A condition in which
height of weld flash after trimming exceeds the limits set in
the API specification to which the pipe was manufactured.

A.3.3 inclusion: Foreign material or non-metallic
particles, entrapped within the metal during solidification,

A3.4 penetrator: A localized spot of incomplete fusion,

A.3.5 weld area crack: A crack in the weld line or the
weld upset zone (Crack: A stress-induced separation of the
metal which, without any other influence, is insufficient in
extent to cause complete rupture of the material),

A.4 DEFINITIONS OF IMPERFECTIONS AND
DEFECTS OCCURRING IN ELECTRIC
RESISTANCE WELDS

A4.1 cold weld: A metallurgically inexact term gener-
ally indicating a lack of adequate weld bonding strength of
the abutting edges, due to insufficient heat and/or pressure. A
cold weld may or may not have separation in the weld line.

Other more definitive terms should be used whenever possi-
ble.

A.4.2 contact marks: Intermittent marks adjacent to
the weld line resulting from the electrical contact between
the electrodes supplying the welding current and the pipe
surface.

A.4.3 excessive trim: Ref. API Specification SL, Par.

78,

A.4.4 hook cracks or upturned fiber imperfections:
Metal separations, resulting from imperfections at the edge of
tne plate or skelp, parallel to the surface, which turn toward
the I.D. or O.D. pipe surface when the edges are upset during
welding,

A.4.5 inadequate flash trim: A condition in which
height of weld flash after trimming exceeds the limits set in
the API specification to which the pipe was manufactured,

A.4.6 inclusion: Foreign material or non-metallic parti-
cles entrapped within the metal during solidification.

A.4.7 pinhole: A short unwelded area in the weld line
extending through the entire pipe thickness so that fluid will
leak out through the area very slowly,

A.4.8 stitching: Variation in the properties of the weld
occurring at short regular intervals among the weld line due
to repetitive variation in welding heat. The variation in prop-
erties gives rise to a regular pattern of light and dark areas

_visible only when the weld is broken in the weld line.

A.49 weld area crack: A crack in or immediately ad-
jacent to the weld line (Crack: A stress-induced separation of
the metal which, without any other influence, is insufficient
in extent to cause complete rupture of the material),

A.5 DEFINITIONS OF THREAD IMPERFECTIONS

A.5.1 black-crested thread: A thread that does not
have a full crest because the original (black) mill surface has
not been completely removed.

A.5.2 broken thread: A thread tooth that exhibits a
fracture through it, or that has a portion missing with its re-
maining surfaces having a broken appearance.

A.5.3 burr: A localized point of roughness, or protrusion
generally produced during the machining process.

A.5.4 chatter: A wavy surface of the thread flank, root,
crest, or chamfer, produced by a vibrating cutter insert.

25
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A55 cut: A gouge or distortion in two or more thread
crests in a line either parallel to the pipe axis or at an angle
across the threads,

A.5.6 ding(e): A flattened area or indentation on a cham-
fer or thread crest caused by mechanical impact,

A.5.7 false starting thread: A circumferential tool
mark on a round thread chamfer that precedes the actual
starting thread. Sometimes referred to as a double starting
thread.

A58 featheredge: A thin sharp crested portion of a
thread normally formed when the starting thread on round or
buttress (pipe threads) runs out to the face of the pipe and not
on the chamfer,

A.5.9 fin: A thin, long ridge of metal protruding above a
chamfer surface or thread profile,

A.5.10 galling: Surface damage on threads caused by
localized friction welding of high spots,

A.5.11 handling damage: Cuts, gouges, dents, or flat-
tened crests (mashes) that occurred during handling (loading,
unloading, shifts in transit, etc.).

A.5.12 improper thread form: A general term de-
scribing an excessive deviation from a normal thread profile
(in an axial plane) over a length of one pitch or over multiple
pitch lengths,

A.5.13 improper thread height: Lack of sufficient
thread height (depth). This may be because of a “shaved”
condition where an excess of metal has been removed from

the root or crest, distorting the contour of the thread.

A.5.14 interrupted starting thread: The absence of a
portion of the true starting thread groove on the chamfer of a
round or buttress (pipe thread) caused by thread axis mis-
alignment with the chamfer axis, or out-of-round chamfer
diameter,

A.5.15 knife (or razor) edge: A shafp edge at the
end of the pipe producing no face: caused by an excessively

small chamfer diamecter and/or excessive 1 D. bevel.
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A.5.16 non-full-crested thread: A thread which does
not have a complete thread crest.

A5.17 pitted threads: A depression or cavity on a
chamfer or thread surface caused by inclusions or porosity
exposed after machining or by corrosive attack during storage
of the pipe.

A.5.18 shaved (or thin) thread: A specific condition
of improper thread form exhibiting an excessive narrowness
of thread width.

A.5.19 shoulder (thread profile):

A.5.20 shoulder: A condition where an excess of metal
appears adjacent to the last thread in one or more places
around the circumference. Usually an excessive amount of
black threads appear opposite the shouldered area. This con-
dition may also be known as “hooked threads”,

A.5.21 step: A specific condition of improper thread
form that exhibits an abrupt machining deviation above or be-
low the normal thread profile.

A5.22 thickthreads: A specific condition of improper
thread form exhibiting an excessive thickness of the thread
width. On round threads the crests may have the appearance
of being cut off-form.

A.5.23

See step.

thread run-out on face: See featheredge.
A.5.24 tool mark: An ifregularity on the thread form,

thread chamfer, or counterbore surfaces, usually caused by
imperfections in the cutting tools,

A.5.25 torn thread (tears): Thread surfaces which
have portions that are chipped, rough, or ragged.

A.5.26 wavy thread: An undulating distortion in the
helix angle and/or radial location of a thread. Sometimes re-
ferred to as a drunken thread.

A.5.27 wicker (or whisker): A wire-like piece of
metal peeled from a thread or chamfer surface, and which
may be attached to the machined surface at one end.
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