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Welding Fittings, and the MSS Coordinating Committee. The content of this Standard Practice i1s the resulting efforts
of knowledgeable and experienced industry volunteers to provide an effective, clear, and non-exclusive standard that
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M55 STANDARD PRACTICE SP-43

| FOREWORD |

ASME B16.9 is the American Standard for steel butt-welding fittings and although not so stated, it is implied that
its seope deals primarily with the schedules of wall thicknesses which are commen 1o carbom steel and the grades
of alloy steel piping that are selected for pressure and emperature considerations,

The rapad expansion of the process industries i the Neld of chemicals, plasncs, textles, eic., has created a demand
for a class of pipe referred to as stainless piping, using this word in its generic sense, This field employs the use
of the austenitic stainless stecls and also mickel andd its related allovs, This stainless piping is used for resistance
o corrosion, elimination of product contamination, or combination of the two as the principle reason for material
selection, Pressure is seldom, i ever, o entical consideration,

When pressure is a consideration, reference is made 1o ASME B16,9,

Mechanical strength, resistance to vacuam, and economy, are the most usual criteria in the selection ol pipe
thickness in this Geld, and Tor this reason the wall thicknesses emploved in the field of corrosion resistant pipe are
lighter than those in common usage with carban steel piping.

I 1949 the American Stondards Association, now Enown os the Americon National Stendards Institute or ANSI,
approved B36.19, Stinless Steel Pipe, as an Amenican Standard. The B36, 19 standard was developed by the ASA
BA6 Standards Commines, which included MES a8 o participant, I this American Standard, o sehedule of wall
thickness was established and designoted as Schedule 1085, Numerous companies were also using o wall thickness
lighter than Schedule 108 for services where contamination rather than corrosion was the prime consideration,
These highter wall thicknesses weare designated Schedule 35 and the oniginal 1950 edition of M55 SP-43
entablished o series of Schedule 55 fimings. The 58 thicknesses were published in MSS SP-43 amd were developed
in conperation with representatives of the various principal chemical companies and processing industries. In
1952, the B36. 19 Suinless Steel Pipe Stumdard was revised 1o recognize the Schedule 55 wall thickness pipe as
an American Standard. MES and the ASA endersed this inelusion,

The purpose of this Standard Practice i 0 provide industey with o set of dimensional standards for buit-welding
fittings that can be used with these light wall pipes of corosion resisting materials, The center-to-end dimensions
of all finings are identical with those in ASME B16,9, which give @ mdustry the advantage of uniform design
rogsm proetice wnd o meximsm utilization of existing die equipment, The only departure from this 15 in the Lup-
Jenine seub endd, where for parposes of economy, the faee=to=end of the product has been reduced for use with thin
wall pipang.

The advantage of longer center-to-end dimensions of size 34 elbows resulied in o change o the twhles that would
permit o grodual changeover, thus providing manufbciurers ample dme 1o deplete existing stock, re-tool, and
replenish their stock.

The 199 revision of M55 S5P=43 invalved the deletion of metne equivalents.

The 2001 Bealfirmation had no technical changes, There were minor editoral changes, The precedence of the
lenger dimensions for 14 elbows wis mede in aecordunce with ASME B16.9, Referenced stundards were brought
up to date, The title of 180-degree returns was clanfied,

[n the 2IK08 cditton, o minomal pressune rating was estoblished to correspond with the ASTM CR designation.

The 23 edition was revised 1o inelude a new section on welding, o revision of Table | fo include angulinty
tolerances, a revision of Section 6.1 to update AISISAE fitting grade tvpes, data corrections were made 1o Tables
4, 5, and &, referenced standards in Annex A were updated, and pumerous forimatiing and editorial corrections
were made, In addition, the deawings For Section 10 and |1, aod Tables 2, 3, and 5 have been redone in this current
revision although not “flagged” given there were no substantive changes. Mote that various Table corrections
contained within an Errata Sheet issued in 200 0 were also incorporated.

This 20019 editon was revised to include: (1) incorporation of changes to Section 3 and Annex A as contained in
the 200 5 Amendment; (23 updah:s o the Scope; (3} update to Section 3 im'nlvi.ng pressure ratings, (4) clanification
of figures and nomenclature; (6} update of Table 1 Tolerances, (7} clarification of table drawings: (8) update of
Table 4 headings, (9 other editorial and conforming revisions; { 10} update 1o Annex A References.
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JMSS STANDARD PRACTICE SP-43

WROUGHT AND FABRICATED BUTT-WELDING FITTINGS
FOR LOW PRESSURE, CORROSION RESISTANT APPLICATIONS

I. SCOPE

.1 This Standard Practice provides requirements for wrought and fabricated butt-welding fittings
intended for low pressure, corrosion resistant applications. Requirements covered include pressure ratings,
size, marking, materials, metal thickness, dimensions, testing, and tolerances.

1.2 This Standard Practice covers only fittings made for use with Schedule 58 or 108 pipe, for all
Mominal Pipe Sizes (NPS) listed in ASME B36.19M; except that short pattern stub ends suitable for use
with Schedule 408 are also shown
2. REFERENCES

2.1 External stondards incorporated by reference in this Standard Practice are shown in Annex A lor
convenience of identifying edition number, date, and source of supply.

1 s URE TINGS

31 Fimings covered by this Standard Practice are primarily intended for commosion resistant applications,
however, they shall have o pressure rting equal 1o 30% of the allowable pressure rating for comparable
stronght seamless pipe of the same wall and grade of maternal as marked on the fintings, whose ratings are
determined by the applicable ASME B31 Code Tor Pressure Piping

| 3.2 For fitings that are of the same pressure eating as the matching pipe, refer to ASME B16.9. |

4 SIZE

4.1 The size of the fietings in Tables | through & are identified b the corresponding NPS,

5. MARKING
5.1 Each fitting shall be marked as per MSS 5P-25 10 show the following:

a)  Manufactures's name or trademark

by “CR™ followed by the matenal identification symbol established for the respective grade in the
appropriate ASTM specifications or AISVSAE designations

| ) Manufacturer's heat number/identification number |
d}  Schedule number or nominal wall thickness designation
el Size
5.2 Where the size of the fittings does not permit complete marking, Sections 5.1 (a) and (¢) are

mandatory. The other marking and identification marks may be omitted in the sequence, as specified in
MSS 5P-25,

5.3 The required markings shall be made by any suitable method that is not injurious to the fitting,
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6. MATERIALS

6.1 Filtings made from AISUSAE Grade Types 304, 3041, 310, 316, 316L, 317, 317L, 321, and 347 are
considered standard designations under this Standard Practice. Fittings made from other corrosion resistant
matenal, including nonfermous matenals, are acceptable by agreement between the purchaser and the
manufacturer provided they meet the requirements of a recognized and applicable AISUSAE grade
designation or ASTM specification.

7. METAL THICKNESS

7.1 As these fittings are o maich pipe, the dimensions of the welding ends must conlorm o established
pipe standards, with regard to outside diameters and tolerances. The nominal wall thickness of the fittings
shall be the same as the pipe 1w which it is welded; except that fittings with heavier walls may be buu-
welded 1o lighter wall pipe, provided the heavier wall is tapered on the inside or outside 1o maich the
dimensions of the lighter pipe.

B ELLTING DIMENSIONS
.1 LLS, customary (inch) dimensions for the fittings covered by this Standard Practice are given in
Tables | through 6,

8.2 One of the principals of this Standard Practice is the maintenance of a fixed position for welding ends,
with reference to the center-line of the fittings or the overall dimensions, as the case may be,

9, TEST

9.1 Hwdrostatic testing of Bttngs 18 not required in this Standard Practice; however, Nitings shall be
I capable of withstanding a hydrostatic test pressure that is 1.5 times greater than the pressure rating required |
n Section X1,

10. TOLERANCES

101 Table 1 lists tolerances for the fittings covered by this Standard Practice. The location of
| dimensions OA and OP are illustrated in Figure | below and actual maximum angularity tolerances are |
indicated in Tahle 1.
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FIGURE 1
Locations of OA and OP
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MSS STANDARD PRACTICE SP-43

1. WELDING BEVEL

1.1 Fittings conforming to this Standard Practice may be fimished with ends cut square for wall thickness
(.12 in. or less. For wall thicknesses in excess of 0.12 in., the ends shall be beveled at 37'4° £ 234, with
rool face (land) 0.06 in. + 0.03 in. as indicated in Figure 2 below.

—— o o
- AT £24

-

Y
LY

:Vf;" b -
..II___'. /ﬁ ‘

Welding Bevel for "T" 0.06 in. + 0.03 in.
in excess of (.12 in.

R .—i o

FIGURE 2
Welding Bevel

12, FINISH AND HEAT TREATMENT

12.1 The fittings shall be satisfactonly heat treated by an accepted practice, and adequately cleaned to
INSUre MAaximum Cormosion resistance.

13, WELDING

13.1 All fittings shall have the welders, welding operators, and welding procedures qualified under the
provisions of Section X of the ASME Boiler and Pressure Vessel Code (BPVC).
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TABLE 2
Dimensions of Long Radius Elbows

Dimensions are in inches

Dutside Center-to-Ed
NP5 Diameter | ona pirows | 45° Elbows
i at Bevel A B
|12 0,84 .50 (.62
314 1.05 1.50 .75
' 1 1.32 1.50 085
| 1% 1.6 |88 .00
| 1 1.90 225 1.12
2 2,38 3,00 1.3%
| 24 288 3.75 1.75
E 3.50 4.50 2.0
34 4.00 525 225
4 4.50 6.00 2.50
5 3.56 7.50) 3.12
@ f.62 4.000) 375
' 8 8,62 12.00 .00
T 10.75 15.00) 6.25
12 12.75 1800 7.50
14 14.00 21.00 .75
16 16.00 24.00 10,00
IR 18.00 27.00 11.25
20 20,00 10.00 1250
22 22 .00 31.00 13.50
24 24 (0 16.00 1 5.00
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M
C C ¢ C
TABLE 3
Dimensions of Straight and Reducing-on-the-Outlet Tees
Pivmensions are in inches
MNominal Ouiside
NPS Diameter at Bevel Center-to-End
Run Chatler
Run Cutlet c M
|72 tStruil_;hl‘.l .84 0,54 1.04) .00
/4 (Straight) 1.05 1,05 .12 .12
dx 34 x 12 |05 0, R4 1,12 l.12
I {Straight) .32 .32 1.50 .50
I %1x1/2 .32 .84 1.50) |.50
I x1x34 |.32 1.05 1,50 .50
1% (Straight) |66 1,0 1.KK .88
x4 x 172 |6ty 01,84 L .88
1Yax | 1@3"1{4 |66 1,005 K |88
1 x 1 Vx| | s .32 1.K8 | .88
14 (Straight) |.90) 1.5 2,25 2.25
|4 x 1% x 3/4 1.90 1.05 2,25 2.2%5
ex1lax .90 1,32 2,28 225
e x 1l4x 1 | .90 1.6 2,28 2.25
2 {Straight} 2.3% 2.8 2.50 2.50
2x2x3d 2.38 1.05 2.50 1.75
2x2x1 2.38 1,32 2.50 2.00
2x2x1% 2.38 1.66 2,50 2.25
2x2x 1'% 2.38 1.90 2.50 2.38
24 {Stranght) 258 2,08 300 .00
2'ax24xl 2.88 1,32 .00 2.25
2Ax24x% 1Y 288 1.66 3.00 2.50
2axdAaxlla 2.88 1.90 3,00 2.62
2x2hx2 2.8 2.38 3.00 2.75
3 (Straight) 1.50 1.50 138 3.38
Ixdxlls 3.50 1,90 3,38 2.88
Ix3Ix2 31.50 2,38 338 3.00
Ix3x2h 3.50 258 3,38 3.25

(contimeed on next page)
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TABLE 3
Leaiineed)

Dimensions of Straight and Reducing-on-the-Outlet Tees

Mimensions are in inches

MNominal Ouiside

Center-to-End

i Diameter at Bevel
Run Outlet

Run Outlet C M

314 (Stra ight} 4,00 4,0 3,75 31.75
Jaxdax s 4.00 1.90 3,75 3.12
axilhx2 4,00 2,38 3,75 3.25
laxdlax 2 4,00 2.8 3,75 3.50
3ax3lax3 4,00 3,50 3,75 1.62
4 { Stright) 4,50 4.50 4.12 4.12
4xdx1ls 4,50 1,90 4,12 3,38
dxdxl 4,50 2,38 4,12 3.50
dxdx2ly 4,50 2 K8 4,12 3.75
dxdxi 4,50 3,50 4,12 .88
4x4x 3% 4,50 4,00 4.12 4.00)
5 (Straight) 3,50 5,56 4 B8 4.88
Sx8x2 5,50 2,38 4,88 4.12
5x5x2% 5.56 28R 4.KK 4.25
fxix1 5,50 1,50 48R 4.38
5x5x 3% 5,56 4,00 4,88 4.50)
SxSxd 5,56 4,50 48K 4.62

b (Straight) .12 6,62 5,62 5.62
bx6x 2 b.62 2.88 5.62 4.75
hxbhxld f.62 1.50 5.62 4 88
Gxhxils 6,62 4,4 5.62 500
6x6x4 6,62 4.50 5,62 5.12
hxbhns f,62 5.56 562 £.3%

8 (Straight) B.62 B.62 7.00) 7.00
AxBx i 862 4,00 700 .00
BxExd B.62 4,50 7.00) 6.12
Hxfxs §.62 5.56 7.00 6.38
BxExb H.62 .62 7.00 .62
10 (Straight) 10,75 1,75 B, 50 850
10x [0x4 10,75 4,51) .50 7.25
10x 0% 5 10,75 5.50 K, 50 7.50
10x 10x 6 10,75 6.62 K. 50 7.62
10x I0x 8 10,75 H.62 K. 50 H.00
12 {Straight) 12,75 12,75 10.00 | 01,00
12x12x5 12.75 5.56 10.00 550
12x12%6 12,73 .62 14000 E.62
12x12x 8 1275 .62 14,00 Q.00
12x12x 10 12,75 10,75 10,00 Q.50

(coniinued on next page)
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TABLE 3
[ tineed)

Dimensions of Straight and Reducing-on-the-Outlet Tees

Dimensions are in inches

MNominal Outside

i Diameter at Bevel Center-to-End
Run Cutlet
Run Outlet C M

14 {Stmig]'lt]l 14 061 (BRI 11,00 11,061
dx ldx 6 14,060 06l 11,000 03K
[4x 14x 8 14,00 B.02 11.00 9,75
[4x 14 10 14,00 11,75 I 1.00 10,12
ldx 1dx 12 14,00 12.75 11.00 10,62
16 {Straight) (ECR I (RN 12,00 1200
Ihx Ihxd 1000 .02 12.00 10,38
[ty Ihx ¥ 1 (v A1 W62 12,000 110,75
[ 16 x [0 16y, {0} 1,75 1200 11.12
Gy Ihx 12 163,04} 12,75 12,00 11.62
[hx I6x 14 I 6, 001 14 40 | 2.0 124000
18 {Straight) 18,00 18,00 13,50 13,50
|Ex IBx K 18,00 .62 13.50) 11,75
|Xx 18x 10 18,00 11,75 13,50 12,12
K% 1Hx 12 18,00 12,75 13.50 12,62
18 x 18 x 14 18,00 14,00 13,50 13,00
[¥x I8 x 16 18,08) 16,00 13,50 13,000
20 {Straight) 200,00 200,00 15.00 15,00
2W0x20x8 20,00 .62 15.00 12,758
2x 200x 10 20000 10,75 15,00 13,12
20x20x 12 20,00 12.75 15,00 13.62
_20x20x14 [ 2000 14.00 15.00 14,00
_20x20x 16| 2000 16,00 15.00 14,00
Jx 2y IX 200,00) 18410 15,00 14,50
24 {Straight) 24,00 24.00) 17.00 17.00)
24 x 24 % 10 24,00 10.75 17.00 15.12
24 x24x 12 24.00 12.75 17.00 15.62
24x 24x 14 24.00 14.010 17.00 146,00
2dx 24 x 16 2d (K] I .00 17.00 143,001
Mx2dx % 24,00 | &0 17.00 I3, 500
245 24 % 20 24,00 20,00 17,00 17.00
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| TABLE 4 |

Dimensions of Lap-Joint Stub Ends and Caps
Dimensions are in inches

La int-Stub-Ends"™’
Nominal Caps i o
NPS 0., Length Length Diameter of Lap Radius of Fillet
at Bevel E F G A B
| (max. ) | {max.)

1/2 .84 1.00 2.00 .38 0.12 0.03
34 105 1.00 2,010 1.69 0.12 003
| 1.32 1.50 2.0 2.00 0.12 0.03
1Y | .66 1.50 2.4 2,50 019 0.03
14 |50 1.50 2,00 2RE 0.25 0.03
2 238 1.50 2.50 3.62 031 0.03
24 288 1.50 2.50 4.12 (.31 .03
3 3.50 2.00 2.50 5.00 0.3% .03
3% 400 2.50 3.00 5.50 (.18 0.03
4 4.50 2.50 3.00 6.19 (.44 .03
5 5.56 3.00 3.00 .31 0.44 0.06
f B2 3.50 3.50 8.50 0.50 0.06
B B.62 4.00 4.00 10.62 0.50 0.06
L0 10.75 5.00 5.00 12.75 0.50 0.06
12 12.75 6.00 &.040 15.00 0.50 0.06
14 1400 6.50 .00 16.25 0.50 0.06
L& | 600 7.00 6.00 18.50 0.50 0.06
L% | 800 B.00 6.00 21.00 (.50 .06
20 2000 Q.00 .00 23.00 (.50 0.06
24 24.00 10.50 .00 27.25 (.50 .06

NOTES:
(1) Minimum lap thickness shall not be less than nominal wall thickness,
(b} Contact faces of stub ends shall have a modified spiral or concentric serration.

(¢) These lengths and radii for use with Schedule 405 or thinner pipe.
9
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t 0
TABLE 5

Dimensions of Long Radius 180 Degree Returns

Dimensions are in inches

NPS Outside Diameter | Center-to=-Center | Back-to-Face
at Bevel 0 K
1/2 1,54 3,00 .88
34 1.05 3,00 2.00
| 1.32 3,00 2.19
14 1.66 3,75 2. 75
1'4 1.5 4,50 3.25
2 2,38 6,00 4.19
24 2 88 7.50 5.19
3 3.50 9,00 6,25
34 4.00 10,50 L
4 4.50 12.00 B.25
5 5.56 15.00 10.31
f 6.62 | 8,00 12.31
! 8.62 24.00 16.3]
10 10,75 30,00 20.38
12 12.75 36.00 2438
14 14,00 42.00 28.00
I 16,00 48.00 32.00
18 1 5.00 54.00 3600
20 20,00 60, (0 40.00)
24 24,00 72.00 48,00
WOTES:

fm} Alignment of “U™ ends;
NPS B and smaller:  £0.03 in.

NPS 10 and larger: 006 0.

(b} *A™ Dimension is equal to one-half ( 12) the “07 Dimension.

1
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SIS

COMNCEMTRIC ECCENTRIC COMCENTRIC ECCENTRIC
WITHOUT TANGENT ENDS WITH TANGENT ENDS
TABLE 6
Dimensions of Concentric and Eccentric Reducers
Dimensions are in inches Dimensions are in inches
Outside Diameter Orutside Diameter
A at Bevel Length af Bevel Length
nes Large Small H NES Large Small H
Foil Foil Fonil il
VA x 112 108 0. Kd 1,50 X 2% 6,62 2,88 5.5
| x 38 1,32 .68 200 fhx A [ % 1,50 5,50
| % 1.2 .32 .84 200 6R 3% 662 A0 550
| x 34 |32 [KIK 2 fyxd 62 4,50 550
b x12 .6 0.K4 2,00 i x § 6,62 5.56 5,50
1% x 3 [ .05 2] K x 3% N6 4.(Ml (RN 1]
Y |66 1.32 2,00 Bxd | 62 | 4850 .00
1'% x 112 | M1 0, 8d 250 Bl 62 550 [N
1Y x 3/4 |0 .03 2.50 B x 6 §.62 0.62 0,00
114 x | | 5 |32 230 UEX! 10,75 4,50 7,00
Ll 1% |0 |t 2,50 10x5 | 1075 3,50 1.
2% 34 23K 5 1,00 1) % 10,75 6,67 7,00
2x 1 23K 1,32 3,00 10 x & 10,75 8,62 7,00
ix 1'4 23K | 6 3,00 |Ex 3 12.7% 550 o ()
2x 14 138 |90 3,00 12 % 6 12.7% .62 8.0
24y | 28K 1,32 .50 12%x K 12.75% H.62 o.M
24 Y 28K AT A.50 12x 10 12,73 11,75 o.M
244 % 14 28K |.o0 1,50 14 % 6 14.06) fi.62 | 3.00)
24 t_; 28K 23K .50 1du K 1.0 H.62 | 3000
3% 14 1,50 |, i 1,50 14 x 10 1400 10,75 | 3.0
Ixills .50 I.90 .50 ldx 13 {4 0ih | X758 | 3.0k
ixl 1,50 2,38 1,50 16 x & 165,00 5,62 |4 000}
3x 2% 1,50 2, K8 1,50 Gx 10 [ 16,00 10,75 1400
ax 1% 4.0M1 AL 4.0M1 l6x 12 (AL | 275 BRI
_Max % a0 | 1eo [ 400 16 x 14 1 6.0 | 4.0 | 4.0}
Jax2 4,0 2.8 4, & x i | 8.0 0.5 | 5.0k
Yax a4 d4.(M) 2.BH 4.0 I8x12 18,00 |1 2.75 | 5. 00k
Jand 4.00 3,50 4.00 |8 x 14 1800 4.0 1500
4% %% 4.50 190 4.00) 1% x 16 1800 165000 | 5,00}
'TE 4.50 238 4,00 0x 12 20006 12,75 2000
4x2'4 4,50 254 4.1 Alx 14 200D | 4 A3ih 0L
dx3 4.50 3.50 4.0 2x 16 R | .00k 20k
4x 34 4.50 4.00 4.00 20 x 14 200.00) 18,00 2000
Sxl 5.50 238 5.0 2 x 16 000D [EERALL] 20,00
5% 24 5,56 2588 5.00 24x I8 201.00) | %00 20000}
5x3 5.56 3.50 5,00 24 x 20 20000 20.00 200}
$x3l% 5,56 4.00) 5,00
Sxd 5.56 4,50 5,00
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STANDARD PRACTICE SP-43

| ANNEX A |
Referenced Standards and Applicable Dates

This Annex is an integral part of this Standard Practice and is placed after the main text for convenience.

Standard Name

SME: 5

Bl169-2018
B3l

[556, 0% 2018
W36, 19M-2018
RPVC-IX-2017

MSS; ANSUMSS

SP-25-200R

Description

Factory-Made Wrought Buttwelding Finings

[applicable] Coie for Pressure Piping

Welded and Seamless Wrought Steel Pipe

Stainless Steel Pipe

Boiler and Pressure Vessel Code, Section TX: Welding and Brazing Qualifications

Stundord Murking Svsiem for Valves, Fittings, Flanges, and Unions

The following organizntions appenr in the above list or are relerenced within this Standard Proclice:

Alsl

ANSI

ASME

ASTM

MSS

SAE

Aomercan lron and Steel Instiiute
1100 1T Sireel, MW
Washington, 1,C, 20036-4T00

Amercan Matwosnl Standards lnsiiute
25 Went d3rd Swreet, Fourth Floor
Mew Yok, NY 10036-Td (W

Amenean society of Mechanical Engineers (ASME Intermationnl )
Two Park Avenue
Moew York, MY 100165555

ASTM Tntermational
108 Fare Harbsor Divive, PO, Box C700
West Conshohocken, PA 194282950

Manufacturers Standardization Society of the Valve and Fittings Industry, Inc,
127 Park Streel, NE
Viennw, VA 22180-4602

SAE Imternational
AW Commonwenlith Dnve
Warrendale, PA | 508G-0061



Purchase or View a Full Listing of MSS Standards at:
http://'msshq.org/Store/PriceList.ctim

MSS Standard Practices (SPs) related to or referenced in this publication:

AMNSI/MSS SP-25 Standard Marking System for Valves, Fittings, Flanges, and Unions
ANSIMSS 5P-%% Termimalngy for Valves, Fimiugs, and Their Reloted Componenis

American National Standards Published by MSS, an ANSl-accredited Standards Developer:

AMSI/MSS 5P-25 Standard Marking System for Valves, Fittings, Flanges, and Unions

ANSI/VSS SP-44 Steel Pipeline Flanges

ANSLNSS SP-55 Chvality Standard for Steel Casvings for Valves, Flanges, Finings, and Other Fiping Companents
= Viswal Method for Evaluation of Surfoce frregularivies

AMSLMSS SP-58 Pipe Hangers amd Supports — Materials, Desion, Mannfociire, Selection, Applicetion, and
Trstaallation

ANSINSS SP-96 Terminalogy for Valves, Fittings, and Their Reloted Componenis

ANSI/MSS SP-114 Corrosion Resistant Pipe Fiwings Threaded and Socker Welding Class 150 and 1000
ANSI/MSS 5P-122 Plastic Industrial Ball Valves

AMNSI/MSS 5P-134 Falves for Crvogenic Service, fnclinding Reguiremients for BodyBonnet Extensions
AMSLINMSS 5P-135 High Pressure Knife Gote Vialves

ANSI/MSS SP-138 Chvality Stardfard Praciice for Oxypen Cleaning of Valves and Fitiings
ANSI/MSES 5P-144 Pressure Seal Bonner Valves

Do not violate copyright laws
All Standard Practices are officially available only from MSS and through our authorized distributors:
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About M55

The Manufaciurers Standardization Society (MSS) of the Valve and Fittings Indusiry 15 3 non-profit technical association organized
for development and improvement of industry, national and intemational codes and standards for YValves, Valve Actustors, Valve
Modifications, Pipe Fittings, Flanges, Pipe Hangers and Supports, and Associated Seals. Since its establishiment in 1924, M55 has
been dedicated 1w developing standards for national and global applications, in cooperation with other standardizing bodies and
regulatory authorities, MSS is an American National Standards Institute { ANST-aceredited standards developer,

For more information on membership and eligibility requirements, visiec hitpe‘msshg.erg/Store Membership,.cfm
Manufacturers standardization Society of the Valve and Fittings Industry, Inc.

M SS 127 Park Street, NE, Vienna, VA 22180-4620 « Phone (703) 281-6613 » Fax (703) 281-6671
. N “The Technrcal Foice of the Indusiry™

THS-M5S SP-a5-20019




