A Name Built in Steel
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About Saudi Steel Pipes

Saudi Steel Pipe Company, SSP is the leading
manufacturer of premium high frequency welded
pipes in the Middle East & North African region.
SSP offers customers top quality products and
services in accordance to the highest international
standards with integrated manufacturing units,
advanced product testing facilities and excellence
of it's people.

Headquartered in Dammam Saudi Arabia, with offices
throughout the Kingdom, SSP have service and distribution
network in over 20 countries, SSP delivers comprehensive
range of products and services to Oil & Gas industry
including line pipes, OCTG pipes with threading and
coupling, hot induction bending and external coating.
The company also supplies a wide range of black and
galvanized pipes for construction and various other
industry sectors.

By broadening the product availability, streamlining
operations and focusing on collaborative relationships,
SSP always strive to ensure its customers to have the

access to best possible solutions to meet their expectations.

Serving the world’s leading oil & gas companies and
regions major construction projects over the past
several decades, SSP brand has come to stands for
quality, trust and business leadership.

Partners

e

Titanium and Steel Manufacturing Company

(TSM ARABIA) is a Process Equipment manufacturer for
heat exchangers, pressure vessels and reactors, fully owned
by Saudi Steel Pipe Company and commercial production
started in 2014.

We manage our portfolio with clearly defined
strategies and allocate resources to maximize
value creation

Customer focus

Our teams work closely with customers to understand
their needs which directs our production, supply chains
and delivery activities.

Operational excellence

We sustain our business growth through continues
investments on upgrading manufacturing facilities, product
enhancement, technology development and streamlining
supply chain to further improve performance and
competitiveness.

Focus on high value added segments
Our strategic priority is to focus on high value-added and
high growth market segments.

Business Diversity
We integrate our business across the energy sector - sharing

skills and competencies, expand the business horizons and
strategic partnerships with leading global firms.

@

Global Pipe Company

Global Pipe Company (GPC) is a Saudi — German joint venture
Limited Liability Company producing LSAW pipes, partnership
between Erndtebruecker Eisenwerk, Germany (EEW), Saudi
Steel Pipe Co. (SSP), Mr. Ahmed Al Khonaini and Pan Gulf
Holding (PGH)
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Description Size Range Special Length | End Finish | Surface Condition
JUadil « API 5L Grade -B « SASO 1011 (H) £
Byl g o API 5L X42 ~ X70 o ASTM A252 _ S S
Large =16 « API 5L 5CT J55 and K55 « BS 1387 (H) o Mox - 18 m E | s
Diamefer « ASTM A53 Grade A and B Single 2 | B
and Double o = 5
Jaibl * 01- SAMSS 333 CLASS B Gr. X42 ~ X70  * 150 3183 ?:':d"]'z :';g:h) = | S _
dbuwgio g * 01- SAMSS 333 CLASS CGr. X42 ~ X70 = FM 0 10 mewrs Mo 16m g fw—o
Mediom « SHELL DEP 31.40.20.37 < UL6 : S sktag3
Diamefer o SHELL DEP 31.40.20.35 o UL 852 = =E£2%
* ASTM A53 Grade A * EN39 * BSC = Z2 2% &
JINY] « ASTM A500 (Scaffolding) o EN-10219 SBS 3m-7.3m 23 E=s=s =
R Shorter than = & =3 - =
8l Vi g * BS 1387 L, M (Blue & Green) * BS 4568 o M om 3m with 5= -]
Small o EN-10255 (L1, L2 ,M) « BS 1139 «UL6 specil 25 £ = = 3
Diameter * SASO 1011 (L, M, H) o UL 852 arrangement g s ER R
« ANSI C80.1 cUL6 P R




wlblosll Al joiuoll Gigualll plail

Continuous Electronic Process Control

Saudi Steel Pipe Company's commitment to product
reliability begins with precise documentation of raw
materials & continues through each step of manufacturing
to a finished product stage for shipment. Each and every
size, grade for different wall thickness of the pipe is tracked
electronically through 12 stages of production. Within the
system exists a wide range of reports as part of conformants
to APIl, ISO documentation requirements & individual
customer's needs.

SEAM ANNEALING WITH
AUTOMATIC SEAM TRACKING:

The weld area and heat affected zone (HAZ) are
normalised by reheating followed by cooling in a still
air to ensure homogenous metallographic structure and
eliminate residual stresses formed by forming and
welding. This imparts good metallurgical and mechanical
properties to the welded area. The weld seam is
continually adjusted to center of weld line to ensure full
penetration of heat treatment in the weld line and HAZ.

The essential seam annealing variables (temperature
and power) are monitored and controlled in a continual
basis by the CEPC system.
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Continuous Electronic Process Control

WELDING VARIABLES CONTROL:

Beyond material traceability, another vital element of process
control is monitoring and controlling critical variables in the
welding process itself through Continuous Electronic process
Control (CEPC) It is well recognized that the key to consistent
weld quality is the maintenance of proper welding current. line
speed, welding power and welding temperature. These
variables are monitored and controlled on continual basis.
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MONITORED AND CONTROLLED
CRITICAL WELDING VARIABLES:

Power a8l
Current bl
Temperature &)l daya
Line speed InAalldcyw
Efficiency K-Factor* *K Jole 8cLa4

Squeeze roll force
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Inside & outside
weld profile

Seam annealing
temperature
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Beyond the commitment to product reliability through
process control, SSP has invested heavily onto building a
world-class metallurgical laboratory with all the tools
essential for both innovative product development efforts

and comprehensive product quality testing & evaluation.

A team of experienced engineers and technicians
are on hand to provide technical support to both
our customers and SSP's production group.

Among the tools at their disposal is a full range spectrometer for
chemical analysis of raw materials and pipe products. In addition,
a state-of-the-art universal testing machine will allow for an
array of bending, tensile, elongation and flattening test. The
laboratory performs charpy impact tests, micro-hardness test,
metallurgiacal examinations and assortment of other tsts,
including Hydrogen Induced Cracking (HIC) and Sulfide Stress
Cracking (SSC) evaluations, in accordance with industry or
customer specifications.

6agall yloa

Quality Assurance
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Technical Requirements

TECHNICAL REQUIREMENTS | LARGE DIAMETER

Siundard

Application

Chemical Composition (Max %)

Eguaall 698 il 698 Ayl
C Si S v Ti CEQ | PCM Yield Strength Tensile Strength Elongation (a)
|__Mox. [ Min. | Mox_[ Min._|Max | _Min__________|

iliossll yalgal

Mechanical Properties

s pilssoll palgall

API 5L Suita!)le for e =
pSLl B conveying gas, 26 120 0030 0030 ¢d c¢d d 25 45 1940 Axc 0.2
oil & water Uo0J9
| o 026, - 130 00300030, d  d 4, - B o
‘ | X46 026 140 0030 0030 d d  d . %0 . 485 ‘ ‘
‘ . X52 026 ,1.40 0030,00%, d  d  d | - . 360 - . 460 ‘ ‘
‘ . X56 026 140 0030 0030 d d  d . %0 . 40 ‘ ‘
‘ . X60 |  0.26 . 1.40 0030 0030, f  f  f | - . 415 - . 520 ‘ ‘
‘ X5 026 - 145 0030 0030 f  f f 450 5% -
‘ X0 026, - 165 0030 0030, f _ f  f - 45 - 510 -
NOTE: ¢, d & f — for other requirements, please refer to API Spec 5L Standard.
API 5L Suitable for
PSL2 B con.veying gas, 0.22 045 1.20 0.025 0.015 0.05 0.05 0.04 043 025 245 450 415 760 0.93
L | | OIl &wuter | | | | | | | | | | | | | | |
‘ . X42 ,0.22 045  1.30 0.025, 0.015, 0.05 005 004 043 025 6 290 495 415 | 760 | 0.93
‘ | X6 , 022 045 130 0.025 0.015 0.05 0.05 004 043 025 320 | 525 435 760 093
‘ . X52 022 045 140 0.025,0015 d , d , d 043 025, 360 | 530 | 460 760 | 0.93
‘ X586 022 045 140 0025 0015 d  d  d 043 025 390 545 490 760 093
‘ X0 0.121,045f 1.60f,0.025 0015, g g , g 043 025, 415 565 50 760 093
‘ X5 0121 045F 160f 0025 0015 g g g 043 025 450 600 535 760 093
‘ . X170 0121 045f 1.70f 0.025 0015, ¢ , g , g ,043 025 6 485 | 635 570 | 760 | 0.93

NOTE: e, h, i & j — for other requirements, please refer to APl Spec 5L Standard. Requirements for Sour and Off-Shore services shall be as per API Spec 5L Standard.

Carbon
ASTM Steel Pipes
A53 for Ordinary L025 « ~ 095 005 0.045, 205 330
piping
B 0.30 . 120 0.05 0.045 240 415

NOTE (a): Where: e

Minimum elongation in 50.8mm in percent rounded to the nearest percentage.

A = Cross-sectional area of the tensile test specmen in sq.in (mm2) based on specified outside diameter or nominal specimen width
and specified wall thickness rounded to the nearest 0.01 sq.in. (6.5 mm2) or 0.75 sq.in.(484 mm2 ), whichever is smaller
U = Specified minimum tensile strength, Mpa
TECHNICAL REQUIREMENTS | SMALL DIAMETER

@5losrsll yalgall Mechanical Properties

Chemical Composition (Max %) gaallsgd il 5g8
-“nnn Yleld Sirenglh Tenslle Slrengih

€ = 1940 A0Z
5 v = 1/

Gliaalgoll
Standard
Specification

Glighil

Uil
Application o o

Elongation (a)

érndes

. ASTM  G-A | Carbon Steel Pipes for Ordinary Piping 025 095 005 0.045 0.03% ‘ ‘ ‘ ‘ 009
. BS1387 | (L/M) , Carbon Steel Pipes for Ordinary Piping 0.2 1.2 0 045 0. 045 0. 03* 19 - 320 . 460 20
‘ BSC L Carbon Steel Pipes for Ordinary Piping 02 12 0.045 0.045‘ 0.03*‘ 195 - . 320 460 20
. SGB | . Carbon Steel Pipes for Ordinary Piping L 0.2 . 0.045, 0.045, 0.03* 1755 | - . 310 - ‘ 17
_ EN10255 (M/L1/L2), Conveyance of Fluids & Other Applications 0.2~ 1.4  0.035 0.03 003" 195 - , 320 520 20
. SASO  (L/M/H), General Purpose , 02 1.2 0045, 0.045 0.03* 195 | - , 310 510 17
. SBS - Ordinary & Structural 025 - 0.06 006 003 1755 -, 3109 | 5109 17
. BS 4568 | ‘ Electrical Wiring . 0.1 0.25~0.50 0.04  0.04 003* 275 £ ‘ 15
. BS1139 ‘ Scaffolding 02 - 005 005 003 235 - M - ‘ 24
. EN39 | ‘ Scaffolding .02 14 | 0.04, 0045 003* 235 - 30 520 24
. ENT0219 ‘ Scaffolding 022 16 0035 0.035 0.03* 35 - 40630 20
 ANSI €80.1 ‘ Electrical Rigid Metal .02 12 0.045 0045 0.03* 205 -, 3% - . e = 194002
UL-6 Conduit-Steel 0.2 1.2 0.045 0.045 0.03* 205 330 U9

NOTE: e = Minimum elongation in 50.8mm in percent A = Cross-sectional area of the tensile test specmen in sq.in (mm2) based on specified outside diameter or nominal specimen
rounded fo the nearest percentage. width and specified wall thickness rounded to the nearest 0.01 sq.in. (6.5 mm2) or 0.75 sq.in.(484 mm2 ), whichever is smaller
13
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Sutbsiealestib] EanioNes Hydrostatic Test Metallographic Examination L el 5
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0
<
Applied for grades > Grade A P=125t/D Metallographic Examination Impact Test value in accordance
and LW plpe with D< 323.9mm: is performed to demonstrate to customer requiremems.
X P = Test pressure, the effecti  heat treatment
> itht = . - e effectiveness of heat treatmen
o :or:grzulgeo, X6Q with 1= 12.7mm: psi (kg/cm2) of the entire HAZ The test consists of three specimens.
b. For other Grade & thickness §= F;?e(rksr;:::é) (Heat Affected Zone). ()
combination: H=1/2D pst 1k =)}
e . c
¢ For pipe with (D/f) > 10: t = Specified wall thickness, g
H=1/3D in. (mm) -
The test shall be made alternatively D = Specified outside diameter, .S
with the weld at 00 and 900 . in. (mm) 2
o
=
o
()
u]
Applicable for standard g
weight pipe of ND > 2in.: Applicub.le for -
1¢: Ductility of the weld: ND < Zin.: a
_ = <
H=2/3D 900 xT2ND Specified respectively -
nd, ili . insi =
fl i ?u;l;)lny ofsbuse metal: When ordered in size and grade =
=1/3D(>51) for close coiling: >
The test shall be made alternately = 1800 x 8ND o
with the weld at 00 and 900
NOTE (b): H = Distance between exterior surface D = Outside Diameter t = Wall Thickness in mm’

8 a2l jUndll / @it aladhioll
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GrmaolljLall
T Uasoll dgind
Metallographic Examination

alia gl jLsal
Eddy Current Test

abauidl jlial
Flattening Test (b)

(eSS e) il jlaal
Bending Test

Gloaualdl jLuxal
Impact Test (PSL2)
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Hydrostatic Test

Applied for ND > 2 in Applied for ND < 2 in Specified respectively in size

Applied for ND > 2 in

Applied for ND > 2in | Applied for ND € 2 in bar 50 ‘ ‘ :
Applied for ND > 2in  Applied for ND < 2.in bar 50 ‘ ‘ ‘
Applied for ND > 2in | Applied for ND €2 in bar 50 ‘ ‘ ‘
Applied for ND > 2in ~ Applied for ND < 2 in bar 50 ‘ ‘ ‘
Applied for ND > 2in | Applied for ND < 2 in bar 50 ‘ ‘ ‘
Applied for ND > 2in  Applied for ND < 2.in bar 50 ‘ ‘ ‘ o
- ‘ Applied bar 50 ‘ ‘ ‘ )
NA ‘ NA NA ‘ ‘ ‘ *g
Applied ‘ NA NA ‘ ‘ ‘ =
NA ‘ NA NA ‘ ‘ ‘ 8
NA . Applied for ND< 6 in NA ‘ ‘ ‘
NA Applied for ND < 6 in NA

U = Specified minimum ultimate tensile strength MPa
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HFlI Welded Manufacturing Process

A controlled high precision welded steel pipes formed by rolling il il Ll panil oy dle @85 @l plal dydoc
hot rolled coil (HRC) and welding is the seam with High éh_w@ oaludl e wga ol ayandl ale) oo lodyA b oy
Frequency Induction Heating (HFI) process. Pressure is used to &)l &ays wad b 2all padiung il gJle goiall plalll
forge the material under elevated temperature to melt ‘gl uapnl slgo &aLAl oa olalll w@_q i 2830
together, and no filler material is added to the weld (onl ; O, . .
Fo?ging). The welding apparatus contains an induction coil tr(1at iZ )LU _UJ(}U re-& il _UA“ wabo v ol elalll jlas goiay
LuhlsogimAa Ulao W ol 1im agyg .aa il L__5\_ll_c @_‘Jb}_mj

energized with a high-frequency electric current. This generates el ely) Lol - LAl & bims Ul e
a high-frequency electromagnetic field that acts on work piece - ot ow J V9 e 22l o

iUl aln
with no contact between the coil and the pipe surface. Ul ?

HF - ERW PIPE MANUFACTURING PROCESS FLOWCHART

4. ULTRASONIC

1. UNCOILLING & LEVELING 2. COIL ACCUMLATOR 3. SIDE TIMMER / EDGE MILING e 5. FORMING
BSOS sswaneane  TUTRONNECON  encarame
11. CUTTING 12. END FACING 13 HYDROSTATICTESTING o oy 11O 18- RO e o
20. SHIPPING 19. STORING PIPE 18.MILL COATING / MARKING [\ A7 VIOLAL & A EReORING

17



MANUFACTURING CAPABILITIES Eduaidl Gluiliol
SSP high frequency electric-welded pipes are widely dyage ! @4y gl o dogalall wudnll bl paaiws
used throughout the oil and gas industry, construction Lopscg cclidl Jloclg jlllg lnail dclin g8 wlall gl
and other industrial applications. Ayclinll alolaniwll oo

it
HFI WELDED PIPES " ’10 20" ’ 350,000 MTY

HOT INDUCTION BENDS (g ) ‘ 64"> 30,000 MT
EXTERNAL COATING ¢ )l 307) 1 Million M2
THREADING & COUPLING  (6.5")« ( 20" 3 Million FT

About Us

Production Range

Quality Assurance
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Contact Us



&)l ASTM A53 G-A SCH 40 / SASO SSA 1011 wuulil
ASTM A53 G-A SCH 40 |/ SASO SSA 1011 - Hea

USES OF ASTM:

e Chilled Water System
e Water Lines

¢ Pedestrian Bridges
* Water Wells & Water Pumps

Advertising Boards
* Guard Rail
Firefighting & Fire Protection System

e Space Frame Structure
* Oil, Gas & Steam Line

e Fence
‘ ¢ Protective Barriers
¢ Boundaries
NOTE:

Permissible variations in weight and dimensions
Qutside diameter : 1-1/2 inches and smaller: +/- 0.4

2 inches and larger : +/-1%
Wall thickness:  -12.5%
Weight: +/-10%

i34 500l wlanlgoll &al=ollg @l gaill 11l d) dyag=udl wlanlgoll wuna clagully didlasl wlall u Ui
CARBON STEEL PIPES FOR ORDINARY PIPING CONFIRMING TO SASO STANDARD SSA 1011- HEAVY EQUIVALENT
TO ASTM A53 G-A, E.R.W. STEEL PIPES, BLACK AND HOT DIPPED ZINC COATED

TN ey lall phill @Aloul Nominal Weight  (jgJl WTTIN

Nominal Size Ouside Diameter Wall Thickness Plain End Thread and Coupling Plain Ends ;Ji:::‘::sl‘l;?:

kg/m kg/ft kg/m kg/ft psi kg/cm?
‘ 15 ‘ 1/2 . 0.840  21.30  0.09 | 2770 127 039 | 127 | 039 700 | 50.0
‘ 20 ‘ 3/4 | 1.050 2670 , 0.113 | 2.870 1.9 051 | 1.69 051 700 | 50.0
‘ 25 ‘ 1T, 1315 | 3340 | 0.133 | 3.380 250 , 076 |, 250 | 076 700 | 500
‘ 32 C1-1/4 0 1.660 | 4220 | 0.140 | 3.560 339 . 1.03 | 340 | 1.03 | 1200 |  85.0
‘ 40 o 1-1/2 0 1900 | 4830 | 0.145 | 3.680 405 123 | 404 | 124 | 1200 | 85.0
‘ 50 ‘ 2 . 2375 | 6030  0.154 | 3910 544  1.66 | 546 | 1.67 | 2300 | 162.0
‘ 65 . 2-1/2 . 2875 | 73.00  0.203 | 5.160 8.63 263 | 867 | 264 | 2500 | 176.0
‘ 80 ‘ 3 | 3500 8890 | 0.216 | 5490 | 11.29 | 3.44 | 1135 | 345 | 2220 | 156.0
‘ 90 . 3-1/2 . 4000 10160  0.226 5740 | 13.57 413 1371 417 | 2030 | 143.0
‘ 100 ‘ 4 4500 11430 | 0.237 | 6.020  16.07 | 489 | 16.23 | 494 | 1900 | 134.0
‘ 125 ‘ 5 | 5563 | 14130 0258 6550 | 2177 | 6.63 | 2207 | 672 1670 | 118.0
‘ 150 ‘ 6 | 6.625 | 168.28  0.280 | 7.010 | 2826 |  8.61 2858 870 1520 | 107.0
‘ 200 ‘ 8  8.625  219.10 | 0.322 | 8.180 | 4255 | 12.96 | 4373 | 13.33 | 1340 | 95.0
‘ 250 ‘ 10 | 10750 | 273.00 , 0365 | 9.270  60.29 | 1836 |, 63.36 | 1932 | 1220 |  86.0
‘ 300 ‘ 12 12750 | 32380 0406 | 10310  79.70 | 2427 | 79.70 | 2430 1150 | 81.0
‘ 350 ‘ 14 | 14.000  355.60  0.438 | 11.130 9455 = 2879 ‘ . 1130 80.0
‘ 400 ‘ 16 | 16.000  406.40 0500 | 12.700 | 12330 |  37.55 ‘ . 1120 0 79.0
‘ 450 ‘ 18 | 18.000 | 457.00 | 0.562 | 14.270 | 155.87 | 47.46 ‘ . 1120 79.0
‘ 500 ‘ 20 20.000  508.00  0.594  15.090 | 183.42 5585 ‘ 1070 760
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Saudi & British Standard [ SASO SSA 1011 Light, Medium and Heavy

M_J}.oﬂl uldnlgold @al=sollg &usidl 1.l 0d) éyag 2wl wldnlgoll wuua claguldlg didlaoll ulnll LL.LJLJ'
CARBON STEEL PIPES FOR ORDINARY PIPING CONFIRMING TO SASO STANDARD SSA 1011- LIGHT & MEDIUM

EQUIVALENT TO BS 1387-85 STEEL TUBES & TUBULARS SUITABLE FOR SCREWING TO BS21 PIPE THREADS -
)
OusdeDimter g s i [
ol phill Glell aall @bl aall dsloull ada goas dla &o didao 'ﬁjﬂ '2
Nominal Bore Max Min Wall Thickness Plain End Screwed and socketed Pie.ces
9/ Jb) | §/dby | p/oad | §/Jb) | §/oas 2 Per
‘ 12 0841 214 0825 210 0.080 . 0.640 0290 0947  0.646 0293 095 150
20 34 1.059 269 | 1.041 26.4 0.092 23 . 0.944 0.428 138 0954 0433 1.39 105
. 25 1 1.328 338 1309 332 0104 26 135 0612 198 136 | 0617 = 2.00 70
a 32 1-1/4 1600 425 1650 419 0104 26 173 0785 254 175 | 0794 | 257 48
~ 0 1-12 1903 484 1882 478 0116 29 219 0993 323 222  1.01 3727 42 %
; 50 22300 60.2 2347 59.6 0.116 2.9 2.76 1.25 4.08 2.81 1.27 4.15 30 g
= 65 2-1/2 2991 76.0 2960 752 0128 32 390 177 5711 398 181 = 583 25 %
LU 3 349 887 3460 879 0128 32 458 208 672 469 213 6.89 20 S
100 ‘ 4 ‘ 4.481 113.9 ‘ 4.450 ‘ 113.0 ‘ 0.144 ‘ 3.6 ‘ 6.64 3.01 . 975 | 684 0310  10.00 10 5
15 12 | 0.85 217 0831 211 | 0.104 | 26  0.822 0373 121 0828 0376 = 1.22 120 '§
20 3/4 1.072 27.2  1.047 26.6  0.104 2.6 1.06 0.481 1.56 1.07 | 0.485 1.57 84 IS
25 1 | 1346 342 1316 | 334 0128 32 1.4 0744 241 165 0748 = 243 60
32 1-1/4 1687 | 429 1657 | 421 0128 32 211 0957 310 213 0966 3.3 42
2 40 1-1/2 1919 488 1889 480 0128 | 32 243 110 357 | 246 112 36 3
= 50 2 . 23% 60.8 2354 59.8 | 0.144 3.6 3.42 1.55 5.03 3.47 1.57 5.10 26
5 65 2-1/2  3.014 76.6 2969 754 0144 36 438 199 643 446 202 655 18
80 3 3524 895 3469 881 0160 40 569 | 25 837 580 263 854 14 .
100 4 4524 1149 4459 1133 0176 45 814 3.69 1220 834 = 378 12.50 10 =
125 5 4534 1406 5.459 1387 0192 5.0 10.9 4.94 16.60 11.2 5.08 17.10 8 ©
150 6 6539 1661 6459  le41 0192 50 129 585 1970 133  6.03 20.30 7 2
(%]
32 1-1/4  1.689 424 0825 421 0158 40 2.549 1159 38 2569 1.168 3.83 42 i
40 ‘ 1-1/2 ‘ 1.921 48.8 ‘ 1.041 48.0 ‘ 0.158 4.0 ‘ 2.938 1.335 4.38 2.965 1.348 4.42 36 =
50 2 23% 608 1.309 59.8 0177 45 4152 1.887 6.19 4199 1.969 6.26 26 S
65 ‘ 2-1/2 ‘ 3.016 76.6 ‘ 1.650 75.4 ‘ 0.177 4.5 ‘ 5.319 2418 7.93 ‘ 5.394 ‘ 2.254 8.05 18 o
8 3 35U 895 1882 881 0197 5 6908 314 103 7.043  3.201 10.5 14
100 4 4.524 114.9 ‘ 2.347 113.3 ‘ 0.213 5.4 ‘ 9.726 4.4 14.5 9.927 ‘ 4.512 14.8 10
125 5 4535  140.6 2960 1387 0213 54 1201 5457 170 1234 561 184 8
150 6 6.539  166.1  3.460 641 0.213 54 14D 6.494 N3 1469 6677 219 7
*Available upon request
NOTES: 1) Dimensions and weights are in accordance with 150 R65 Tolerances: Thickness: © Light: - 8%

2) Hydrostatic test pressure: 700psi (50kg/em?)

* Medium: - 10%
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ASTM A53 ailoll ulonlgo
ASTM A53 Product Specifications

Nominl | vt Nominl Weigh| et Presare |
S | iamotr S
g/m g

and Weight Class
|_inch | inch | mm | inch | mm _psi | bar [ psi ] bar |

0154 391 544 1658 2300 159 2500 172,
0218 554 748 2280 2500 172 2500 172

2 2.375 603 . Y£10, ., L I I I I I ]

0340 874 STODS(O) i aag 9500 172, 2500 172

, 0436 11.07_ 13.44 4097 2500 172 2500 172,
0.203 | 5.16 863, 2630, 2500 172 2500 172,

2y 9g75 73 0276, 7.01  40(sTD)Xs(80) 1141 3478 2500 172, 2500 172,

0.375 . 9.52 YXS 1490 4542 2500, 172 2500 172
, 0.552  14.02 2039 6.215 2500 172 2500 172,
0125 3.8 672 2.048 1290 89 1500 100
0.156 , 3.96 8.29 2527 1600, 110 1870 129
0.188 478 40 ($TD) 992 3.024, 1930, 133 2260 156
0.216  5.49 U 1129 3441 2220 153 2500 172
3 35 889 0250 635 1293 | 3941 2500 , 172 2500 172 APPLICATION FOR ASTM A53
0.281 , 7.14 1440 4389 2500, 172 2500 172 .
0300, 7.62 Xs(80) 1527 4654 2500 172 2500 172, ° Water well casing
0.438  11.13 XS _ 2135 6507 2500 172 2500 172, » Water pipelines
, 0.600 _15.24 27.68 8437 2500 172, 350 V2, Cpjjled water system
0125, 3.8 772 2353 1120, 77 1310, 190 .
0.156  3.96 40 (sT0) 953 2905 1400, 67 1640 113 * Fire fighting
0.188  4.78 _ 1141 3.478 | 1690, 117 1970 136 e Construction applications
3% 4 1016 0226 574 1357 4136, 2030 140 2370 163 such as fences, protective
0.250 , 6.35 1492 4548 2250 155 2500 172 _
0.281 7.14 1663 5.069 2500 172 2500 172 barriers, etc.
. 0318 8.08 Xs (80) _ 18.63  5.678 2800 193 2800 193,
0125 3.18 . 871 2655, 1000, 69 1170 81
0156, 3.96 1078 3286, 1250, 86 1460 101
0.188 478 1291 3935 1500 103 1750 121
0219 556 1491 4545 1750 121 2040 141
0.237 . 6.02 40 (sTD) 16.07 | 4898 1900, 131 2210 152
4 45 1143 0250 635 1690  5.151 2000, 138 2330 161
0.281  7.14 . 18.87 5752, 2250 151 2620 181
0312, 792 2078 6334 2500 172 2800 193
. 0.337 . 8.56 XS (80) 22.32  6.803 2700 186 2800 193,
0.156 , 3.96 1341 4087 1010, 70 1180 81
0.188 478 _16.09 | 4904 1220 84 1420 98
0219 556 1861 5.672 1420 98 1650 114
0.258  6.55 40 (STD) 2177 | 6635, 1670 115 1950 134
0.281  7.14 2362 799 1820 125 2120 146
5 5563 1413 0312 7.92 2605 7.940 2020 139 2360 163
0.344 874 Xs (80) | 2857 8708, 2230 154 2600 179
, 0.375 952 3094 9.431 2430 168 2800 193,
0188 4.78 _19.27 5873, 1020, 71 1190 82
0.219 556 2231 6800, 1190 82 1390 96
0.250  6.35 2536 7730, 1360, 94 1580 109
0.280 7.1 40 (STD) | 2826  8.614 1520 105 1780 123
6 6.625 168.3 0312 7.92 . 3132 9546 1700 117 1980 137
0.344  8.74 | 34.39 10482 1870 129 2180 151
, 0375 952 37.28 11363 2040 141 2380 164,
0.188 478 2526 7.499, 780 54 920 64
0.203 5.6 2722 8297, 850 59 1000 69
0.219 556 2928 8925 910 63 1070 74,
0.250  6.35 3331 10153, 1040 72 1220 84
0.277 . 7.04 | 36.31  11.067 , 1160, 80 1350 93
0312 7.92 412412570 1300 90 1520 105
B BB I e g 40 (STD) | 4255 12969 1340 93 1570 109
0.344 874 | 4534 13.820 1440 100 1680 116
0.375  9.52 4920 14996 1570 109 1830 127
0.406 1031 | 53.08 16179 1700 118 2000 138
0.438  11.13 _ 57.08 17398 | 1830, 127 2130 147
0.500 1270 XS 64.64  19.702 2090 . 145 2430 168,
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Outside :
0.188 . 478 3162, 9.638 . 630, 44 73(1.?
0203 5.16 3408 10388 680, 47 800, 56,
0219 . 556 3667 11177, 730, 51 860, 60,
gggg ggg L4175 12725 840, 58 980: 68:

L == | *-¥Y7 |

0w s Cise T TN TR T
0344 874 5696 17361, 1150, 80, 1340, 93
0365 997 (T 60.29 18376 . mo: 85 1430‘ 9
0438 1113 7187 21906 1470, 402 1710 118,
0500 , 12.70 XS . 8152 24.847 1670: 116 1950, 135,

0594 15.09 95.97 _ 29.257 1990, 138 _ 2320 160,
0203 5.16 4055 12360 570 40, 670, 47
0219 556 4363 13298 620, 43 720 50,
0250 635 4971 15152, 710, 49, 820 57
0.281 . 7.14 s575 16993, 790, 55, 930, 65
gg;g ;3: 6169 18803 80, 61, 1030, 71,
. . 651819,

121275 3238 0344 874 2?93 ;3232 g;g 2? :?Zg ;g
0375 . 9.52 SO 7378 22488 1060, 73 1240 86
0406 1031 40 7970 24293 1150, 80 1340 93
0438 1113 8582 26058, 1240, 86 1440 100,
0.500 1270 XS | 97.43 | 29.697 14101 9% 1650 114,
0.562 . 1427 10892 33.199 1590, 110 1850 128

0625 1588 12139 36,999 1770 122 2070 143,
0210 533 4604 14033 540, 38, 630 44
0219 556 4799 14627 560, 39 660 46
0.250 . 635 5469 16670, 640, 45 750 52,
0281 7.14 6135 18699 720, 50, 840 58
0312 7.92 .90 2069 . 800, 55, 940, 65

N IR ¥/ 7476, 22787 880, 61, 1030 71
0.375 | 952 S4ToD 8125 24765 960 67 1120: 78:

ok e TR T TR

L u.a07 71 767 1210 84 1410, 98
0.500 . 12.70 XS (107.39 3730 1290, 89, |

39 32732, 1290 89 1500 104,
0.59 | 15.09 1271 38621, 1530, 106, 1790 124

_0.625 1588 13369 40.749 1600 111 1880 130,
0219 556 TS0 16757, 490 34 570, 40
0250 6.35 G064 19093, 560, 39 660 46,
0.281 , 7.14 7030 21427, 630, 44 740 51,
ggli ;;2 7783 23723 700, 49, 820 57
. )

16 16 4064 0375 9.52 STD 333 gg;gg Zg :g 333 2:
0438 1113 40 10849 33068, 990, 69 1150 80
0.469 . 1191 ( 115.86, 35314 1060 73 1230 85,
0.500 , 12.70 Xs) ‘123.30‘ 37.582 1120, 74 1310 91
0.562 1427 13849 42212 1280 89 1490 103,

0.625 1588 153.90 46,907 1420 98 1650 114,
0250 6.35 7060 21519 500 35 580 40
0.281 | 7.14 7924 24052 560, 39 660 . 46,
0312 7.92 8775 26746 620 43 730 51,
0344 . 874 9666, 29462 690, 48 800, 56,
0375 9.52 SO 10510 32034 750, 52, 880 61

18 18 457 _ 0.406 1031 11362 34631, 810, 56 950 66,
0438 1113 12243 37317 880, 61, 1020, 71
0469 1191 13078 39.862 . 40 65, 1090, 76
0.500 | 12.70 XS (139.20  42.428 , 1000 69 1170 81
0.562 1427 40 (155.87 , 47.509 1120 73 1310 91

0625 1588 17496 53.328 1260 87 1470102,
0250 635 7855 23942 450 31 520 36
0281 7.14 8809 26880 510 36, 590, 41
0312 792 0767 29770 560, 39 660, 46
034 874 0760 3279 620 43, 720 50
0.375 | 952 STD 11702 35.668, 680, 47 790, 55

20 20 500, 0406 1031 12653 38566 730 51, 850, 59
0438 1113 13637 41566, 790, 55 920 64,
0469 1191 14570 44409 850 59 950 66
0.500 | 12.70 X 15502 47281 900, 62 1050, 73,
059  15.09 40 18342 55906 1070, 74 1250 87
0625 1588 19324 58900 1130 78 1320 91

ASTM wuUi wlslasiwl

ololl T yadass

olioll JBi lagha
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EN 10255 wuilonlgo

EN 10255 Specifications

EN 10255 TYPE L1

e .

SheneerD (o | ThendSze R Wl Thcaes ol
T (mm) Plain End (kg/m) Threaded & Socketed (kg/m)

‘ 213 ‘ Y ‘ 218 ‘ ‘ ‘ 1.2 ‘ 1.2

‘ 26.9 ‘ Y ‘ 273 ‘ 26 5 ‘ ‘ 1.56 ‘ 1.57

‘ 337 ‘ 1 ‘ 342 ‘ 333 ‘ 3.2 ‘ 241 ‘ 243

‘ 424 ‘ 1 ‘ 429 ‘ 4 .32 ‘ 3.1 ‘ 3.13

‘ 483 ‘ 1% ‘ 488 ‘ 479 .32 ‘ 3.56 ‘ 36

‘ 603 ‘ 2 ‘ 608 ‘ 59.7 .36 ‘ 5.03 ‘ 51

‘ 76.1 ‘ 2% ‘ 76.6 ‘ 753 .36 ‘ 6.42 ‘ 6.54

‘ 889 ‘ 3 ‘ 89.5 ‘ 88 ‘ 4 ‘ 8.36 ‘ 8.53

‘ 1143 ‘ 4 ‘ 115 ‘ 113.] .45 ‘ 122 ‘ 125

‘ 139.7 ‘ 5 ‘ 140.8 ‘ 138.5 ‘ 5 ‘ 16.6 ‘ 171

‘ 165.1 ‘ 6 ‘ 1665 ‘ 1639 ‘ 5 ‘ 19.8 ‘ 204

EN 10255 TYPE L2

Specilied Outsd M Medium Series
pecified Outside . .
Diameter D (mm) Thread Size R Maximum (mm) Minimum (mm) Wall Thickness | Mass Per Unit Length of BareTube |

T (mm) Plain End (kg/m) Threaded & Socketed (kg/m)

‘ 23 ‘ Y ‘ 27 ‘ 210 ‘ ‘ 1.08 ‘ 1.09 ‘
‘ 29 ‘ % ‘ 2771 ‘ 24 ‘ ‘ 1.39 ‘ 140 ‘
‘ 337 ‘ 1 ‘ 340 ‘ 3.2 ‘ 249 ‘ 220 ‘ 222 ‘
‘ 124 ‘ 1% ‘ 07 ‘ 419 ‘ 29 ‘ 282 ‘ 285 ‘
‘ 483 ‘ 1% ‘ 186 ‘ 478 ‘ 29 ‘ 3.24 ‘ 3.28 ‘
‘ 60.3 ‘ 2 ‘ 60.7 ‘ 59.6 ‘ 3.2 ‘ 449 ‘ 456 ‘
‘ 76.1 ‘ 2% ‘ 763 ‘ 75.2 ‘ 3.2 ‘ 573 ‘ 5.85 ‘
‘ 88.9 ‘ 3 ‘ 894 ‘ 87.9 ‘ 36 ‘ 755 ‘ 7 ‘
‘ 1143 ‘ 4 ‘ 1149 ‘ 1130 ‘ 40 ‘ 108 ‘ 1l ‘

NOTE: Pieces per bundle: Not determined yet (to be checked by PCD & Production Dept.)

EN 10255 M SERIES

S P Our5|de Diameter M Medium Series sl
Fmtor D (o] Bundle
Diameter D {mm) Thread Size R qul Thickness Mass Per Unit Length of Bare Tube Bundle
T (mm) Plain End (kg/m) Threaded & Socketed (kg/m)

‘ 213 ‘ ‘ 24 ‘ 210 ‘ L0947 ‘ 0956
‘ 2.9 ‘ % ‘ 2.9 ‘ 2.4 ‘ . 138 ‘ 1.39
‘ 337 ‘ 1 ‘ 338 ‘ 332 ‘ 2.6 ‘ 1.98 ‘ 2.00
‘ 424 ‘ 1% ‘ 425 ‘ 419 Y . 254 ‘ 257
‘ 483 ‘ 1% ‘ 484 ‘ 478 29 Y ‘ 327
‘ 603 ‘ 2 ‘ 60.2 ‘ 59.6 ‘ 29 ‘ 4.08 ‘ 4.15
‘ 76.1 ‘ 2% ‘ 76.0 ‘ 752 ‘ 32 ‘ 571 ‘ 5.83
‘ 88.9 ‘ 3 ‘ 88.7 ‘ 879 ‘ 32 ‘ 6.72 ‘ 6.89
13 ‘ 4 ‘ 1139 ‘ 1130 36 s ‘ 100
NOTE: The tolerance on wall thickness is: The mass tolerance on welded tubes is:
e =+ 10% for M series. e =+ 7.5% on bundles of 10 tons or more, for M series.
8% with the plus tolerance limited by the mass tolerance, for Types L1 and L2. e+ 10% —8% on individual tubes for Types L1 and L2..
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SBS 11399 EN 102199 EN 39 wlanlgo
EN 39, EN 10219, SBS 1139 Specifications

EN 39
Nominal Vulues (Type 4) Nominal Vulues (Type 3) Pieces Per Bundle
Wall thickness, mm -10%
‘ Outside Diameter, mm (including ovality) ‘ 48.3 ‘ 48.3 ‘ + 050 ‘ 36 ‘ n
Inside Diameter, mm 40.3 419 * 3
Mass (single tube), kg/m ‘ 437 3.56 15% 8
* The inside diameter of tubes shall allow insertion of a gauge of diameter 37.7 mm for a minimum length of 200 mm. '2
EN 10219
WolTidaes, nn T e | oo Lng
Nominal Size
mmmm-m-
o ‘ 48.3 ‘ 48.8 2.88 ‘ ‘ 352 ‘ 3.56 ‘ 6000 ‘
NOTE: Tolerances:
* Qutside Diameter: == 1% with a minimum of = 0.5 mm and a maximum of = 1.0 mm g.,
« Wall Thickness: +10% =
« Length: 0, +15 mm &
o Mass: + 6% on individual delivered lengths c
o
s
8]
w £ =]
SCAFFOLDING TUBES BS 1139 Wiléwdl vl S
wigll gl sae * ARAMFO Specification Zinc Couting Thi.ckness = 40 micron 5
Wall Unit Weight Pieces Per Wall Thickness (W) Tol. = +5% Zinc Coating Weight = 285 g/m?
Thick K Bundl
s g/m - NOTE: Other scaffolding specification be produced as per agreement with customer
A M3 1w 4 437 3
()
[u)
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ayylaill L_L_J___JUDlg SGBg SBS u_uLll

SBS, SGB and Commercial Pipes

CARBON STEEL TUBES FOR LIGHT STRUCTURAL AND OTHER GENERAL PURPOSES. (S.B.S.)

Il el Gyl pasll a4 Loud | vigll Sk

mnur;i Outside Diameter (mm) Wall Thickness (mm) Wer')!il:; of ‘*"*;gbu'

LI

dng) &1l @ @Wl Glell 2l wdall aall - Pieces per

inch Standard Tolerance Standard Minimum Bundle
‘ ‘ 1/2 ‘ 20.9 ‘ +0.2 ‘ ‘ 1.35 ‘ 0.717 ‘ 150 ‘
‘ ‘ 3/4 ‘ 26.5 ‘ +02 ‘ ‘ 135 ‘ 0.925 ‘ 105 ‘
‘ 25 ‘ 1 ‘ 32.8 ‘ +03 ‘ 1.5 ‘ 135 ‘ 1.158 ‘ 70 ‘
‘ 32 ‘ 1% ‘ 41.6 ‘ +04 ‘ 1.5 ‘ 1.35 ‘ 1.480 ‘ 48 ‘
‘ 40 ‘ 1% ‘ 47.5 ‘ + 04 ‘ 1.5 ‘ 1.35 ‘ 1.701 ‘ 42 ‘
‘ 50 ‘ 2 ‘ 59.6 ‘ 05 ‘ 18 ‘ 1.62 ‘ 2.566 ‘ 30 ‘
‘ 65 ‘ W ‘ 74.8 ‘ +07 ‘ 18 ‘ 1.62 ‘ 3.240 ‘ 25 ‘
‘ 80 ‘ 3 ‘ 87.7 ‘ + 038 ‘ 2.0 ‘ 1.80 ‘ 4.230 ‘ 20 ‘
‘ 100 ‘ 4 ‘ 112.8 ‘ +1.0 ‘ 2.2 ‘ 1.98 ‘ 6.000 ‘ 10 ‘
NOTE: Tensile Strength = 31.7 - 52.1 kg/mm? Yield Strength = 17.9 kg/mm? Elongation = 17% (min)

BS 21 Yudawidl uas bl o byl daawliodl djlasdl BSC waubii
BSC COMMERCIAL GRADE STEEL TUBES SUITABLE FOR SCREWING TO BS 21 PIPE THREADS

o Wl o Vol o Tk o
I R N T R B BT R
I N T i
‘ ‘ 0831 2100 . 0815 2070 0075 175 089 . 060 090 | 0605
‘ 20 ‘ % 051 2670 1085 2630 | 008 2.1 C 1% 125 0840 | 126 083 | 105
‘ 5 1 129 3300 1283 3260 , 009 23 | 212 | 74 11712 75 0 1189 70
3 1% e | 4180 | 1630 4140 0091 23 212 | 223 149 | 226 1519 48
M 1w 1880 | 4770 | 1862 4730 | 009% 25 23 277 182 281 1888 42
C s 2 238 | 599 | 23%5 | 5930 0102 |, 26 24 366 2453 372 250 | 30
‘ 65 | 2% . 297 | 7510 | 2933 745 | 04 29 267 514 | 3454 526 | 35 25
C 80 3 345 | 8800 | 3441 e740 | O0M4 29 267 | 606 4072 | 623 487 | 20
C00 4 4453 11300 | 4429 | 11250 | 01% |, 32 295 866 5813 895 6015 10
C 5 5 553 14060 | 5461 | 1870 | 0177 | 45 414 1500 10081 1550 1047 8§
o100 6 6539 16600 6461 | 16410 0177 45 414 1782 | 1976 | 1842 | 12319 7
W0 8 855 | 21730 | 8476 . 21530 | 0209 | 53 | 488 2750 18545 2886 19395 5
NOTE: 1) Tensile Strength: 33-47 kg/mm?
2) Elongation is 5.65 V'50: 20% (min) APPLICATIONS Glolaaiawll USES Glolaaiawl
3) Hydrostatic pressure for test: 50 kg/cm (700psi) _« Steel Furniture ANl GGl e of SBS SBS (S ___Ul
4) Standard length: 6 meters. . * Hand Rails ‘ aligighl o
5) Unit weight of tube will vary with _* Ceilings ‘ woawll o . Green ~Houses dabplagudl «
respect fo OD & wall thickness. e Water Irrigation & Nipples Gl e . * Ceilings Wowll e ‘
* Fences Jlgwdl o . * Decorations ‘ whgayall o
. * Trolleys ‘ wlyell s * Steel Frames | aslgellalhlall
. * Dairy Houses ‘ rolsill galo © ‘ . Car Exhaust ‘ whbloalge o
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clgmlig jlaudlg oliodl Wlo=iwl jua sl hall Ula &ageudl wasLill E
SAUDI GREEN BAND PIPES FOR STEAM, WATER & AIR PIPING O
=]
o
owll asll sl gl i Lowd | il e °
Nominal Size Outside Diameter (mm) Wall Thickness (mm) Weight of Pipe anlibl =5
L gy &l U 2gouoll eIl Glell aall End Screw & Socketed Pieces per
" 7
mm Standard Tolerance Standard Minimum TKm (Kg/m)  ro/as Bundle

‘ 15 1/2 ‘ 21.3 ‘ +03 ‘ 2.6 ‘ 2.39 ‘ 1.20 ‘ 1.21 ‘ 120 ‘

N 3/4 ‘ 269 | +03 2.6 ‘ 238 156 1.57 ‘ 84
5 1 ‘ 87 +04 3.2 ‘ 293 241 2.43 ‘ 60 o
‘ 32 1% ‘ 424 ‘ + 04 ‘ 3.2 ‘ 2.93 ‘ 3.09 ‘ 3.12 ‘ 42 ‘ o
‘ 40 1% ‘ 48.3 ‘ +04 ‘ 3.2 ‘ 2.93 ‘ 3.56 ‘ 3.60 ‘ 36 ‘ ©
50 2 ‘ 603 | +05 3.6 ‘ 329 5.09 5.10 ‘ 6 S
e W ‘ 761 +05 3.6 ‘ 39 644 6.56 ‘ 8 a
‘ 80 3 ‘ 88.9 ‘ + 0.6 ‘ 4.0 ‘ 3.65 ‘ 8.38 ‘ 8.55 ‘ 14 ‘ i
‘ 100 4 ‘ 114.3 ‘ +07 ‘ 45 ‘ 4.05 ‘ 12.18 ‘ 12.49 ‘ 10 ‘ -
NOTE: Tensile Strength = 31.7 - 52.1 kg/mm? Yield Strength = 17.9 kg/mm? Hydrostatic Pressure Test = 50 kg/cm? §J
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ANSI [ UL <bym &l ol

ANSI [ UL Conduits

ELECTRICAL RIGID METAL CONDUIT TUBES UL-6/ Giboll an=oll Gléualgo aua gb}.m_‘\Jl Ll

ANSI C80.1, HOT DIP GALVANIZED aduall Giblaoll ua il @ﬁJJ.oJI
bl paall el il ol Jgkll . _\_-.lJA.Jlé-o%blow uj9 ‘ ‘Q-ngJlé-omb u9+‘-1|u)9 L::Gm
Nominal Size Ovtside Diameter® Wall Thickness Le.ngth of Straight . Minimum Atcep!ubl_e WelghlofT_en Minimum Acceptul_)le Welght of_one e

Conduit® == 6mm = 1/4in Lenghts of Conduit with Ten Couplings Lenght of Conduit with Coupling iyl
: o aialall go Uil o Pieces
Lag, Lng, Lag) rlo m;—ﬁl;'fi-ﬁ;]w Finished Zinc Coated Finished Zinc Coated | Bare Threaded Tubes | per
mm mm mm eet-inc

o160 12 . N34 0840 264 | 0104 | 3030 | 9-11-1/4" 358 ‘ ‘ 342 ‘ 754 ‘ 358 ‘ ‘ 342 ‘ 754 10

N 34 2667 1050 272 0107 3030 | 9-11-1/4" 476 105 . 455 1004 476 10.5 . 455 1004 84

/a 1 . 3340 1315 320 0026 | 3025 | 9-11" 694 153 668 1472 694 153 668 1472 60

% 11/ 4276 1660 338 0133 3025 | - 92 201 878 | 1985 912 201 878 1935 42

.4 12 4826 1900 351 0138 3025 9-1m" 129 249 109 2404 M29 M9 109 | 2404 36

.53 2, 6033 2375 37 0146 | 3025 | 911" 1506 332 1456 310 1506 0 332 1456 | 3211 26

, 63 2172 7303 2875 490 0193 3010  9-10-1/2' 239 57 2331 5139 289 527 B3 5139 18

.18 3 8890 , 350 521 | 0205 3010  9'-10-1/2" 3096 682 3024 | 6666 3096 682 3024 6666 14

.91 312 10160 4000 546 0215 3005 | 9'-10-1/4" 3769 831, 3686 8126 3769 831 3686 8126 12

_ 13 4 11430 4500 572 0225 3005 | 9'-10-1/4" 441 9723 4316 9516 441 9723 4316 9516 10

o 19 5 14130 5563 622 0245 | 2995 9'-10", 5958 | 13136 5842 1288 5958 13136 5842 1288 8

. 155 6 16828 6625 676 | 0266 = 2995 9-10", 7917 | 7453 | 7718 | A7 7937 | 17458 7198 41 T

NOTE: Tolerances:
a) Nominal Size 12~ 41mm + 0.38 mm, Nominal Size 53~ 155 mm = 1%
b) The lenghts indicated are designed to produce a 3.05m (10 ft) length conduit
when straight- tapped conduit coupling is attached.

USES OF SAUDI STEEL PIPE ADVANTAGES OF SAUDI STEEL

CONDUIT FOR PROJECTS PIPE CONDUIT

e Hot-Dipped Galvanized Rigid Steel Conduit provides * Better corrosion resistance than any other metallic conduits
Greater protection for cables and more resistance to

. : * Greater resistance to mechanical or electrical damage.
corrosion than any others conduits.

* Storage Mechanical support...

* Another important advantage of using rigid steel conduit » Better protection under sun exposure, storms & strong wind
is safety. Its heavy wall maximize the protection against o
possible fire hazards and physical abuse. * Better dissipation of heat

* Better grounding
e SSP’s hot-dipped galvanized rigid steel conduit is

' ' ; ) * Greater protection against short circuit fires
manufactured in strict conformance with the following P 9

standards: * Lower cost for the same protection than any conduit
- American National Standard Institute (ANSI) C80.1 * Better Quality
- Underwriters Laboratories Specifications No. 6 (UL-6) * Shortest time of delivery
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Galvanised British Standard Steel Conduit

LIGHT STEEL CONDUIT FOR ELECTRICAL WIRING
BS 4568: PART 1 (CLASS 4)

slymall Glagaoi) dagasll wglibl
(€ &59) leja BS 4568 Juil=o

ol julsoll Sal i Low! wgill Jok wssblujg “
. . Nominal Wi. Screwed D
Nominal Size Outside Diameter Wall Thickness Length without coupling :
without (oupler =
e e e e o
‘ ‘ 19.85 = 0.15 ‘ 1.60 ‘ 3750 ‘ 2936 ‘ <
‘ 25 ‘ 24.80 + 0.20 ‘ 1.60 ‘ 3750 ‘ 3731 ‘
‘ N ‘ 31.80 + 0.20 ‘ 1.60 ‘ 3750 ‘ 4878 ‘
BS 4568: DIMENSIONS OF COUPLING
(INTERNALLY SCREWED) AND TOLERANCE Uiamoll uldall al=ul
ol Julaoll aulal Jgha eyl asll ol pasll l=all sl solll pnsll
Nominal Size Length min 0D min Mu|or Dia (D) min. Eﬁecnve Dia (D) mm Mlnor Dia (D) mm )
___ 2
‘ ‘ ‘ 175 ‘ 16.000 ‘ 15.026 ‘ 15.262 ‘ 14376 ‘ 14751 ‘ e
‘ 20 ‘ 33 ‘ 215 ‘ 20.000 ‘ 19.026 ‘ 19.262 ‘ 18.376 ‘ 18.751 ‘ c
‘ 2 ‘ 39 ‘ 27 ‘ 25.000 ‘ 24.026 ‘ 24.276 ‘ 23376 ‘ 23751 ‘ o
‘ EY) 43 ‘ 38 ‘ 32.000 ‘ 31.026 ‘ 31.276 ‘ 30.376 ‘ 30751 ‘ T
‘ Thread Form ‘ Metric Threads of ISO Form ‘ _g
‘ Thread Spec. ‘ Based on BS 3643 Part 3 Tables 6 & 7 Fitting Tolerance Class 7H (Free Fit) ‘ o
‘ Thread Profile ‘ Screw Threads in accordance with fig. 1 ‘ o
THREADING REQUIREMENT OF BS 4568 CONDUIT BS 4568 (il Gldhio
b utaol e Thread Lengths “-*-“*J'U9b Full 0.D. Threads W@JJ'—“J'M'
e et hor_pnis .
Nominal Size Pitch mm b
mn__cle ——— c
‘ 16 13.50 ‘ 11.50 ‘ 15.97 ‘ 15.59 ‘ o
‘ 2 15.00 ‘ 13.00 ‘ 19.97 ‘ 19.59 ‘ =
‘ 2 18.05 ‘ 16.00 ‘ 24971 ‘ 24.59 ‘ <
‘ k) 20.00 ‘ 18.00 ‘ 3197 ‘ 31.59 ‘ -
‘ 23381 ‘ 2.23 ‘ ‘ ‘ =
©
>
o

BS 4568 THREAD (CONDUIT)

‘« Pitth »
N 1-30mm Y d D - inpractice the root b
d D is rounded and cleared L
2 2 outside of the line 2
) d] Dl g
<« 150mm > o3
8 : ("]
o)
19}
3
H
WHERE WHERE E
d = Major Diameter D = Major Diameter
d, = Minor Diameter D, = Minor Diameter
d, = Effective Diameter D, = Effective Diameter

TEST REQUIREMENTS

MANUFACTURING Juidll abdhio

OF CONDUIT

* Tensile test

* Bending

» Copper Sulphate test

e Dimensional test (OD, thickness)

* Plug gauge test (Go, Not-Co) for accuracy of screwing
e Visual checking

Contact Us

* High frequency ERW method.

* Hot dip galvanizing (Protection Type: Class 4 - Heavy
protection inside and outside).
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Bundling Large Diameter Pipes

PACKING TABLE 1. NUMBER OF LENGTHS IN ONE BUNDLE

e Unless otherwise specified, length of pipe shall be packed Nominal Size SAS0 1011 (L, M, H) BS1367 (C,L, M. H)
based on table 1. [ A [ B ] SBS, SGB, ASTM, API

|__in | Length: < 9M (30ft) [ Length: < =9M (30f1) |

* If necessary, a protector maybe applied to the pipe to Cdoo ¢ 10 ‘ 7 ‘

prevent the end damage during storage and delivery w }gg ! 2 ! g w g w

* The method of bundling based on pipe length is as shown w ggg w ]g w g w g w

in table 2. : 300 : 12" : 1 : 1 :

R 1 ‘ 1 ‘

I 1 ‘ 1 ‘

L0 1 ‘ 1 ‘

. 1 ‘ 1 ‘

TABLE 2. METHOD OF BUNDLING

DIV. Table 2. Method of Bundling

2 - steel band (2 rotation) 1~ steel band (1 rotation)

8m (26ft) < Len. < 9m (30ft)

. ) —————————————————————————
(without distinction of Nom. size) —

f«»—300 ~ 500 300 ~ 500 —«—>|
+ 2 - steel band (2 rotation) el

8m (26ft) < Len. < 9m (30ft)

e
Nom. size: 100A ~ 150A —

[—>——1300 ~ 500 4 2-steel band (2 rotation) 300 ~ 500 ——f«—>|
¢ 3-steel band (2 rotation) + v
8m (26ft) < Len. < 9m (30ft)
—————— T —
(200A < Nom. size < 400A)
le>——300 ~ 500 4 2-steel band (1 rotation) 300 ~ 500 —f«—»]
o (306) < Lon ¢ 4-steel band (2 rotation) — 3 v
Len < 13m (43ft) S S Y S ————~—
(without distinction of Nom. size)
‘ le—>——300 ~ 500 4 2-steel band (1 rotation) 300 ~ 500 —«—>|
¢ 4-steel band (2 rotation) — 3 v

13m (43ft) < Len.

[ I S I I I —
(without distinction of Nom. size) —

le—>——300 ~ 500 4 4-steel band (1 rotation) 300 ~ 500 —f«—>
API 5CT MARKING
COLOR BRAND
v
1SO 11960 / API 5CT-0592 704 UF 10-3/4 45.50 J (-40)C
AL ANABEEB (SSP) VA E P(2000) D Heat No. Lot No. Made in Saudi Arabia
< 350mm | Colr PAINT STENCIL
< 610mm >

1. Color ring marking on the outside surface starting at 350mm from pipe end.
2. Paint stencil starting from at least 0.6m (2f).

5.UF: Unhradsd pip i upst o non-ups L T m 5 % [ o |
4. 45.50: mass designation, specified wall thickness for coupling stock Color Band Bright Green Bright Green | OD:41/2 > 6.4mm

5. J: symbol of grade ( J-55) No. of Band 1 9 ]
6. (-40) C : reduce alternative impact test temperature (optional)
7. I: normalized pipes

8. E : electric resistance welding method symbol

9. P( 2000 ) : hydrostatic test pressure in psi

10.'D’: full length drift test

39
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Marking Large Diameter Pipes

LICENSE API DATEOF  SPECIFIED DIMENSIONS ~ GRADE PRODUCT

E - HN Heat No. Ser. No. 5L-0394 ‘ 07-04 16"x0375"x12m  G-B PSL-1

AL ANABEEB (SSP) (0102 15 A A 0001) Made in Saudi Arabia
VEAR «—
MONTH \—r PIPE NO. (00001-9999)
DAY
SHIFT (A,B,C) « } LOT. NO.
LOT (A,B,C...) «
PROCESS SPECIFIED DIMENSIONS
ASTM MARKING 2. (1 ASTM A53 G-B) OF MANliFACTURE 0.D. xThickIessx Length
ASTM A 53 10.750" x 0.250" x 6m
AL ANABEEB (SSP) G-BE Lot. No. Made in Saudi Arabia
BS MARKING 3. (1 BS 1387/85) SPE& NO.
BS 1387/85 DN 400 x 6M
AL ANABEEB (SSP) Lot. No. Made in Saudi Arabia

I BS (M): Blue 3. These bands shall be applied on outside surface approximately 50mm wide.

1. Tubes less than 4m in length shall have one color band.
{ I BS (L) : Brown 2. Tubes of 4m to 7m length shall have two color bands, one near each end.
I BS (H) : Red 4. It can be marked with 2 layers instead of 1 layer.

DUAL MARKING 4. (1 API 5L G-B PSL 1 | ASTM A53 G-B)

5L - 03% ‘ MO - YR 6.625" x 12M x -60 PSL2

AL ANABEEB (SSP) TESTED 1090 PSI / ASTM A53 10.75" x 0.279" x 12M G-B Heat No. Lot. No. Made in Saudi Arabia

API 5L X -60 PSL 2 SOUR

51 - 0394 ‘ MO - YR 6.625" x 12M x -60 PSL2
AL ANABEEB (SSP) E HN TESTED 4817 PSI “Sour” Heat No. Lot. No. Made in Saudi Arabia
ARAMCO MARKING
AL ANABEEB S5P) 51 - 0394 ‘ MO - YR/ 01-SAMSS-333 12.75" x 0.500" x 40ft x 60ms
PSL2 “G" HFW TESTED 4260 PSI B C G H K HEAT NO. PIPE. NO.  SAUDI ARAMCO / Z009-C101-DHAHRAN W.PY / MAINTAIN POTENTIAL PLANT
SAUDI ARAMCO PO NO.: 4502456438/ ITEM NO. 001 1000000687 / 01-SAMSS-333 CLASS B Made in Saudi Arabia

(]
@
=
>
)
[
v
o3
[
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o
3
o
o
| o)
o
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Marking & Bundling Small Diameter

LIGHT TUBE (BROWN BAND)  (guis ba) vpaall weibl s QUANTITY IN PIECES FOR EACH PACKING BUNDLE

D AL ANABEEB (SSP) HEAT NO. > o Product Specification
HominalSize SSAT011-L | SSA1011-
SSA 1011 - L/BSS/W/EN 10255 L2 DN 25X6M 01A01A02-00001 BS 1387 | M&HBSM

CL.SBS, | SGB,AS3UL/

BS4568 | ANSICB80.T

HEAVY TUBE NICTTICRTE | | | | | | |
L | | | | | | J

. AL ANABEEB (SSP) HEAT NO. ) ‘ 11/4" ‘ 32 ‘ 48 ‘ 42 ‘ 61 ‘ 30130 ‘ 144 ‘

SSA 1011 - H/ASTM A 53 G-A SCH 40 ERW DN 25X6M 01A01A 02-00001 V2 . 4 ., 4 36 6 40 4
A R A
a1 819 60 %

) ) ¥y 80 2 14 19 80130 54

MEDIUM TUBE (BLUE BAND) (g,ji ba) bwgioll uguilll .k Ty W R T - - S
A A [ R [ | | |

._. AL ANABEEB (SSP) HEAT NO. >

SSA 1011-M/BSS/DIN2440/W/EN 10255M DN 25X6M 01A01B02-00001

fBSsl M TYPICAL PACKING

Large Bundle
gag=ull g uill €
MEDIUM TUBE (GREEN BAND) ( asi ma) b giolt

D AL ANABEEB (SSP) HEAT NO. >

SSA 1011-M DN 25X6M 01A01A 02-00001

ANSI C80.1 I UL6 5L pmall layaeidl uylibl e Steel Band Strapping Steel Wire Strapping Steel Band Clip
> (on a small bundle)

Small Bundle

. AL ANABEEB (SSP)

UL 6 ERMC-S 3XA3 | ANSI C80.1 RSC 1” X 10” 01A01B02-00001
MADE IN SAUDI ARABIA HEAT NO.
”CONSULT MANUFACTURER FOR PROPER INSTALLATION”

SBS W aall g ag=ull wesill 0 Steel Wire Strapping
(bundle at two points)
. AL ANABEEB (SSP) HEAT NO. >
SBS 1”X6M 01A01A02-00001
PIPES BUNDLE CONFIGURATION (Pcs | Bundle)
SSAH/ANSI/UL/SSAM
BSC dgyladl uplibl .y Configuration - Pcs by Layer
oy 7 8 9 00 1,12, 13,12, 11,10, 9 8, 10
. AL ANABEEB (SSP) HEAT NO. > 34 8 9 10 M 12, 1M 10,9 4, . 84
” L ]” Il 6 Il 7 Il 8 Il 9 Il 9 1 8 1 7 1 6 1 1 1 1 1 60 |
BSS 1”X6M 01A01B02-00001 S S e S
L ]_]/2” 1 4 1 5 1 6 1 7 1 6 1 5 1 3 1 1 1 1 1 1 36 |
. L 2” 1 3 1 4 1 5 1 6 1 5 1 3 1 1 1 1 1 1 1 26 |
BS 4568 clpmall spaot) dasll a2 3 45 42 B
L 3” 1 3 1 4 1 4 1 3 1 1 1 1 1 1 1 1 1 ]4 |
. AL ANABEEB (SSP) HEAT NO. ) R T
BS 4568 CLASS 4 CONDUIT DN 20X3.75 M 05L08A 01-0001 [ 2:: ! g ! g ! g ! ! ! ! I I I I ! ! g |
L 8” 1 2 1 3 1 1 1 1 1 1 1 1 1 1 1 5 |
L ]0” 1 l 1 2 1 1 1 1 1 1 1 1 1 1 1 3 |

EN 10219 ENGRAVED @Yl b
> NOTE: Pipe Range from 12" ~ 20" Pipe supply without bundling.

. AL ANABEEB (SSP)

EN 10219 THK 3.2 MM 05 12 08

SSAL/BSC/SBS

_— . 12 8 9 10 11,12 13 14,15 14 13 12 118 150
BS 1139 ENGRAVED ellbadlwpbl ey 0 2 3.2, 0, 9. 05
.ALANABEEB(SSP) > 6,7 8 9,10 9 8 7 6 . , . 10,
L ]_1/4"\ 5 Il 6 Il 7\ 8\ 7\ 6\ 5 Il Il Il Il Il Il Il 48 I

BS1139 PART 1-1.1 4MM 05 12 08 s 6 7 8 7 6 3y

L 2"\ 3 Il 4 Il 5\ 6\ 5 Il 4\ 3\ Il Il Il Il Il Il 30 I

\21/2"\ 4 Il 5 Il 6\ 6\ 4\ Il Il Il Il Il Il Il Il 25 I

EN 39 ENGRAVED YLl \.I.l.ll.li Jl L 3"\ 3 1 4 1 5 1 5 1 3 1 1 1 1 1 L L L L 20 |
L 4"\ 3 Il 4 Il 3\ Il Il Il Il Il Il Il Il Il Il ]0 I

Thickness 4 . EN 39 SSP 4 051208 > R T
L 6"\ 2 Il 3 Il 2\ Il Il Il Il Il Il Il Il Il Il 7 J

) . ) 8 2 3 5

'I'hld(ness 32 EN 39 SSP 3 051208 L . Il Il Il Il Il Il Il Il Il Il Il Il Il Il I
L ]0 Il ] Il 2 Il Il Il Il Il Il Il Il Il Il Il Il 3 I

1
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High Frequency Induction Bending

Induction Bending is a controlled high precision bending of
pipe and shapes under localized heating using high frequency
induction electric power. It is a flexible and versatile method to
solve and simplify many difficult situations for mechanical and
construction contractors in oil, gas, petrochemical plants and
architectural structures to substitute for elbows and fitting and
to make new creative shapes.

SSP has two bending machines. The first one had a capacity
ranging from 2" up to 42" outside diameter. The bending radius
can be minimum of 3 times the diameter, with the maximum
bending radius of 5 times the diameter or 8,000 mm,
whichever is larger. The second bending machine is capable of
bending 18" up to 48" outside diameter with a maximum
bending radius of up to 5D. The wall thickness range from as
thin as 3.97mm up to 50 mm.

PIPE BENDING PROCESS FLOWCHART

1. INCOMING
INSPECTION

2. HOT BENDING
MACHINE

9. CUTTING ENDS

o Rl B LS TO TANGENT LENGTH

11. MAGNETIC PARTICLE AND
UT LAMINATION

12. MARKING AND FINAL
INSPECTION

Hydraulic Cylinder

43

3. DIMENSIONAL CHECK
BEFORE HEAT TREATMENT

8. UT THICKNESS TEST

The bending machine heats the pipe inductively over a small
cross-section, while the pipe is mechanically driven through a
water cooled induction ring. The bending of the pipe is caused
by means of a rotating arm on a pivot that, at the same time,
determines the radius of the bend. As the arm is completely
free adjustable between its minimum and maximum radius, we
are not limited by a number of fixed bending radii determined
by available bending blocks.

The bending moment is in the inductively heated zone directly
behind this bending zone. The pipe is cooled by air or water,
depending on the kind of material.

In most cases we work with complete pipe lengths, so we can
produce bends either with or without straight tangents and
multiple bends that are limited only by the length of the pipe.

4. HEAT TREATMENT 5. HYDROSTATIC
FURNACE TEST

e LT ARGINE T2 6. DIMENSIONAL CHECK

SEAM WELD
Radius Arm
Front Carriage
Rear Clamp
Pipe
Frame Reaction Rolls Induction Coil
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High Frequency Induction Bending

HEAT TREATMENT

After induction bending a wide range of materials require  ®m APPLICABLE FIELDS OF SSP

stress relieving heat treatment. To perform this type of heat INDUCTION PIPE BENDS

treatment, SSP has one at its disposal with a floor space of 5 x « Pipe Lines

15 meters, and is 3 meters high. It has a capacity of up to 50 Gas, Petroleum and water including Risers & J- tubes
tons.

for Offshore platforms
* Plants:

The use of our furnace is not limited to bends only. We are also : -
Petroleum, Chemical, Steel, Fertilizers etc.

capable of performing heat treatment on welded
construction parts and pre-fabricated pipeline systems.

Therefore we can also deal with enquires for heat treatment Airports, Gymnasiums, Amusement Facilities, Bridges etc.
only. * Power Plants:

Nuclear, Thermal, Geothermal and Hydro Electric.
* Transportation:

Pressure Shooting Pipes, Slurry

& Dust Transportation pipelines.

e Structures:

= MATERIAL
e Seamless, ERW, SAW, Straight, spiral welded pipes.
 Carbon Steel, Alloy Steel, Stainless Steel, Copper-Nickel
Aluminum and etc.

= SHAPE:
* Round pipe, Square pipe, H-I Beam, Angle, Rail, Round
& Square Bar etc.

= SPECIFICATION:
e API 5L, PFI, ANSI, ASME B 31,4 & 31,8 MS- SP-44,75, 83
* Shell, Adnoc, Kuwait Oil Company,
Qatar Petroleum, ARAMCO

BEVELLING el "™
After cutting the pipes to size, SSP can perform weld end Thickness Degree
391 1

preparation in accordance with a series of specifications, such as

Minimum 2" 3

the ANSI B16.9. ANSI B 16.25, DIN 2559 and the APl 5L Machine 1 . K
I >
specification. Maimum o 5 2% E
, , o3
Specific customer requirements can very often be met as well. Minimom " 71 ' “
In case structural requirement of the pipeline systems demand Machine 2 1
higher wall thickness is needed, the bends can be tapered Maximum i 50 2%0 .§
o

internally to any required connecting wall thickness.
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High Frequency Induction Bending

DIMENSIONAL PARAMETERS

D R WT L T o THICKNESS REDUCTION & OVALITY RATIO
Type e : Thickness | Length | Tangent -
Dimensions | Rodivs | riimcter | meter | milimeter | Angle Thickness = Nominal Thickness - Minimum Thickness x 100%
2II

Reduction

Pie Min 3D 391 075 2000400  1° Ratio Nominal Thickness
Max L L 12 w0 vty o o

H.I Beam Min | 350 mm | 71 1 400 1° Ratio = Maximum DI;[:,::T]L| [l\;lll::;:enrl Diameter x 100%

Selc | pox 9M 50 2 260°
Bend Lenghh [L] = Rxm x g (m=3.1416) T:::r']:ss 30 3D 30 <100

Reduction 125% 12.5% 125% 25 -5%
Ratio
— T OwlipRafo (35) 25% 2% 1%

fe— o>

Length

Radius

Tangent

Outside Diameter
WT. Wall Thickness
A°  Bend Angle

CL  Chord Length

o-H>or

e— = —
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Large radius for smooth flow of fluids

Less field welding

Less on-site x-ray inspection

Different angles to fit the jobsite

Multiple bends for quick installation

Fewer connections/joints means
less potential for leakage

Uniformity of material of pipe & bend

Fast service due to our location near
customers in Dammam 2nd Industrial City

ﬂ

PLEO®E

Coordination with field engineers
to simplify site-work

Cost effective & time saving alternative to weld
bends and elbows or other process in the field.

Fully equipped lab for in-factory and site testing

Precise dimension control over other
methods of bending

Minimal changes in ovality, wall thickness
and micro-structure due to hot bending
vs cold bending

mechanical properties controlled by virtue
of thermal treatment and cooking practices

Less need for on-site coating and shrink
sleeves in the field.

\

SSP 3 WELDS

12 WELDS
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Saudi Steel Pipe Company
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External Coating

EXTERNAL COATING SOLUTIONS

SSP has recently added anti-corrosion coating facility with 1
Million sgm annual capacity, suitable for coating full range of
welded and seamless pipes up to 30” diameter. SSP
anti-corrosion coating include Fusion Bonded Epoxy (FBE) and
three-layer polyethylene/polypropylene external pipe coating
systems. The new coating facility is fully equipped with testing,
inspection and tracking systems to ensure highest quality
control of product and processes.

FBE External Fusion Bonded Epoxy
Coating (single & dual layer)

FBE coating is a high performance coating of an anti-corrosive
thermosetting epoxy resin powder that utilizes heat to melt,
crosslink and adhere to a metal substrate. It provides a coating
with excellent adhesion, and a tough, smooth finish resistant to
abrasion, chemical degradation and soil stress damage.

Advantages of FBE Coating:
e Excellent adhesion to steel.

e Excellent resistance to cathodic disbondment and
good chemical and abrasion resistance.

* Excellent corrosion resistance, specially prevents the
pipe from stress corrosion cracking.

* Resistance to biological attack.

* Toughness: can be installed under the sea, through
rolling planes, in rocky, mountainous areas, in the
desert as well as in cold conditions.

This combination of properties—particularly the ease of use,
physical and chemical durability makes FBE an ideal choice as a
protective coating on variety of environmental conditions.

SSP also provides dual layer FBE coatings. Dual layer FBE
coatings provide much greater versatility to coating protection
system capability. The top layer can be designed to impart
specific characteristics as required by the coating system such
as protection against mechanical damage — impact, abrasion,
gouge etc. for handling and storage under extreme conditions.

Standards and Specifications:

CSA 7245.20  NACE SP0394 09-SAMSS-089

Fusion Bonded Epoxy (FBE) Coating Process

1. BARE PIPE 2. SOLVENT CLEANING

8. INDUCTION HEATING 7. PHOSPHORIC ACID WASH & HIGH

PRESSURE WATER RINSE

9. FUSION BONDED EPOXY
COATING APPLICATION

10. QUENCHING ZONE

16. COATED PIPES STOCKYARD 15. MARKING & READY FOR DISPATCH

49

3. PRE-HEATING 4. ABRASIVE BLASTING

6. BLASTED SURFACE INSPECTION 5. BLOW OUT STATION

11. END CUTTING MACHINE 12. THICKNESS MEASUREMENT,

VISUAL & CUT-BACK INSPECTION

14. HOLIDAY REPAIR & FINAL
INSPECTION

13. ONLINE HOLIDAY DETECTION



3LPE 3-Layer Polyethylene Coating:

The external three layer polyethylene coating system
consists of a layer of high-performance anti corrosive layer of
fusion bonded epoxy, an intermediate co-polymer adhesive
layer, followed by a layer of extruded polyethylene. In
addition to the excellent chemical and adhesive properties
of the epoxy powder, the polyethylene coating layer
provides toughness and durability to the coating system.

Advantages of 3LPE Coatings:
¢ Excellent in adhesion to steel and corrosion resistance.

* Good flexibility, excellent cathodic disbondment resistance.
* High impermeability (low moisture permeation).

* Provides mechanical protection (high degree
of damage tolerance or impact resistance) and reduces
coating-damage penetration to the substrate.

¢ Produces a uniform and continuous thickness
profile without air bubbles and holidays.

* High dielectric strength.
* Provides UV resistance for several years.

Standards and Specifications:
CSA Z7245.21 ISO 21809-1 DIN 30670

3LPP 3-Layer Polypropylene Coating:

The external three layer polypropylene coating system
consists of a layer of high-performance anti corrosive layer of
fusion bonded epoxy, an intermediate co-polymer adhesive
layer, followed by a layer of extruded polypropylene. In
addition to the excellent chemical and adhesive properties
of the epoxy powder, the polypropylene coating layer
provides toughness and durability to the coating system
especially in high temperature pipeline applications.

Advantages of External 3LPP Coatings:
e Excellent adhesion to the steel and corrosion resistance.

* Good flexibility, excellent cathodic disbondment resistance.

* High impermeability (low moisture permeation).

* Provides mechanical protection (high degree
of damage tolerance or impact resistance) and reduces
coating-damage penetration to the substrate.

* Produces a uniform and continuous thickness profile
without air bubbles and holidays.

* High dielectric strength.

* Provides UV resistance for several years.

* Polypropylene coating system is well suited for high
temperature environments and where high level of
mechanical properties are required for handling.

Standards and Specifications:
CSA 7245.21 ISO 21809-1

3LPE and 3LPP Coating Process

1. BARE PIPE

6. BLASTED SURFACE
INSPECTION

11. EXTRUDED
POLYETHYLENE

16. HOLIDAY REPAIR
&FINAL INSPECTION

2. SOLVENT CLEANING

7. PHOSPHORIC ACID
WASH & HIGH PRESSURE
WATER RINSE

12. QUENCHING ZONE

17. MARKING AND
READY FOR DISPATCH

3. PRE-HEATING

8. INDUCTION
HEATING

13. END CUT MACHINE

18. COATED PIPES
STOCKYARD

4. ABRASIVE BLASTING

9. FUSION BONDED
EPOXY COATING
APPLICATION

14. THICKNESS MEASUREMENT,
VISUAL INSPECTION,
CUT-BACK INSPECTION

5. BLOW OUT STATION

10. ADHESIVE COPOLYMER
APPLICATION

15. ONLINE HOLIDAY
DETECTION
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External Coating Capabilities

Applications Oil, Gas and Water Pipelines - Oil, Gas and Water Pipelines - Oil, Gas and Water Pipelines
- Other mechanical applications - Pipelines for high temp
- Other mechanical applications

Pipe Size Range 4"-30" 4"-30" 4"-30"
Pipe Length 6-18m 6-18m 6-18m
Max. Coating Thick 1000 pm 4m 4 mm
Minimum Operating Temp. -30°C -30°C -20°C
Maximum Operating Temp. 130°C 140°C

Holiday Testing

Gel Time Testing

Cathodic Disbondment Testing
Flexibility Testing

Moisture Content Testing
Adhesion Testing

DSC Analysis

Particle Size Analysis

CLCCCCACK«

Melt Flow Rate Testing
Tensile Testing

Impact Testing
Indentation Testing

Peel-off Strength Testing

CALCCLCCCCCCCNE
CALLCLCCCCCCCKLKL

Hot Water Adhesion Testing
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Saudi Steel Pipe Company

OUR TEAM
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Health And Safety

OCCUPATIONAL HEALTH
AND SAFETY

Occupational Health and Safety has been given prime
importance in SSP and safety is an integral of all our
operations. We have established Occupational Health & Safety
(OHRS) Policy, Safety Manual and in Operation & Maintenance
activities. We encourage safe and incident-free work
environment according to international management
systems, awareness programs and education to employees
are facilitated to ensure safe practice. We have on-site
Emergency Plan and Safety Operating Procedures. There is a
Safety Group under the guidance of CEOs monitoring the
safety activities of all respective sites.

Environmental and Safety
Management System (EHS)

Environmental and Safety Management System (EHS)
complies with ISO 14001 and OHSAS 18001 standards.
Sustainability is part of the our corporate strategy and
business success. Policies and programs are implemented to
reduce resources wastage for our environmental benefits.
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Saudi Steel Pipe Company (SSP) markets its products through
main sales offices in Dammam, Riyadh and Jeddah, and
through branched network of reliable distributors in the
Kingdom of Saudi Arabia, and neighboring countries. SSP
products are approved by major National Oil & Gas Companies
and certified by international authorities. The company
delivers comprehensive range of products and services to Ol
& Gas industry including line pipes, OCTG pipes with threading
and coupling, hot induction bending and external coating
services. SSP is a major contributor to power, construction and
infrastructure projects in the region. SSP has adopted
marketing plans to expand internationally by reaching

potential clients around the world.
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Human Resources

The key to continuity and development is the qualified
manpower for production and quality control. SSP employees
undergo training programs which includes classroom studies
as well as on job training in the training and development
center in Dammam Factory. SSP also provides housing,
recreation, medical and other services for SSP employees.

The company has adopted human resources plan that aims to
create a professional environment that would continuously
improve the performance of all employees, matching the
right person to the right job.

The human resource policy of the company focuses on
maximizing local workforce employment opportunities. Wide
range of training programs at various levels to enhance skills
and capacity to meet needs and future operations.
Empowering female talent and their contribution to the
workforce with a platform to build their skills and further their
standing in the local job market.
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Office Addresses

Head Office Factories and Export Sales:

ppaail Oleiog &ilinollg GundpJl wiisoll

dyageudl gyl @aloodl FIETP plol INA. .U wduadl uo Ul @3 g udl &4 5 bl
Saudi Steel Pipe Company: P.O. Box: 11680, Dammam 31463, Kingdom of Saudi Arabia

+966 138122222 @) +an P AIr rrrr

+966 13 812 1005

Riyadh Sales Office: JEEV-\ST IS ESSPRNTEVS

ayag2ull a2l @4laoll JIEVo Laldl €M Lo
P.O. Box: 21420, Riyadh 11475, Kingdom of Saudi Arabia
+966 11201 3450 @) +a1lir.IpPco.
+966 11 201 3440 +9ANV I PEE.

+ 9N P AIl 1.0

@ info@sspipe.com
@ www.sspipe.com

Jeddah Sales Office: :6 a2 Uleyio wiso

agudl dyyll @Alool LTEVE §aa IMP w
P.O. Box: 12063, Jeddah 21473, Kingdom of Saudi Arabia
+966 12 660 8423 @) +a111r 1. Aere
+966 12 660 5607 +9771F 1. 01V
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