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Date of Issuance: May 30, 1997

The 1997 edition of this Standard is being issued with an automatic addenda
subscription service. The use of an addenda allows revisions made in
response to public review comments or committee actions to be published
as necessary; revisions published in addenda will become effective 6 months
after the Date of Issuance of the addenda. The next edition of this Standard
is scheduled for publication in 2002.

ASME issues written replies to inquiries concerning interpretations of
technical aspects of this Standard. The interpretations will be included with
the above addenda service. Interpretations are not part of the addenda to
the Standard.

ASME is the registered trademark of The American Society of Mechanical Engineers.

This code or standard was developed under procedures accredited as meeting the criteria for
American National Standards. The Consensus Committee that approved the code or standard
was balanced to assure that individuals from competent and concerned interests have had an
opportunity to participate. The proposed code or standard was made available for public review
and comment which provides an opportunity for additional public input from industry, academia,
regulatory agencies, and the public-at-large.

ASME does not “approve,” “rate,” or “‘endorse’ any item, construction, proprietary device,
or activity.

ASME does not take any position with respect to the validity of any patent rights asserted in
connection with any items mentioned in this document, and does not undertake to insure anyone
utilizing a standard against liability for infringement of any applicable Letters Patent, nor assume
any such liability. Users of a code or standard are expressly advised that the determination of
the validity of any such patent rights, and the risk of the infringement of such rights, is entirely
their own responsibility.

Participation by federal agency representative(s) or person(s} affiliated with industry is not to
be interpreted as government or industry endorsement of this code or standard.

ASME accepts responsibility for only those interpretations issued in accordance with governing
ASME procedures and policies which preclude the issuance of interpretations by individual
volunteers.

No part of this document may be reproduced in any form,
in an electronic retrieval system or otherwise,
without the prior written permission of the publisher.
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FOREWORD

(This Foreword is not part of ASME B16.25-1997.)

In July 1953, the American Welding Society presented a proposal on Welding End
Preparation to Sectional Committee B16 of the American Standards Association (ASA),
with the recommendation that it be considered as a candidate American Standard. The
proposal was expanded to include welding preparation for flanges and valves covered by
ASA BI16.5, Steel Pipe Flanges and Flanged Fittings, and for fittings covered by ASA
B16.9, Buttwelding Fittings. Consideration was also given to Pipe Fabrication Institute
Standard ES-1.

The third draft reviewed by Subcommitiee 3, Subgroup 6 (now Subcommitice F) of the
B16 Sectional Committee was forwarded to the Committee, to the cosponsor organizations,
and then to ASA for approval. Final approval was given on September 14, 1955, with the
designation ASA B16.25-1955.

Revisions were developed as need for clarification and improvement became known, and
were approved as ASA B16.25-1958 and ASA B16.25-1964. After ASA reorganized as
the American National Standards Institute (ANSI) and the Sectional Committee became
American National Standards Committee B16, a further revision was approved as ANSI
B16.25-1972.

Subcommittee F immediately began work on a major expansion and updating of the
standard, adding illustrations and requirements for welding end configurations applicable to
a number of specific circumstances, including cast steel and alloy valves. When a draft
had been developed that overcame the many problems and conflicting demands, the Standards
Committee, cosecretariat organizations, and ANSI concurred in approval of ANSI B16.25—
1979 on July 18, 1979.

In 1982, American National Standards Committee B16 was reorganized as an ASME
Committee operating under procedures accredited by ANSL In the 1986 edition, inch
dimensions were established as the standard and numerous changes in text and format were
made. Notes for illustrations were also clarified. Following approval by the Standards
Committee and ASME, approval as American National Standard was given by ANSI on
October 8, 1986, with the new designation ASME/ANSI B16.25-1986.

In 1992, the subcommittee revised the requirements for the preparation of the inside
diameter of welding end. The references in Annex B were also updated. After public review
and approval by ASME, this edition was approved by ANSI on October 26, 1992, with
the new designation ASME B16.25-1992.

In this 1997 Edition, metric dimensions were added as an independent but equal standard
to the inch units. An Annex was also added to reference quality system requirements.
Following approval by the Standards Committee and ASME, this revision to the 1992
edition of B16.25 was approved as an American National Standard by ANSI on April 17,
1997, with the new designation ASME B16.25-1997,

Requests for interpretation or suggestions for revision should be sent to the Secretary,
B16 Committee, The American Society of Mechanical Engineers, United Engineering Center,
345 East 47th Street, New York, NY 10017.
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SPECIAL NOTE:

The interpretations to ASME B16.25 arc included in this Edition as a separate section for the user’s convenience.
This section, however, is not part of the Standard.
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ASME B16.25-1997

BUTTWELDING ENDS

1 SCOPE

1.1 General

This Standard covers the preparation of buttwelding
ends of piping components to be joined into a piping
system by welding. It includes requirements for welding
bevels, for external and internal shaping of heavy-
wall components, and for preparation of internal ends
(including dimensions and tolerances). Coverage in-
cludes preparation for joints with the following:

(a) no backing rings;

(b) split or noncontinuous backing rings;

(c) solid or continuous backing rings;

(d) consumable insert rings;

(e) gas tungsten arc welding (GTAW) of the root
pass.

Details of preparation for any backing ring must be
specified in ordering the component.

1.2 Application

This Standard applies to any metallic materials for
which a welding procedure can be satisfactorily quali-
fied, but does not prescribe specific welding processes
or procedures. Unless otherwise specified by the pur-
chaser, it does not apply to welding ends conforming
to ASME B16.5, B16.9, or B16.28.

1.3 Standard Units

The values stated in either metric or inch units are
to be regarded separately as standard. Within the text,
the inch units are shown in parentheses. The values
stated in each system are not exact equivalents; therefore
each system must be used independently of the other.
Combining values from the two systems may result in
nonconformance with the Standard.

1.4 Referenced Standards

Standards and specifications adopted by reference in
this Standard are shown in Annex C, which is part of
this Standard. Tt is not considered practical to identify
the specific edition of each standard and specification
in the individual references; instead the specific edition
is identified in Annex C. An end preparation made in

conformance to this Standard in all other respects, will
be considered to be in conformance to the Standard
even though the edition reference may be changed in
a subsequent addendum to or revision of the Standard.

1.5 Quality Systems

Nonmandatory requirements relating to the manufac-
turer’s Quality System Program are described in
Annex B.

1.6 Convention

For the purpose of determining conformance with
this Standard, the convention for fixing significant digits
where limits, maximum or minimum values, are speci-
fied shall be ‘‘rounding off”> as defined in ASTM
Practice E 29. This requires that an observed or calcu-
lated value shall be rounded off to the nearest unit in
the last right-hand digit used for expressing the limit.
Decimal values and tolerances do not imply a particular
method of measurement.

2 TRANSITION CONTOURS

Figure 1 delineates the maximum envelope in which
transitions from welding bevel to the outer surface of
the component and from the root face to the inner
surface of the component must lie. Except as specified
in Note (5) to Fig. 1 and as otherwise specified by
the purchaser, the exact contour within this envelope
is the manufacturer’s option, providing it maintains the
specified minimum wall thickness, has no slopes steeper
than those indicated for the respective regions, and
includes the proper surface for backing rings if specified.

3 WELDING BEVEL DESIGN

3.1 Bevels for Other Than GTAW Root Pass

(a) Components having nominal wall thicknesses of
3 mm (0.12 in.) and less shall have ends cut square
or slightly chamfered.

(b) Components having nominal wall thicknesses
over 3 mm (0.12 in.) to 22 mm (0.88 in.) inclusive
shall have single angle bevels as illustrated in Fig. 2.
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