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Preface

This handbook has been prepared as a practical aid for engineers who are en-
gaged in the design of pressure vessels. Design of pressure vessels has to be done
in accord with specific codes which give the formulas and rules for satisfactory
and safe construction of the main vessel components. However, the codes leave
it up to the designer to choose what methods he will use to solve many design
problems; in this way, he is not prevented from using the latest accepted engi-
neering analytical procedures.

Efficiency in design work is based on many factors, including scientific train-
ing, sound engineering judgement, familiarity with empirical data, knowledge of
design codes and standards, experience gained over the years, and available
technical information. Much of the technical information currently used in the
design of pressure vessels is scattered among many publications and is not
available in the standard textbooks on the strength of materials.

This book covers most of the procedures required in practical vessel design.
Solutions to the design problems are based on references given here, and have
been proven by long-time use; examples are presented as they are encountered
in practice. Unfortunately, exact analytical solutions for a number of problems
are not known at the present time and practical compromises have to be made.

Most engineering offices have developed their own vessel calculation pro-
cedures, most of them computerized. However, it is hoped that this book will
provide the designer with alternative economical design techniques, will con-
tribute to his better understanding of the design methods in use, and will be
convenient when hand computations or verifications of computer-generated re-
sults have to be made.

No particular system of notation has been adopted. Usually the symbols as
they appear in particular technical sources are used and defined as they occur.
Only the most important references are given for more detailed study.

It is assumed that the reader has a working knowledge of the ASME Boiler
and Pressure Vessel Code, Section VIII, Pressure Vessels, Division 1.

The writer wishes to express his appreciation to the societies and companies
for permission to use their published material.

Finally, the writer also wishes to express his thanks to the editorial and pro-
duction staff of the Publisher for their contribution to a successful completion
of this book.

HeENRY H. BEDNAR
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1

Design Loads

1.1. INTRODUCTION

The forces applied to a vessel or its structural attachments are referred to as
loads and, as in any mechanical design, the first requirement in vessel design is to
determine the actual values of the loads and the conditions to which the vessel
will be subjected in operation. These are determined on the basis of past experi-
ence, design codes, calculations, or testing.

A design engineer should determine conditions and all pertaining data as
thoroughly and accurately as possible, and be rather conservative. The principal
loads to be considered in the design of pressure vessels are:

design pressure (internal or external),
dead loads,

wind loads,

earthquake loads,

temperature loads,

piping loads,

impact or cyclic loads.

Many different combinations of the above loadings are possible; the designer
must select the most probable combination of simultaneous loads for an eco-
nomical and safe design.

Generally, failures of pressure vessels can be traced to one of the following
areas:

material: improper selection for the service environment; defects, such as
inclusions or laminations; inadequate quality control;

design: incorrect design conditions; carelessly prepared engineering computa-
tions and specifications; oversimplified design computations in the absence of
available correct analytical solutions; and inadequate shop testing;

fabrication: improper or insufficient fabrication procedures; inadequate in-
spection; careless handling of special materials such as stainless steels;



2 PRESSURE VESSEL DESIGN HANDBOOK

service: change of service conditions to more severe ones without adequate
provision; inexperienced maintenance personnel; inadequate inspection for
corrosion.

1.2. DESIGN PRESSURE

Design pressure is the pressure used to determine the minimum required thick-
ness of each vessel shell component, and denotes the difference between the
internal and the external pressures (usually the design and the atmospheric pres-
sures—see Fig. 1.1). It includes a suitable margin above the operating pressure
(10 percent of operating pressure or 10 psi minimum) plus any static head of
the operating liquid. Minimum design pressure for a Code nonvacuum vessel
is 15 psi. For smaller design pressures the Code stamping is not required. Vessels
with negative gauge operating pressure are generally designed for full vacuum.

The maximum allowable working (operating) pressure is then, by the Code
definition, the maximum gauge pressure permissible at the top of the com-
pleted vessel in its operating position at the designated temperature. It is based
on the nominal vessel thickness, exclusive of corrosion allowance, and the thick-
ness required for other loads than pressure. In most cases it will be equal or very
close to the design pressure of the vessel components.

By the Code definition, the required thickness is the minimum vessel wall
thickness as computed by the Code formulas, not including corrosion allowance;
the design thickness is the minimum required thickness plus the corrosion allow-
ance; the nominal thickness is the rounded-up design thickness as actually used
in building the vessel from commercially available material.

If the nominal vessel thickness minus corrosion allowance is larger than the
required thickness, either the design pressure or the corrosion allowance can be

1 standard atm

= 14.69 psia
gauge
(piig)
® negative (psig) absolute (psia)
standard 2 (vacuum)
atmospheric g local
atm
absolute (psia)

(=}

absolute zero pressure
(full vacuum)

Fig. 1.1.
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increased, or any excess thickness can be used as reinforcement of the nozzle
openings in the vessel wall.

The vessel shell must be designed to withstand the most severe combination of
coincident pressure and temperature under expected operating conditions. The
nominal stress in any part of the vessel as computed from the Code and standard
engineering stress formulas, without consideration of large increases in stresses at
the gross structural discontinuities, cannot exceed the Code allowable stress.

1.3. DESIGN TEMPERATURE

Design temperature is more a design environmental condition than a design load,
since only a temperature change combined with some body restraint or certain
temperature gradients will originate thermal stresses. However, it is an important
design condition that influences to a great degree the suitability of the selected
material for construction. Decrease in metal strength with rising temperature,
increased brittleness with falling temperature, and the accompanying dimen-
sional changes are just a few of the phenomena to be taken into account for the
design.

The required Code design temperature is not less than the mean metal vessel
wall temperature expected under operating conditions and computed by standard
heat transfer formulas and, if possible, supplemented by actual measurements.
For most standard vessels the design temperature is the maximum temperature
of the operating fluid plus SO°F as a safety margin, or the minimum tempera-
ture of the operating fluid, if the vessel is designed for low-temperature service
(below -20°F).

In large process vessels such as oil refinery vacuum towers the temperature of
the operating fluid varies to a large degree, and zones with different design
temperatures, based on expected calculated operating conditions, can be used
for the design computations of the required thicknesses.

The design metal temperature for internally insulated vessels is determined by
heat transfer computations, which should provide sufficient allowance to take
care of the probable future increase in conductivity of the refractory due to gas,
deterioration, coking, etc. At a minimum, the designer should assume a con-
ductivity for the internal insulating material 50-100 percent higher than that
given by the manufacturer’s data, depending on operating conditions. A greater
temperature margin should be used when external insulation is used as well.
The possibility of a loss of a sizable lining section and the required rupture time
of the shell should also be considered. Extensive temperature instrumentation
of the vessel wall is usually provided.

For shut-down conditions the maximum design temperature for uninsulated
vessels and the connecting piping will be the equilibrium temperature for metal
objects, approximately 230°F for the torrid zone, 190°F for the temperate
zone, and 150°F for the frigid zone.
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The lowest design metal temperature for pressure storage vessels should be
taken as 15°F above the lowest one-day mean ambient temperature for the
particular location.

The design temperature for flange through bolts is usually lower than the
temperature of the operating fluid, unless insulated, and it can be safely as-
sumed to be 80 percent of the design vessel temperature. However, the external
tap and the internal bolting should have the same design temperature as the
vessel.

When the design computations are based on the thickness of the base plate
exclusive of lining or cladding thickness, the maximum service metal tempera-
ture of the vessel should be that allowed for the base plate material.

The design temperature of vessel internals is the maximum temperature of the
operating liquid.

1.4. DEAD LOADS

Dead loads are the loads due to the weight of the vessel itself and any part
permanently connected with the vessel. Depending on the overall state, a vessel
can have three different weights important enough to be considered in the
design.

1. Erection (empty) dead load of the vessel is the weight of the vessel without
any external insulation, fireproofing, operating contents, or any external struc-
tural attachments and piping. Basically, it is the weight of a stripped vessel as
hoisted on the job site. In some small-diameter columns the removable internals
(trays) are shop-installed, and they have to be included in the erection weight.
Each such case has to be investigated separately.

2. Operating dead load of the vessel is the weight of the in-place completed
vessel in full operation. It is the weight of the vessel plus internal or external
insulation, fireproofing, all internals (trays, demister, packing, etc.) with operat-
ing liquid, sections of process piping supported by the vessel, all structural
equipment required for the vessel servicing and inspection (platforms, ladders,
permanent trolleys etc.), and any other process equipment (heat exchangers)
attached to the vessel.

3. Shop test dead load of the vessel consists only of the weight of the vessel
shell, after all welding is finished, filled with test liquid.

Field test dead load is the operating dead load with only external orfand
internal insulation removed for inspection purposes and filled fully with the
test liquid instead of operating liquid. This load is used as a design load only
if the vessel is expected to be tested in field at some future date.

The ice or snow load as well as any live load (weight of the maintenance
personnel with portable tools) is considered to be negligible.
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15. WIND LOADS

Wind can be described as a highly turbulent flow of air sweeping over the earth’s
surface with a variable velocity, in gusts rather than in a steady flow. The wind
can also be assumed to possess a certain mean velocity on which local three-
dimensional turbulent fluctuations are superimposed. The direction of the flow
is usually horizontal; however, it may possess a vertical component when passing
over a surface obstacle. The wind velocity V is affected by the earth surface
friction and increases with the height above the ground to some maximum veloc-
ity at a certain gradient level above which the wind velocity remains constant.
The shape of the velocity profile above the ground depends on the roughness
characteristics of the terrain, such as flat open country, wooded hilly country-
side, or a large city center. It can be expressed by the power-law formula

Y oz

where the value of the exponent n depends on the terrain and z is the elevation
above the ground level.

Since the standard height for wind-speed recording instruments is 30 ft, the
power formula is used to correct standard-height velocity readings for other
heights above ground with any given terrain profile (see Fig. 1.2).

The velocity (dynamic) pressure representing the total kinetic energy of the
moving air mass unit at the height of 30 ft above the ground on a flat surface
perpendicular to the wind velocity is given by the equation:

30 = pV?/2 = (1)0.00238(5280/3600)> V'3, = 0.00256 V'3,

where

V30 =basic wind speed at 30 ft height above the ground in mph, maximum
as measured on the location over a certain period of time
q3o = basic wind velocity pressure at 30 ft height above the ground in psf
p =0.00238 slugs per ft3, air density at atm pressure, and 60°F.

The magnitude of the basic wind velocity V3o used in determination of the
design pressure g3, depends on the geographical location of the job site. The
wind pressure ¢3¢ is used to compute the actual wind design loads on pressure
vessels and connected equipment. However, since the wind velocity V is in-
fluenced by the height above the ground and terrain roughness and the pressure
q itself is influenced by the shape of the structure, the basic wind velocity
pressure ¢3o has to be modified for different heights above the ground level
and different shapes of structures.

In doing so either the older, somewhat simpler standard ASA A58.1-1955 or
the new revised ANSI A58.1-1972 are generally used, unless the client’s specifi-
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1500

1200

900

height above ground in feet

~@W§

30 ';i'l‘ o z‘.u..,, 29%. 2 X - |":‘ pid | By V = wind
open, flat coastal region; rough, wooded area; large city centers velocity
flat, open country town; large city,

suburban areas
900 ft 1200 ft 1500 ft gradient level
1/7 1/4.5 1/3 exponent n

Fig. 1.2. Wind velocity profiles over three basic terrain roughness characteristics. If the
wind velocity in flat, open country at the standard height 30 ft is V39 = 60 mph, at the
gradient level 900 ft the wind velocity is

¥ =60(900/30)¥7 = 100 mph.

In the same region, the gradient wind velocity in the suburban area is the same, i.e., ¥V = 100
mph, and the gradient level is 1200 ft; hence the wind velocity at the standard level in the
suburban area is

V30 = 100(30/1200)/*5 = 44 mph.

cations dictate otherwise. Although the former standard is obsolete, it was
extensively used for many years and it is still used in some codes. It is therefore
quite probable that for some time to come the designer will encounter designs
where the wind loads were computed on the basis of the old standard. Also the
designer may become engaged in the construction of pressure vessels for petro-
chemical plants in foreign countries where long-term wind velocity data are
lacking and the design procedures are specified more in line with the now
obsolete specification.

Wind Loads as Computed in Accordance with ASA Specification A58.1-1955

The procedure for calculation of the minimum design wind load normal to the
surface of the structure is as follows.
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1. The geographical area of the job site is located on the wind pressure map,
(see Fig. 1 of the standard). The basic wind pressure p is selected. It is based on
the maximum regional measured wind velocity V3, (excluding tornado velocities)
and includes the shape factor 1.3 for flat surface and the gust factor 1.3 for
heights up to 500 ft above the ground. No distinction is made for terrain rough-
ness or mean recurrence interval of the highest wind in the area.

2. The wind design pressures p,, corresponding to the basic wind pressure p,
for various height zones above the ground are given in Table 3 of the standard.
They include a height factor based on the seventh-root law to express the varia-
tion of the wind velocity with the height above the ground.

3. The shape factor B for round objects is equal to 0.6 and is applied to the
design pressure p,. The shape factors, as they appear in the standard are actual
shape coefficients divided by the flat surface factor 1.3 which was included in
the basic wind pressure p.

4. If the windward surface area projected on the vertical plane normal to the
direction of the wind is 4 ft2, then the resultant of the wind pressure load over
the area P,, is assumed to act at the area centroid and is given by

;(c VT

P, =ABp, 1b.

The wind pressure forces are applied simultaneously, normal to all exposed
windward surfaces of the structure. The minimum net pressure (Bp;) in the
above formula for cylindrical vertical vessels is not less than 13 psf for L/D <10
and 18 psf for L/D > 10, where L is the overall tangent-to-tangent length of the
vessel and D is the vessel nominal diameter.

Wind Loads as Computed in Accordance with ANSI A58.1-1972

The effective wind velocity pressures on structures gz and on parts of structures
qp in psf at different heights above the ground are computed by the following
equations:

qr =K;Grqso
q4p =K;Gpqso
where

K, = velocity pressure coefficient depending on the type of the terrain surface
(exposure) and the height above the ground z. To simplify computation,
height zones of constant wind velocity can be assumed. For instance the
pressure gr at 100 ft above the ground can be applied over the zone
extending from 75 to 125 ft above the ground.

G = gust response factor for structure

G, = gust response factor for portion of structures.
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The variable gust response factors were introduced to include the effect of
sudden short-term rises in wind velocities. The values of Gy and G, depend on
the type of the terrain exposure and dynamic characteristics of structures. For
tall cylindrical columns, for which gust action may become significant, detailed
computations of Gg are usually required as shown in the Appendix to the
standard. Since the equation for Gg contains values which depend on the first
natural frequency f of the column, which in turn depends on the vessel wall
thickness ¢ to be computed from the combined loadings (wind, weight, and
pressure), the additional mathematical work involved in successive approxima-
tion may render this standard less attractive than the previous one.

The g and g, values have to be further modified by a net pressure coefficient
Cy for different geometric shapes of structures.

If the projected windward area of the vessel section on a vertical plane normal
to the wind direction is 4 ft?, the total design wind load P,, on a vessel section

may be computed by equation: SHAPE CoBRIFIT(ONT
XC VOLOUTO  PRES=OE.
P, =AY 1b

The minimum net pressure (Crgp) ip the above formula should be not less
than 15 psf for the design of structures and 13 psf for structural frames. The
wind loads on large appurtenances such as top platforms with trolley beams,
piping, etc. can be computed in the same manner, using appropriate Cy and gr
with allowances for shielding effect and must be added to the wind load acting
on the entire vessel.

The three standard terrain roughness categories selected are as shown in
Fig. 1.2.

a. Exposure A: centers of large cities, rough and hilly terrains;
b. Exposure B: rolling terrains, wooded areas, suburban areas;
c. Exposure C: flat, open grass country, coastal areas.

Most large petrochemical plants will belong to category C.
The procedure for computing the minimum design wind load on an enclosed
structure such as a tall column can be summarized as follows.

1. Using as criteria the anticipated service life of the vessel and the magnitude
of the possible damage in case of failure, the basic wind speed V3, is selected
from Fig. 1 or 2 of the standard for the particular job location and modified
by special local conditions; see also Appendix Al of this book.

2. The basic wind pressure g3 =0.00256 V% is computed.

3. The effective wind velocity pressure gz is given by gz =K,Grqs,. The
height zones of constant wind velocities are selected and K, determined from
Fig. A2 of the standard for each zone. The gust response factor G, which does
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not change with the height above the ground, is computed from the equation
Gr =0.65 + 1.95 (6+/P).

4. Using the net pressure coefficient Cy from Table 15 of the standard and the
projected area A in ft?, the total wind load on the vessel sections of constant
wind design pressure may be evaluated by equation Py, = CrAqF.

Computation of the Projected Area A

It is not possible for the designer to evaluate the projected windward area 4 of
a tower and all appurtenances accurately. When a vessel is being designed only
the main features such as the inside diameter, overall length, nozzle sizes, num-
ber of manholes, etc. are known and a complete layout is unavailable.

To arrive to some reasonable approximation of the projected area, some as-
sumptions based on past experience must be made. An approximate layout
sketch of the vessel with all probable platforms, ladders, and connected piping
can be made and with resulting wind loads, wind shears and wind moments at
different heights above the ground can be computed. Unless the vessel is com-
paratively simple, for instance a short vertical drum with a top platform as in
Fig. 5.8, this approach is time-consuming and not really justified.

An approach to computing 4 which is often used and is recommended here
is to increase the vessel diameter D to the so-called effective vessel diameter to
approximate the combined design wind load:

D, = (vessel o.d. + twice insulation thickness) X K.

The coefficient K is given in Table 1.1. The required projected area 4 will then
be equal to

A=D, X H

where H =length of the shell section in the zone of the uniform wind velocity.
However, the effective diameter D, can be derived by a simple procedure which
allows the designer to adjust D, according to the actual standard vessel layout.

Table 1.1.
VESSEL OUTSIDE DIAMETER COEFFICIENT
INCLUDING INSULATION Kg
less than 36 in. 1.50
36 to 60 in. 1.40
60 to 84 in. 1.30
84 to 108 in. 1.20
over 108 in. 1.18

Source: Ref. 6.
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Fig. 1.3. Assumed column layout for determination of the effective diameter De.

According to an assumed typical section of a process column shown in Fig. 1.3
the principle parts contributing to the total wind load are as follows:

1. Vessel shell outside diameter with twice the insulation thickness, if any.

2. Adjusted platform area. Assuming half of the platform, 3 ft 6 in. wide at
each manhole, spaced at 15 ft, the equivalent increase in the vessel diameter
(42X 18)/(15X 12) =42 in.

3. Caged ladder. Assume one caged ladder running from the top of the vessel
to the ground. The increase in the column diameter can be taken as 12 in.

4. Piping. Assume the largest pipe in the top third of the column running to
the ground level.

All the above items can and should be adjusted according to the actual standard
layout as used.

For example, the effective diameter of a 6-ft-diameter column with 1-in. wall
thickness, 2-in. insulation, and a 6-in. nozzle in the top third with 1-in. insula-
tion is computed as follows:

D, = (vessel o.d. + 2 X insulation thickness)
+ (pipe o.d. + 2 X insulation thickness) + (platform) + (ladder)
=(74+4)+(6.625+2)+42+12=1028 in.=8.6 ft

The factor K; =102.8/78 =1.31 is in agreement with the value in Table 1.1.
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The formula above does not include special attached equipment such as heat
exchangers or large-top oversized platform with lifting equipment, whose wind
loads and moments are computed separately and added to the above.

Example 1.1. Determine the wind loads acting on the process column shown in
Fig. 1.4 with an average wall thickness of 1 in., insulation thickness 1.5 in.,
located in the vicinity of Houston, Texas, using:

a. ASA A58.1-1955
b. ANSI A58.1-1972.

a. Effective diameter D, =Kz X 0.d.=1.30X 6.4 = 8.3 ft. From Fig. 1 of the
standard the basic wind pressure is p =40 psf. From Table 3 of the standard
the wind design pressures are

p, =30 psf, elevation 0to 30 ft above ground

40 psf, 30to49 ft
50 psf, 50to 99 ft
60 psf, 100 to 499 ft

Wind loads in pounds per one foot of column height, w=B X D, X p,, are

w; =0.60 X 8.3 X 30 =150 Ib/ft
w, =0.60 X 8.3 X 40 =200 Ib/ft
w3 =0.60 X 8.3 X 50 =250 Ib/ft
wy =0.60 X 8.3 X 60 =300 Ib/ft.
b. Selected: 100 years recurrence interval; type-C exposure; damping factor
B =0.01; fundamental period of vibration T = 1 sec/cycle.
From Fig. 2 of the standard: basic wind velocity is V3, = 100 mph; g39 =25.6

psf; design pressures are g =K, Grq3o.-
From Fig. A2 of the standard:

K0 =10, Kso=12, Kos =140, K50 =1.50.

Gust response factor is G = 0.65 +1.95(0v/P) = 0.65 + 1.95 X 0.332 = 1.297
for enclosed structures:

ov/P=1.7[T(2h/3)] [0.785 PF/8 + S/(1 +0.002d)] */? = 0.332
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Fig. 1.4. Conditions and resulting wind loads for Example 1.1a.

where, from
Fig. A3. T(2h/3)=T(80)=0.149
Fig. A4. 1.12(K)"?V50/f=1.12X 1 X 100/1 =112 —> P =0.092
Fig. AS. 0.88 f1/(V30vK120) = 0.88 X 1.0 X 120/1004/1.5 = 0.862 and h/c =
h/d=120/6.5=18.5—> F=0.1
Fig. A6. structure size factor: S = 1.0 for 2 = 120.
qr=25.6X1297XK,=332K,,

therefore
qp3o =33.2 X 1=34 psf

qrso =332 X 1.2 =40 psf
Gros =33.2X 1.4 =47 psf

Wind loads in pounds per foot of column height, w = C¢ X D, X g, are

w1 =wso =0.66 X 8.3 X 34 =186 1b/ft



DESIGN LOADS 13

§id Wind load Shear Wind moment
el 120 o P, (Ib) a (ib) M (1b-t)
+
| £
D 12,850
o~N
60 T t, Il
g
70 @ 12,850 321,250
! 60' 2,190 15,040 460,700
.| o
E=]
I
(=]
25 =t N 5,475
]
| g
35’ @ 20,515 905,140
30° 1,095 21,610 1,010,455
RS\ —
! ®
25 ety
. 3,720
10 § 25,330 1,479,855
g ® '
[}
10 | ==L s 1,860
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Fig. 1.5. Conditions and resulting wind loads for Example 1.1b.

W, =wso =0.66 X 8.3 X 40 = 219 Ib/ft
W3 =Wes =0.66 X 8.3 X 47 = 257 Ib/ft.

The method of determining wind loads on vessels of two or more diameters
is the same as for a vessel of a uniform diameter. When the conical transition
section is no more than 10 percent of the total height, cylindrical sections can
be assumed to extend to the mid-height of the conical section. Otherwise, the
transition section should be considered as a separate section.

1.6. EARTHQUAKE LOADS
General Considerations

Seismic forces on a vessel result from a sudden erratic vibratory motion of the
ground on which the vessel is supported and the vessel response to this motion.
The principal factors in the damage to structures are the intensity and the dura-
tion of the earthquake motion. The forces and stresses in structures during an
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earthquake are transient, dynamic in nature, and complex. An accurate analysis
is generally beyond the kind of effort that can be afforded in a design office.

To simplify the design procedure the vertical component of the earthquake
motion is usually neglected on the assumption that the ordinary structures pos-
sess enough excess strength in the vertical direction to be earthquake resistant.

The horizontal earthquake forces acting on the vessel are reduced to the
equivalent static forces. Earthquake-resistant design is largely empirical, based
on seismic coefficients derived from the performance of structures subjected
in the past to severe earthquakes. The fundamental requirement set forth in
building codes is that the structures in seismic risk zones must be designed to
withstand a certain minimum horizontal shear force applied at the base of the
vessel in any direction. Having assigned a minimum value to the base shear
based on the past experience, the problem which arises is how to resolve this
shear into equivalent static forces throughout the height of the vessel in order
to determine the shear and the bending moments in the structure at different
elevations as well as the overturning moment at the base. The result depends
in large part on the dynamic response of the structure, which may be assumed
either rigid or flexible.

For design purposes it is sufficient and conservative to assume that the vessel
is fixed at the top of its foundation; no provision is usually made for any effects
of the soil-structure interaction.

Seismic Design of a Rigid Cylindrical Vessel

The structure and its foundation are assumed to be rigid and the assumed earth-
quake horizontal acceleration of the ground @ is transmitted directly into the
vessel. The term rigid is used here in the sense of having no deformations.

Each section of the vessel will be acted upon by a horizontal inertial force
equal to its mass and multiplied by the horizontal acceleration a of the quake
movement,

AP = AW(alg),

acting at the center of the gravity of the section. The overturning moment at
an arbitrary elevation is equal to AP times the distance of the center of gravity
of the vessel section above the section plane (see Fig. 1.6). Their resultant P, is
assumed to act at the center of gravity of the entire vessel and is given by the
equation

P,=Ma=(alg)W=cW
where

g = gravitational acceleration
W = operating vessel weight during the earthquake
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Fig. 1.6. Earthquake loads and shcars for a rigid column of a uniform cross section and
weight.

Table 1.2. Values of the Coefficient c.

ITEM ZONE O ZONE 1 ZONE 2 ZONE 3
Vessel 0 0.05 0.10 0.20
Equipment attached
to vessel 0 0.25 0.50 1.00

Source: Ref. 4.

¢ =alg, an empirical seismic coefficient, depending on the seismic zone where
the vessel is located.

The usual value of ¢, when used, is given in Table 1.2.
The overturning moment at the base M}, is equal to P, times the elevation % of
the center of gravity of the vessel above the vessel base:

My =P, X h.

The simple rigid-structure approach was used in early building codes. For a short
heavy vessel or a horizontal drum on two supports this design procedure is easy
to apply and probably justified. However, it cannot be reasonably applied to tall,
slender process columns, regardless of their dynamic properties.

Seismic Design of Flexible Tall Cylindrical Vessels

The sudden erratic shift during an earthquake of the foundation under a flexible
tall cylindrical vessel relative to its center of gravity causes the vessel to deflect,
since the inertia of the vessel mass restrains the vessel from moving simultane-



16 PRESSURE VESSEL DESIGN HANDBOOK

.@_‘ _}/2_1 __y3*'
a a a
- SRR | S I
0.132H
0.226 H —T
i Yy
nodal
H point _1
.
mode 1 mode 2 mode 3
C = 0.560 C =3.51 C=9.82

_1_ ~rgEl»
Natural frequency f = &= C[—-]

4
wH
where w is the uniform weight of beam
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Fig. 1.7. Sketch of mode shapes for a cantilever beam of a uniform cross section and
weight.

ously with its foundation. The vibration initiated by the induced elastic deflec-
tion is then gradually reduced by damping or partial yielding in the vessel.

From experience and theoretical studies it can be assumed that a structure
with a longer first period of vibration 7" and higher damping will be subjected to
less total damage than a structure with a shorter 7" and smaller damping capacity,
provided that it has the strength to withstand the sustained deflections.

A tall, slender vessel represents a distributed system of multiple degrees of
freedom and will be excited into a transverse vibratory motion, consisting of
relatively simple deflection curves called modes, with the first fundamental
mode predominant. Each mode has a unique period of vibration. The first three
modes for a cantilever beam of uniform cross section and weight are illustrated
in Fig. 1.7. Since the vessel will try to vibrate with a combination of natural
frequencies, with the first frequency predominant, the resultant motion can
become complex and determined by superposition. The force on a vessel section
caused by vibration is then equal to the product of its mass and the vector sum
of the accelerations associated with each mode. Each point under vibration can
experience a maximum dynamic shear. Obviously, an involved, detailed mathe-
matical analysis, based on still incomplete field data derived from observations
of the past earthquakes would not be justified in the practical design.

For practical design purposes the building codes [3, 5]* require all free-
standing structures in seismic zones to be designed and constructed to withstand
the minimum lateral force V applied at the base in any horizontal direction and

*Numbers in brackets refer to the references in Appendix AS8.
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equal to the product of the weight and empirical coefficients:

V=ZKCW,
where

W =normal operating weight most likely to exist at the time of a possible
future earthquake;

Z = earthquake zone factor, a numerical coefficient dependant upon the
seismic zone in which the structure is located and found from the seismic
zoning maps in ref. 3 (see also Appendix Al); for location in zone 1,
Z=0.25;zone 2,Z=0.50;zone 3,Z=1; .

K =structure coefficient, a numerical coefficient related to the inherent
resistance of a structure type to the dynamic seismic forces; K is based
on the earthquake performance record of the type of the structure; for
cylindrical vessels supported at base the K value is taken as equal to 2;
for other structures K may vary from 0.67 to 3.00;

C = flexibility factor, a numerical coefficient depending on the flexibility of
the vessel and given by the equation C = 0.05/T/3, where T is the funda-
mental period of vibration of the vessel, in seconds, in the direction under
consideration; for 7<0.12 s, the factor C is usually taken as 0.10; a great
accuracy of T is not needed in computing the coefficient C in the above
equation, since C is inversely proportional to the cube root of T, and
hence does not change appreciably with small variations of 7, and the
assumed fixity at the base will tend to make the calculated 7" smaller than
the true period (see Section 4.7 for the procedure used to compute the
basic period of vibration of tall, slender, self-supporting process columns).

The building codes prescribe the distribution of the base shear V over the
height of the structures in accord with the triangular distribution equation

n
Fy =(V_ Ft)wxhxlzwihi

i=1
where

F;=0.004V (h,/Ds)* < 0.15V is a portion of ¥ assumed concentrated at
the uppermost level %, of the structure to approximate the influence
of higher modes. For most towers F; = 0.15 V, since h,/Ds > 6.12;
F;, F, = the lateral force applied at levels 4;, A, respectively;
w;, w, = that portion of W which is located at or is assigned to levels i, x,
respectively;
Dy = the plan diameter of the vessel.

For check, the total lateral shear at the base is V =F; + X, F;.
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The force acting lateraly in any direction on any appendage connected to the
vessel is given by the equation

Fp=2CyW,,

where W, is the weight of the appendage and C, is taken equal to 0.2. Force
F, is applied at the center of gravity of the attached equipment.

Since the higher modal responses contribute mainly only to the base shear,
but not to the overturning moments, the base moment M and the moments
M, at levels h, above the base can be reduced by means of reduction coef-
ficients J and J,, and are given by the following equations:

n
My=J (F,h,, £y F,-hi), where 0.45<J=0.6/T*<1

i=1
n
M, =T, [F t(hn - b)) + > Fi(hi - hx)]’ where Jy =J + (1 - J)(hx/hn)’.
i=1

For structures where the total mass is predominantly concentrated at one level
and/or it would seem reasonable to expect the structure to vibrate primarily in
the fundamental mode, J = 1.0 is recommended.

Example 1.2. Compute the seismic loads and moments acting on a cylindrical
vertical process column of two diameters, as shown in Fig. 1.8.

To determine the earthquake load distribution on a vessel with variable mass
concentrations or on a vessel of two or more diameters the entire vessel is
usually divided into » sections; not more than 10 sections are usually required,
the exact number depending on the weight distribution. The weight of each
section wy; is assumed to be concentrated at the center of gravity of each section
and the seismic loads F; and the moments M, are computed.

From Fig. 1.8 the total lateral force at the base V equals

V=ZKCW=1X2X0.05X85=8.5kips

where

K=2

W = 85 kips, including steel shell, trays, operating liquid, insulation, etc.
Z =1 for zone 3

C=0.05/T"/* =0.05/1"/* = 0.05.

In computing T it would seem to be conservative to assume that the period T’
for column 5-ft i.d. X 100 ft high with uniformly distributed weight w = W/H
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will be shorter than that of the stepped-down column in Fig. 1.8. Using the
formula for a uniform-diameter cantilever beam,

T'= (2.70/10%)(H/D)* (wD/t)"/* = (2.70/105)(100/5)?(850 X 5/0.5)"/? =1 sec.

(For more accurate computation of T see the Example 4.4 in Section 4.7.) Force
F;=0.15V=1.3 kips, and from Fig. 1.8,

F;=(V - Fy) wih;] Zw;h; =7.2w;h;/4630 = 0.0016w;h;.

The transverse design shear V. at h,, elevations is equal to the sum of all lateral
forces F; above the section elevation A,. Taking J =1.0 the incremental mo-
ments at particular section planes are

AMx =Ft(H‘ hx) + ZFl(h, - hx) or

AM, =13 X 17 +3 X 17/2 =47.6 kips-ft

AM; =43 X 17+2.4X 17/2 =93.5 kips-ft etc.

& i wi | B | wh | F |V, | A | M, | M, | h
L4, (kips) | (ft) [(kips-ft)] (kips) | (kips) |(kips-ft)l(kips-ft)(kips-ft)| (ft)
| i 100 1.3
7 T O] ¥
yal 20 | 915 | 1830 | 3
Sl Wt 17 f
43 | 476 | 476 83.0
32 @ f
i/ |5 20 | 74.5 | 1490 | 2.4
| 1\ !
3 ) 6.7 | 93.5 | 141.1 66.0
AL NAR L 10 | 57.0 | 570 | 0.9 f
100 | 3 18 ¥
{@ 76 | 128.7 | 269.8 48.0
: 1’8, 10 | 39.0 | 390 | 0.65 }
56 Fa ® ! 8.25 | 143 | 4128 30.0
VARCIRS 15 | 20.0 | 300 | 0.50 ’
® f 8.75 | 170 | 582.8 10.0
}.P' vAkc 10 | 50 | 50 | 008 !
10 L= 10' i -
|/ i 0.0 884 | 88 |e708| 4 | 0.0
T AR As
reboiler —=| — 85 4630
(2 kips) 5" i.d. Sw= Swh, TV,

Fig. 1.8. Conditions and the resulting earthquake loads for Example 1.2.
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The total moments acting at particular section planes are

M, = AM, =47.6 kips-ft
M3 =AM, + AM; =141.1 kips-ft, etc.,

as shown in Fig. 1.8. Total overturning moment at base,
M; =670.8 +4 =674,800 Ib-ft,

is used to size the skirt base and the anchor bolts. Moments at other critical
sections such as M3 at section ki, = 66 ft or M at section A, =10 ft are used
for checking the stresses in the shell and the skirt-to-shell weld.

Example 1.3. Determine shear forces and moments due to seismic loads acting
on cylindrical vertical column of a constant diameter and uniformly distributed
weight w (Ib per ft), as shown in Fig. 1.9.

- Fi]
7 £
I F, /
Y I v L
| 2
X 1 X
Z N
| c.g. hi
H—Y 0.716H
H/2 -
Vv
loads
Fig. 1.9.

From the equation for the force F; =(V - Fy) w;h;/ Zw;h;, with h; the only
independent variable, it can be seen that the distribution of F; throughout the
vessel height is triangular. If the total lateral force at base is V' =ZKCW, at any
horizontal plane at elevation h, above the ground at section x-x, the shear force
is

Ve=Y(Fy +Fy)[2+F;
=3[(V - Fr) wH|(wH?[2) + (V - F) w(H - Y)/(WH?/2)] Y + F;
=(V-F)QHY - Y*)|H*> + F,;

and the moment is

M, =J,[F:Y +(V - F)GHY? - Y*)[3H?]
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At the base Y = H, the shear is
Vep=V-F;+F;=V
and the moment is
My =J[F:H+ (V- F)QH/3)].
For F;=0.15VandJ=1,

My, =0.716 VH.

Design Considerations

It is only reasonable to assume that during a severe earthquake exceeding the
assumed design value some part of the structure will yield and absorb the dy-
namic energy, preventing a major failure. The anchor bolts are the most logical
structural part to prevent, through partial yielding any other damage to the
vessel, such as buckling of the supporting skirt or shell. If the anchor bolts are
to perform this function they should be long and resilient enough to yield under
an extreme overload, and they should be firmly attached to the vessel, preferably
through a full ring stiffener, as shown in Fig. 4.3, Type A.

Most codes allow an increase by one-third in the allowable stresses under
earthquake (temporary) conditions. The ASME Pressure Vessel Code, Section
VIII, Division 1 does not allow any increase in allowable stresses for the pres-
sure parts, while Division 2 allows an increase of 20 percent in allowable stresses
for the pressure parts and structural parts. At this point it would seem important
to realize that the codes present only the minimum requirements, which should
be increased by the designer according to his judgment after a careful assessment
of all design conditions.

1.7. PIPING LOADS

In addition to the wind loads the piping loads acting on the vessel should be
evaluated. They consist of the weight of the pipe sections supported by nozzles
into the vessel shell and of the loads due to the thermal expansion of the pipes.
The thermal expansion loads have to be estimated at the time of the vessel
design. It can be assumed that the total sum of the piping reactions of all side
nozzles will have a small effect on the entire vessel and can be disregarded. The
thermal thrust at the top nozzle can be considerable, and in such case should
be added to the other loadings acting on the vessel. The expansion pipe moment
M), will depend on the size of the nozzle, that is on the size of the process pipe.
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Table 1.3.
NOMINAL SIZE OF
TOP NOZZLE Mp
(in.) (1b-ft)
m, 4 2110
6 4450

8 7900

VR
—
10 13000
12 19500
14 24500
. 16 34300
18 46300
20 61000
24 98400

The everage M), can be estimated as approximately equal to Mp, = 60D? in Ib-in.,
where D is the outside diameter of the pipe connected to the nozzle, increased
by 3 in. (see ref. 7). Table 1.3 gives values of M, computed by the above equa-
tion in 1b-ft and could be added to the computed wind load. The actual moment
and the required local reinforcement of the top shell head may not be as large.

1.8. COMBINATIONS OF THE DESIGN LOADS

Many combinations of loads considered in the design of pressure vessels may be
possible, but highly improbable; therefore it is consistent with good engineering
practice to select only certain sets of design loads, which can most probably
occur simultaneously, as the design conditions for pressure vessels. If a more
severe loading combination does occur, the built-in safety factor is usually large
enough to allow only a permanent deformation of some structural member,
without crippling damage to the vessel itself.

It is standard engineering practice that all vessels and their supports must be
designed and constructed to resist the effects of the following combinations of
design loads without exceeding the design limit stresses. (In all combinations
wind and earthquake loads need not be assumed to occur simultaneously, and
when a vessel is designed for both wind and earthquake, only the one which
produces the greater stresses need be considered.)

1. Erection (empty) design condition includes the erection (empty) dead load
of the vessel with full effects of wind or earthquake.

2. Operating design condition includes the design pressure plus any static
liquid head, the operating dead load of the vessel itself, the wind or earthquake
loads, and any other applicable operating effects such as vibration, impact and
thermal loads.
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3. Test design condition for a shop hydrotest, when the vessel is tested in a
horizontal position, includes only the hydrotest pressure plus the shop test
weight of the vessel. For a field test performed on location, the design condition
includes the test pressure plus the static head of the test liquid, and the field
test dead load of the vessel. Wind or earthquake loads need not be considered.
All insulation or internal refractory are removed.

4. Short-time (overload) design condition includes the operating design con-
dition plus any effects of a short-time overload, emergency, startup, or shut-
down operations, which may result in increased design loads. At startup, the
vessel is assumed to be cold and connecting pipelines hot. Wind or earthquake
need not be considered.

The maximum stresses as computed from the above design conditions cannot
exceed the design limit stresses; see Table 2.1 or AD-150.1 and Fig. 2.2, in
Chapter 2 of this book.
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Stress Categories and Design
Limit Stresses

2.1. INTRODUCTION

After the design loads are determined and the maximum stresses due to the
design loads are computed, the designer must qualitatively evaluate the in-
dividual stresses by type, since not all types of stresses or their combinations
require the same safety factors in protection against failure.

For instance, when a pressure part is loaded to and beyond the yield point
by a mechanical (static) force, such as internal pressure or weight, the yielding
will continue until the part breaks, unless strain hardening or stress distribution
takes place. In vessel design, stresses caused by such loads are called primary and
their main characteristic is that they are not self limiting, i.e., they are not
reduced in magnitude by the deformation they produce.

On the other hand, if a member is subjected to stresses attributable to a
thermal expansion load, such as bending stresses in shell at a nozzle connection
under thermal expansion of the piping, a slight, permanent, local deformation
in the shell wall will produce relaxation in the expansion forces causing the
stress. The stresses due to such forces are called secondary and are self limiting
or self equilibrating.

The practical difference between primary and secondary loads and stresses is
obvious; the criteria used to evaluate the safety of primary stresses should not
be applied to the calculated values of stresses produced by self-limiting loads.
Some stresses produced by static loads, such as the bending stresses at a gross
structural discontinuity of a vessel shell under internal pressure, have the same
self-limiting properties as thermal stresses and can be treated similarly.

Stresses from the dynamic (impact) loads are much higher in intensity than
stresses from static loads of the same magnitude. A load is dynamic if the time
of its application is smaller than the largest natural period of vibration of the
body.

A structure may be subjected only rarely to the maximum wind or seismic
load for which it has been designed. Therefore, an increase in allowable stresses
is permitted for such temporary loads in some codes. Fatigue caused by periodic

24
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variation of mechanical or thermal loads over operating cycles has become an
increasingly important consideration in the design of pressure vessels as it has
become apparent that the majority of fractures are fatigue rather than static-
loading failures. If the number of the operating cycles is larger than several
thousand, fatigue analysis should be considered. Here the allowable stress and
the stress range must be related to the number of loading cycles anticipated
during the service life of the equipment. Fatigue failures usually occur in the
zone of the maximum stress concentration.

The designer must not be content to understand the properties of the con-
struction materials to be used in the vessel. He must also consider in detail the
nature of the loads acting on the vessel (mechanical, thermal, cyclic, dynamic,
static, temporary). Knowledge of these loads and the resulting stresses, obtained
analytically and as accurately as possible, is essential to proper vessel design.

Suitable precautions expressed in the design safety factors are the responsibility
of the design engineer, guided by the needs and specifications of the client. The
chief requirement for the acceptibility of a Code-designed vessel is that the
calculated stress levels shall not exceed Code allowable stress limits or, in their
absence, stress limits based on the current good engineering practice.

2.2. ALLOWABLE STRESS RANGE FOR SELF-LIMITING LOADS

The most important self-limiting stresses in the design of pressure vessels are the
stresses produced by thermal expansion and by internal pressure at shell struc-
ture discontinuities.

In the study of self-limiting stresses, fictitious elastic stress calculated as twice
the yield stress has a very special meaning. It specifies the dividing line between
the low cycle loads that, when successively applied, allow the structure to
“shake down” to an elastic response, and loads that produce a plastic deforma-
tion every time they are applied. This can be illustrated in an idealized stress-
strain diagram as shown in Fig. 2.1. Material is assumed to behave in elastic—
perfectly plastic manner. Due to an applied thermal expansion load of the
attached piping on a nozzle an elastic deformation occurs at some point in the
vessel shell from O to 4 in Fig. 2.1 and a plastic irreversible deformation from
A to B. At point B the thermal load is sufficiently reduced by the plastic defor-
mation to be in equilibrium with the internal resisting stresses in the shell. When
the nozzle and piping return to their original position, the stresses recover along
line BCD. The elastic portion from C to D represents prestressing in compression
of the permanently strained shell fibers in such a way that the next operating
cycle from D to B lies entirely in the elastic range. Stress 0, =20, represents
the limit or the maximum stress range for elastic shakedown to be possible. At
high operating temperatures the induced hot stress tends to diminish, but the
sum of hot and cold stresses remains constant and is referred to as stress range.
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Fig. 2.1 Schematic illustration of the stress—strain relation during a shakedown.

The shakedown load, sometimes called the stabilizing load, is then the maxi-
mum self-limiting load that, when applied to a vessel, will on removal leave such
built-in moments of the internal residual stresses that any subsequent application
of the same or a smaller load will cause only elastic stresses in the vessel. If the
plastic deformation from A to B” is too large, then when the load is removed
and the structure returns to the original state, a compressive yield from D" to
D' is introduced. At the next operating cycle the stress is in the plastic range
again. Repeated plastic strains are particularly objectionable, since they lead to
a failure in short time.

While the failure stress for the direct membrane stress o due to a mechanical
load is equal to the yield stress 0,,, and when the failure stress for the bending
stress oy is 1.5 0y, only a limited, one-time, permanent deformation from points
A to B occurs from self-limiting loads up to the computed stress o equal to 20,,.

From the above discussion it can be concluded that different stress limits can
be set for maximum calculated stresses caused by different types of loads. In
this way we can achieve more economical, but still safe design.

2.3. GENERAL DESIGN CRITERIA OF THE ASME PRESSURE
VESSEL CODE, SECTION VIIi, DIVISION 1

While Division 1 of the ASME Pressure Vessel Code, Section VIII provides the
necessary formulas to compute the required thicknesses and the corresponding
membrane stresses of the basic vessel components due to internal and external
pressures, it leaves it up to the designer to use analytical procedures for com-
puting the stresses due to other loads.
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Paragraph UG-23c states that the wall thickness of a vessel computed by
the Code rules shall be determined so that the maximum direct membrane
stress, due to any combination of loadings as listed in UG-22 (internal or ex-
ternal pressure, wind loads or seismic loads, reaction from supports, the effect of
temperature gradients, impact loads) that are expected to occur simultaneously
during normal operation of a vessel, does not exceed the maximum allowable
metal Code stress values permitted at the operating temperature. The direct
membrane stress can be here defined as a normal stress uniformly distributed
across the shell thickness of the section under consideration.

The above requirement implies the use of the maximum-stress theory of
failure, on the assumption that for thin-shell pressure vessels the radial com-
pressive stress g, due to the design pressure can be disregarded, and that the
more accurate maximum-shear theory gives approximately the same results. The
localized discontinuity stresses (membrane plus bending) are taken into account
by the Code low allowable stresses and the Code approved design rules for
details such as cone-cylinder junctions. Otherwise, detailed analytical stress
analyses of secondary or fatigue stresses are not required and no design stress
limits are imposed for them. Design limit stresses are not included for thermal
expansion bending stresses and discontinuity bending stresses.

However, it is a general practice to provide detailed stress analysis for the vessel
components outside the Code approved details using either the maximum-
stress or the maximum-shear theory of failure, and to select allowable stresses
for design conditions other than normal operations or for computed stresses
other than direct membrane or direct membrane plus primary bending Code
stresses.

Table 2.1 gives recommended design allowable stresses for stresses due to
various loads not included in UG-23c. As noted above, design limit stresses
for secondary stresses in combination with pressure stresses are not specified
in the Code. However, paragraph UA-Se allows higher allowable stresses for
stresses at cone-cylinder junctions; this would indicate that different stress
levels for different stress categories are acceptable. In conclusion, it would
be well to remember, as previously pointed out, that the Code requirements
represent only the minimum, and the designer should feel free to apply stricter
design limits when necessary according to his judgment and experience.

Code allowable stresses are generally used also for the design of important
nonpressure parts, such as support skirts for tall columns, supports for func-
tionally important vessel internals, and also for the welds attaching such parts
with appropriate joint efficiencies. The allowable stresses for the less impor-
tant nonpressure replaceable structural parts may be higher than the Code
stresses and can be conveniently taken from ref. 9. Reference 12 serves as a
useful guide for selection of the allowable stresses of nonpressure parts at high
temperatures.
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24. GENERAL DESIGN CRITERIA OF THE ASME PRESSURE
VESSEL CODE, SECTION VIil, DIVISION 2

Higher basic allowable stresses than in the Code Division 1 are permitted to
achieve material savings in vessel construction. Also increased stress limits for
various load combinations are allowed by using the factor k in Table AD-150.1 ,
not allowed in Division 1. To preserve the high degree of safety, strict design,
fabrication, and quality-control requirements are imposed.

The most important points can be summarized as follows.

1. Specification of the design conditions, including all sufficient data per-
taining to the method of support, type of service (static or cyclic), and type of
corrosion, is the responsibility of the user. The report must be certified by a
registered professional engineer.

2. The structural soundness of the vessel becomes the responsibility of the
manufacturer, who is required to prepare all design computations proving that
the design as shown on the drawings complies with the requirements of the
Division 2. Again, a registered professional engineer experienced in the design
of pressure vessels has to certify the design report. Stress classification and a
detailed stress analysis are required. Maximum-shear failure theory is used in
preference to maximum-distortion-energy theory not only for its ease of applica-
tion, but also for its directional applicability to fatigue stress analysis. Specific
design details for vessel parts under pressure are provided, as well as the rules
and guidance for analytical treatment of some types of loadings. A set of con-
ditions is established (AD-160) under which a detailed fatigue analysis is re-
quired. Evaluation of thermal stresses is also required.

3. Strict quality control must be maintained by the manufacturer. Addi-
tional tests (ultrasonic, impact, weld inspection) are imposed which are not
required in Division 1.

Stress Categories

One of the design requirements of Division 2 is an accurate classification of
stresses according to the loads that cause them, their distribution, and their
location. Division 2 establishes different allowable stress limits (stress intensities)
for different stress categories.

Basically, the stresses as they occur in vessel shells (see Fig. 2.2), are divided
into three distinct categories, primary, secondary , and peak .

1. Primary stress is produced by steady mechanical loads, excluding discon-
tinuity stresses or stress concentrations. Its main characteristic is that it is not
self limiting. Primary stress is divided into two subcategories; general and local.
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Primar Secondary
Stress Y
R Membrane Peak
Category | Generol Membrane | Local Membrane Bending plus Bending ea

Description | Average primary Average stress |Component of | Self-equilibrating | (1) Increment added

(For ex- stress across across any primar)’ stress | stress necessary to primary or second-

amples, solid section. solid section. proportional to satisfy con- ary stress by a con-

see Excludes discon- |Considers dis- to distance tinuity of structure.| centration (notch).

Table tinuities and continuities from centroid | Occurs at struc-

4-120.1) concentrations. but not con- of solid tural discontinui- |(2) Certain thermal
Produced only by |centrations. section. Ex- ties. Can be stresses which may
mechanical loads. | Produced only cludes discon-| caused by mechan- | cause fatigue but

by mechanical tinuities and | ical load or by not distortion of
loads. concentrations{ differential ther- |vessel shape.
Produced only | mal expansion.
by mechanical | Excludes local
loads. stress concentra-
tions.
Symbol
(Note 4) Pm P Py 0 F
Combination I l ‘ J ‘ 4! l . 4] l . I
of stress T e e — — | i
components ] !

and allow- ! :

able limits \ I

of stress - !

intensities. 7

P 1.5kS ), |

|

! !

H 1

v .
() Lomm o
|
Note 3
Use design loads
— — — — Usc operating loads PL+Py+Q+F

NOTE .1 — This limitation applies to the range of stress intensity. When the secondary stress is due to a temperature
excursion at the point at which the stresses are being analyzed, the value of S, shall be taken as the average of the S, values
tabulated in Part AM for the highest and the lowest temperature of the metal during the transient. When part or all of the
secondary stress is due to mechanical load, the value of S, shall be taken as the S value for the highest temperature of the
metal during the transient,

NOTE 2 — The stresses in Category Q are those parts of the total stress which are produced by thermal gradients, structural
discontinuities, etc., and do not include primary stresses which may also exist at the same point. It should be noted, however,
that a detailed stress analysis frequently gives the combination of primary and secondary stresses directly and, when
appropriate, this calculated value represents the total of P, lor Pi) + Pp + Q and not Q alone. Similarly, if the stress in
Category F is produced by a stress concentration, the quantity F is the additional stress produced by the notch, over and
above the nominal stress. For example, if a plate has a nominal stress intensity, S, and has a notch with a stress concentration
factor, K, then P, =S, Pp=0,Q0=0,F =Py (K—1) and the peak stress intensity equals P, + Py (K—1) = KPpy

NOTE 3 — S, is obtained from the fatigue curves, Figs. 5-110.1,5-110.2 and 5-110.3. The allowable stress intensity for the
full range of fluctuation is 2 S5.

NOTE 4 — The symbols P, P, Pp, Q, and F do not represent single quantities, but rather sets of six quantities
representing the six stress components oy, 6/, Or, Tep Tjr, 30d Try.

NOTE S — The k factors are given in Table AD-150.1.

Fig. 2.2. Stress categories and limits of stress intensity. (Reproduced from the ASME
Boiler and Pressure Vessel Code, Section VIII, Division 2 (1977 edition) by permission of
the American Society of Mechanical Engineers.)

(a) General primary stress, is imposed on the vessel by the equilibration of
external and internal mechanical forces. Any yielding through the entire shell
thickness will not distribute the stress, but will result in gross distortions, often
carried to failure. General primary stress is divided into primary membrane
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stress and primary bending stress; the limit design method shows that a higher
stress limit can be applied to the primary bending stress than to the primary
membrane stress. Typical examples of general primary membrane stress in the
vessel wall are: stress due to internal or external pressure and stress due to vessel
weight or external moments caused by wind or seismic forces. A typical example
of primary bending stress is the bending stress due to pressure in flat heads.

(b) Local primary stress is produced by the design pressure alone or by other
mechanical loads. It has some self-limiting characteristics. If the local primary
stress exceeds the yield point of the material, the load is distributed and carried
by other parts of the vessel. However, such yielding could lead to excessive and
unacceptable deformations, so it is necessary to assign a lower allowable stress
limit to this type of stress than to secondary stresses. An important property of
local primary stress is that the maximum stress remains localized and diminishes
rapidly with distance from the point of load application. Local primary stress
can be divided into direct membrane stress and bending stress. Both, however,
have the same stress intensity limits. Typical examples of local primary stress
are stresses at supports and local membrane stresses due to internal pressure at
structural discontinuities.

2. The basic characteristic of secondary stress is that it is self-limiting. Minor
yielding will reduce the forces causing excessive stresses. Secondary stress can be
divided into membrane stress and bending stress, but both are controlled by the
same limit stress intensities. Typical examples of secondary stress are thermal
stresses and local bending stresses due to internal pressure at shell discontinuities.

3. Peak stress is the highest stress at some local point under consideration. In
case of failure, peak stress does not generate any noticeable distortion, but it
can be a source of fatigue cracks, stress-corrosion, and delayed fractures. Gen-
erally, the computation of the peak stresses is required only for vessels in cyclic
service as defined by AD-160. Typical examples of peak stress are thermal stress
in carbon steel plate with stainless steel integral cladding and stress concentra-
tions due to local structural discontinuities such as a notch, a small-radius fillet,
a hole, or an incomplete penetration weld.

Combination of Stress Intensities

According to the shear theory of failure used in Division 2, yielding in a member
under loads begins if the maximum induced shear stress equals the yield shear
stress developed in a test sample under simple tension. The maximum shear
stress 7 at the point under consideration equals one-half the largest algebraic
difference between any two out of three principal stresses (04, 05, 03) at that
point. It occurs on each of two planes inclined 45 degrees from these two
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principal stresses. For 03 >0, >0,, maximum 7=(0; - 0,)/2. Twice the
maximum shear stress 7 is by definition the equivalent intensity of combined
stress or stress intensity .

The procedure for computation of the stress intensities can be summarized as
follows.

1. At a point under investigation the designer selects an orthogonal set of
coordinates: L, t,and r.

2. The stresses due to the design loads and moments are calculated and de-
composed into orthogonal components o,, 67, and o, parallel to the coordinates.

3. According to the types of loads, the stresses or their components are clas-
sified and combined in the following way:

P,, =sum of all general primary membrane stress components

Py, =sum of all local primary membrane stress components

Py, = sum of all primary bending stress components
Q = sum of all secondary (membrane and bending) stress components
F = sum of all peak stress components.

P, , P, Py, Q,and F can represent a triaxial stress combined with shear, and as
such they would be defined by six stress resultants. In this case the principal
stresses (0;,0,,03) must first be evaluated for each category separately. How-
ever, the coordinates (L, r, £) can be and usually are chosen in such a way that
the stresses oy, 0,, 0, are already the principal stresses of the particular stress
category.

4. The maximum stress intensity S is calculated for the particular stress type
(e.g., P,,) or combination of types (e.g., P, + P, + Q) and compared with basic
Code stress intensity limits. Given principal stresses g, 0, , 03 in the category
under consideration, call

S12=01-03, S33=0,-03, 833 =03-0,.
Then S is the absolute value of the largest of these differences:

S = max (|Sn|, IS23!: |S3ll)

Basic Stress Intensity Limits

One of the requirements for a design to be acceptable is that the computed stress
intensities S will not exceed the allowable stress intensity limits of Division 2. As
shown in Fig. 2.2 there are five basic allowable stress intensity limits to be met.

1. General primary membrane stress intensity. The maximum stress intensity
S as computed on basis of P, stresses cannot exceed a stress intensity equal to
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S, times the factor & from Table AD-150.1 when applicable (S, < % S, or
< % Su). Sm is the basic allowable design stress value (in tension) for approved
materials.

2. Local membrane stress intensity. The maximum allowable stress intensity
for S derived from Py, stresses is 1.5, times the factor k when applicable.

3. Primary membrane (P, or P;) plus primary bending (Pp) stress intensity.
The maximum stress intensity S based on P,, or Py, stresses plus the bending
stress Py, is limited to 1.5S,,, times the factor k¥ when applicable.

4. Primary plus secondary stress intensity. The maximum stress intensity
S as based on the primary or local membrane stresses plus the primary bending
stress plus the secondary stress (P,, or P + P, + () cannot exceed the value
of 38,. All stresses may be computed under operating conditions, usually less
severe than the design conditions (35, <25,).

5. Peak stress intensity. If fatigue analysis is required for cyclic operating
conditions, the maximum stress intensity S must be computed from the com-
bined primary, secondary, and peak stresses (P,, or Py + P, + Q + F) under
operating conditions. The allowable value S, for this peak stress intensity S is
obtained by the methods of analysis for cyclic operations with the use of the
fatigue curves.

Table AD-150.1. Stress Intensity k Factors for Various Load Combinations.

Load Combination Calculated Stress

Condition (See AD-110) k Factors Limit Basis

Design A The design pressure, the dead 1.0 Based on the corroded
load of the vessel, the contents thickness at design
of the vessel, the imposed load metal temperature
of the mechanical equipment, and
external attachment loads

B Condition A above plus wind 1.2 Based on the corroded
load thickness at design
metal temperature
C Condition A above plus earth- 1.2 Based on the corroded
quake load thickness at design
metal temperature
(NOTE: The condition of
structural instability or
buckling must be considered)

Operation A The actual operating loading See AD-160 Based on corroded
conditions. This is the basis and Appendix 5 thickness at operating
of fatigue life evaluation pressure and metal

operating temperature

Test A The required test pressure, the 1.25 for hydrostatic Based on actual
dead load of the vessel, the test and 1.15 for design values at
contents of the vessel, the im- pneumatic test. See test temperature
posed load of the mechanical AD-151 for special
equipment, and external attach- fimits.
ment loads

Reproduced from the ASME Boiler and Pressure Vessel Code, Section VIII, Division 2
(1977 edition), by permission of the American Society of Mechanical Engineers.
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In addition to the above conditions the algebraic sum of all three principal
stresses should not exceed 4S5,,,: 0, + 0, + 03 <45,,.

The following definitions apply in the above discussion:

Membrane stress is a normal stress component (tension or compression)
uniformly distributed across the thickness of the wall section.

Bending stress is a normal stress component linearly distributed across the
thickness about the neutral axis of the wall section.

Shear stress is a stress component tangent to the plane of the section and
usually assumed uniformly distributed across the section.

25. DESIGN REMARKS

It can safely be said that the savings in material for ordinary carbon steel or low-
alloy steel vessels designed according to the rules of Division 2 will be more than
offset by the additional engineering and fabrication costs.

Since Division 2 is not used as often and as long as Division 1, most vessel
designers are more familiar with Division 1.

Geometrically simple important vessels with small external loadings such as
spherical reactors could probably be designed with some savings in accordance
with the rules of the Division 2.



3

Membrane Stress Analysis of
Vessel Shell Components

3.1. INTRODUCTION

In structural analysis, all structures with shapes resembling curved plates, closed
or open, are referred to as shells. Obviously, in pressure vessel design the shells
are always closed. Most pressure vessels in industrial practice basically consist of
few shapes: spherical or cylindrical with hemispherical, ellipsoidal, conical,
toriconical, torispherical, or flat end closures. The shell components are welded
together, sometimes bolted together by means of flanges, forming a shell with a
common rotational axis.

Generally, the shell elements used are axisymmetrical surfaces of revolution,
formed by rotation of a plane curve or a simple straight line, called a meridian
or generator, about an axis of rotation in the plane of the meridian (see Fig.
3.1). The plane is called meridional plane and contains the principal merid-
ional radius of curvature. Only such shells will be considered in all subsequent
discussions.

For analysis, the geometry of such shells has to be specified using the form of
the midwall surface, usually the two principal radii of curvature, and the wall
thickness at every point. A point on a shell, e.g., the point @ in Fig. 3.1, can be
located by the angles 6, ¢ and the radius R. In engineering strength of materials
a shell is treated as thin if the wall thickness is quite small in comparison with
the other two dimensions and the ratio of the wall thickness ¢ to the minimum
principal radius of curvature is R,/t > 10 or Ry, /¢t > 10. This also means that the
tensile, compressive, or shear stresses produced by the external loads in the shell
wall can be assumed to be equally distributed over the wall thickness.

Further, most shells used in vessel construction are nonshallow thin (mem-
brane) shells in the range 1/500 > ¢/R > 1/10, whose important characteristic is
that bending stresses due to concentrated external loads are of high intensity
only in close proximity to the area where the loads are applied. The attenuation
length or the decay length, the distance from the load where the stresses almost
die out, is limited and quite short—e.g., for a cylinder, (Rf)Y/2 .

The radial deformation AR of the shell under a load is assumed to be small

35
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R, = tangential (circumferential) radius of curvature of the surface, also Rg.
Rj, = longitudinal (meridional) radius of curvature of the surface, also R.

Both radii of curvature Ry, and R; lie on the same line, but have different lengths (except
for sphere, Ry, = Rp).

R = R¢ sin ¢, radius of the parallel circle.
= shell thickness.
¢ = angle in the meridional plane section between the plane normal to the meridional
plane and the axis of rotation.
0 = angle in latitudinal plane section between meridional plane and reference meridional
plane (xz).

Area abcd, the differential shell clement Ry d¢ X R;d6, is cut out by two meridians and
two parallel circles, since it is convenient to investigate the stresses in the meridional and
latitudinal planes. All radii are mean radii of shell wall in corroded condition.

Fig. 3.1. Definitions pertaining to shells of revolution.

with respect to the wall thickness (<¢/2) and the maximum stresses remain
below the proportional limit of the shell material.

If a general external (surface) load is acting on the shell, the loading on a shell
element can be divided into three components; Py, Py, and Pg as shown in Fig.
32a. A thin, elastic shell element resists loads by means of internal (body)
stress resultants and stress couples, acting at the cross sections of the differential
element, as shown separately for clarity in Fig. 3.2b, c, and d. The surface forces
act on the surface, outside or inside, while the body forces act over the volume
of the element. Since the element must be in equilibrium, static equilibrium
equations can be derived.

In general, there are 10 different internal stress resultants:
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(a) General external load components Pg, Py, Pg acting on a differential element of an
axially symmetrical shell. For uniform internal pressure P, Py, =Pg = 0 and Pg = P.

(b) Shell plane membrane stress resultants Ng, Ng in tension or compression and Ngg, Ngg
in shear. Neglecting the trapezoidal shape of the element Nyg = Ngg. Membrane state of
stress. For axisymmetrically loaded shells, Ngg = Ngg = 0 and (3Ng/36) d6 = 0.

(c) Transverse shear stress resultants Qg and Qg. For axisymmetrically loaded shells Qg = 0.

(d) Bending stress resultant couples My, Mg and torque resultant couples Mgpg, Mgy Torque
couples are neglected in bending shell theory. Mgy and My =0 for axisymmetrically
loaded shells.

Fig. 3.2. Stress resultants (tension, shear), bending and twisting stress couples at a differen-
tial element of an axisymmetrical shell under general load components Pp, Py, and Pg.
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Ny, Ng, Ngg, Ngp = membrane forces acting in the plane of the shell surface,
Ib/in.
Qg, Qp = transverse shear, Ib/in.
Mg, Mg =bending stress couples, Ib-in./in.
Mg, Mgy = twisting stress couples, Ib-in./in.

which must be in equilibrium with the external forces. Since there are only six
equations of static equilibrium available for solution, the problem becomes four
times statically indeterminate. From the geometry of the shell before and after
deformation under the load, the direct and shear strains, changes in curvatures
and twists can be established, and assuming a linear stress-strain relationship
(Hooke’s law) the additional required differential equations relating the stress
resultants to the midshell surface displacements can be obtained. A rigorous
solution of such a system of differential equations within the given boundary
conditions is very difficult and can be accomplished only when applied to some
special cases. Once the stress resultants are determined the stresses in the shell
can be computed.

Fortunately, most vessel problems occurring in practice can be solved with
satisfactory results using a simplified approach. The main reason for this is that
under certain loading conditions which occur in practice with shells of revolu-
tion, some stress resultants are very small and can be disregarded or, because of
axial symmetry, are equal to zero.

Membrane shell theory solves shell problems where the internal stresses are due
only to membrane stress resultants Ny, Ng, and Nyg = Ngg (see Fig. 3.2b). The
shear stress resultants (Vg , Ngg) for axisymmetrical loads such as internal pres-
sure are equal to zero, which further simplifies the solution. The membrane
stress resultants can be computed from basic static equilibrium equations and
the resultant stresses in shell are:

longitudinal stress: 0, =0p =Nyt
tangential stress: 0; =09 =Nyt

Bending shell theory, in addition to membrane stresses, includes bending stress
resultants (Fig. 3.2d) and transverse shear forces (Fig. 3.2¢). Here the number of
unknowns exceeds the number of the static equilibrium conditions and addi-
tional differential equations have to be derived from the deformation relations.
Once the membrane stress resultants Ny and Ny and the resultant moments
Mg, Mg are determined the stresses in shell are:

longitudinal stress 0L =0 =Ng[t £+ 6My/t?
tangential stress 0; =09 =Ng|t + 6My[t*

shear stress 7o = Qplt.
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3.2. MEMBRANE STRESS ANALYSIS OF THIN-SHELL ELEMENTS

In most practical cases the loads on a vessel act in such a way that the reacting
stress resultants shown in Fig. 3.2b will be predominant and the bending and
transverse shear forces so small that they can be neglected. Here there are only
three unknowns, Ny, Np, and Ngg = Ngg, which can be determined from the
equations for static equilibrium.

The main conditions for a membrane analysis to be valid can be summarized
as follows.

1. All external loads must be applied in such a way that the internal stress
reactions are produced in the plane of the shell only. Membrane stress analysis
assumes that the basic shell resistance forces are tension, compression, and shear
in the shell plane and that a thin shell cannot respond with bending or transverse
shear forces. In practice, all thin shells can absorb some load in bending, but
these bending stresses are considered secondary and are neglected. If under a
concentrated load or edge loading conditions the bending stresses reach high
values, a more detailed analysis has to be made and the shell locally reinforced
if necessary.

2. Any boundary reactions, such as those at supports, must be located in the
meridional tangent plane, otherwise transverse shear and bending stresses de-
velop in the shell boundary region.

3. The shell including the boundary zone must be free to deflect under the
action of the stress resultants. Any constraints cause bending and transverse
shear stresses in the shell.

4. The change in meridional curve is slow and without cusps or sharp bends.
Otherwise bending and transverse shear stresses will be included at such gross
geometrical discontinuities.

5. The membrane stress resultants are assumed uniformly distributed across
the wall thickness. This can be assumed if the ratio of the radius of curvature to
the wall thickness is about R/t > 10 and the change in the wall thickness if any
is very gradual.

6. The radial stress o, is small and can be neglected. A plane state of stress is
assumed.

7. The middle surface of the entire shell is assumed to be continuous from
one section of the shell component to another across any discontinuity. In
practical vessel design two shell sections of different thicknesses are welded
together to give a smooth inside contour. At the junction the lines of action of
the meridional stress resultant N are not collinear and this eccentricity intro-
duces additional bending stresses.

8. The loadings are such that the shell deflections are small (R <¢#/2) and in
the elastic range.
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Membrane Stresses Produced by Internal Pressure

The most important case in the vessel design is a thin-shell surface of revolution,
subjected to internal pressure of intensity P (measured in psi). The internal pres-
sure is an axisymmetrical load; it can be a uniform gas pressure or a liquid
pressure varying along the axis of rotation. In the latter case usually two calcula-
tions are performed to find the stresses due to equivalent gas pressure plus the
stresses due to the liquid weight.

A freebody diagram of a shell element under uniform internal pressure is
shown in Fig. 3.3. Due to uniform pressure and axisymmetry there are no shear
stresses on the boundaries of the element abcd (Ngyg = Npg = 0). The stresses oy,
and o, are the principal stresses and they remain constant across the element
(0Ng/00)d0 =0 and (dNy/0¢)dp =0. The first equilibrium equation in the
direction normal to the shell element (see Fig. 3.3) is

P[2R;sin (d6/2)] [2R, sin (d/2)]= 20, ds; ¢ sin (d6/2) + 20, ds, t sin (d¢/2).
Substituting sin (d6/2) = (ds, /2)/R; and sin (d¢/2) = (ds,/2)/Ry,,

Pds, ds, =(0,/R;) tds, ds, + (o [/Ry) tds, ds,

or
P[t = (04/Rs) + (0L /RL).

This last equation (the first equilibrium equation) is of fundamental importance
for stress analysis of axisymmetrical membrane shells subjected to loads sym-

ot ds,
c
Ht
0, , y f e dg + F
T
B g tds, =N, ds,
0 do c >
x [ A LA ds2tsind_29 b o,ds; t sin a
e | d
f b o, tds, ot s,
g tdsy, =N, ds,
(a) (b) (c)
R _=a0=0c ds, = arcab = arc cd ds, = arcac = arc bd
R =fa

Fig. 3.3. Shell element of axisymmetrical shell subjected to uniform internal pressure P.



MEMBRANE STRESS ANALYSIS OF VESSEL SHELL COMPONENTS 41

metrical with respect to the axis of rotation. The principal radius of curvature
R; can be positive (if it points toward the vessel axis), be negative (if it points
away from the vessel axis), or become infinite (at an inflection point). In the
above analysis the radial stress o, was assumed to be negligible (average o, = P/2).

The second equation of equilibrium required to solve for o, and oz, can be
obtained by summation of the forces and stresses in the direction of the axis
of rotation. Since the shell is axisymmetrical the entire finite shell section can
be used at once as follows:

27R (toy, sin ¢) = PnR?
o1, =PR/2t sin ¢ = PR,[2t.

Substituting this value into the first equilibrium equation yields
0r=(PRy/1)[1 - (R{/2RL)].

If e, =(1/E)(0; - voy) is the unit elongation in the tangential direction, the
radial growth AR can be derived as follows.

2m(R + AR) = 27R + 2nRe,
AR =Re; = (R/E)(0; - voyr),

where E is the modulus of elasticity.

The third equation required for static equilibrium of a biaxial state of stress
is automatically satisfied, since load and the resultant stresses in the tangential
direction are defined as symmetrical with respect to the axis of rotation.

At this point it would seem important to point out that a change in the radius
of curvature will introduce in the shell bending stresses that the membrane stress
analysis assumes negligible. Taking a spherical shell as an example R; =R; =R
and stresses 0 =0; =0y =PR/2t due to the internal pressure, the unit shell
elongation e, is given by the following equation:

e; =(o/EY(1 - v)=(PR/2tE)(1 - v).
The change in curvature from R toR' = (R + AR) =R (1 + ¢;) is given by
1/AR = (1/R") - (1/R) =-(es/R)/(1 + es) = -e;/R = -(P[2tE)(1 - v).
For a thin spherical plate with equal curvatures in two perpendicular directions

the unit edge bending moment causing the change 1/AR in the curvature is given
by M =D(1 +v)/AR, where D =E3/12(1 - v?) is the flexural rigidity of the
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shell. Substituting for 1/AR yields
M =-D(1 - v*)(P[2tE) = -(Pt*[24).

A negative moment will cause compressive stress in outside fibers.
The bending stress is 05, = *6M/t*> = +P[4 << ¢ = PR/2t or

lo/op| = 2R/t

Obviously the bending stress o5 can be neglected, as was the radial stress o,.

Asymmetrically Loaded Membrane Shells of Revolution

If there are asymmetries in the load application, a shear stress resultant Ngg
will be induced in addition to two other membrane stress resultants Ng and Ny
as in Fig. 3.2b. The problem will still be statically determinate, since three dif-
ferential equations of static equilibrium in the plane with proper boundary con-
ditions will be sufficient to compute all three membrane stress resultants
without calling upon the midsurface displacements. However, the longitudinal
oz, and the tangential o, stresses will no longer be the principal stresses in shell.

In the design of pressure vessels such an asymmetrically applied 'oad is the
wind force on a tall cylindrical column. Using membrane stress theory the com-
puted stresses are identical or close enough to the stresses as computed by
elementary beam theory, which is generally used for stress computations in
process columns under the wind or earthquake loads. The interested reader will
find a concise discussion of asymmetrically loaded membrane shells in refs.
14,17,18,and 23.

3.3. CYLINDRICAL SHELLS
Under Uniform Internal Pressure

The cylindrical shell is the most frequently used geometrical shape in pressure
vessel design. It is developed by rotating a straight line parallel with the axis of
rotation. The meridional radius of curvature R;, =0 and the second, minimum
radius of curvature is the radius of the formed cylinder R, =R. The stresses in
a closed-end cylindrical shell under internal pressure P can be computed from
the conditions of static equilibrium shown in Fig. 3.4. In the longitudinal
direction,

2nRopt=PnR? or or =PR/2t.
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Fig. 3.4. Stresses in cylindrical (closed end) shell under internal pressure P.

From the first equilibrium equation,

(o/) + (0:/R) =Pt,

so that
Oy =PR/f

The radial growth of the shell is

AR =Re; = (R/E)(0; - vor)

= (PRYED)(1 - v[2).
There is no end rotation of a cylindrical shell under internal pressure. In the
above formulas, E is the modulus of elasticity.

The tangential (governing) stress can be expressed in terms of the inside
radius R;:
Ot =PR/’t =P(Ri + 05[)/t.

The shell thickness is therefore

t =PR;/(0; - 05P).

The Code stress and shell thickness formulas based on the inside radius approxi-
mate the more accurate thick-wall formula of Lamé:

SE =(PR;/t)+0.6P or t=PR;/(SE- 0.6P),
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using 0.6P instead of 0.5P, where E is the Code weld joint efficiency and S is
the allowable Code stress.

Both o, and oy, are principal stresses, without any shear stress on the side of
the differential element. However, at other section planes the shear stress ap-
pears as in the following example.

Example 3.1. If a spiral-welded pipe (Fig. 3.5) is subjected to internal pressure
P, determine the normal and shear forces carried by a linear inch of the butt
weld.

|
/ )z
AW\ TA
7 ’: I X
ARRE N TN
T il

Fig. 3.5.

At point O,
1,=PR[2 and [, =PRIbfin.
Normal tension is
In=(y +1,)/2+ [(Ix - 1)) cos 2a] /2
=(PR/4)(3 - cos 2a).
Shear is

Iy=[( - 1) sin 2a] /2 =- (PR/4) sin 2.

As a practical rule the minimum thickness of carbon steel cylindrical shells is
not less, for fabrication and handling purposes, than the thickness obtained from
the following empirical formula:

min. ¢ = [(D; + 100)/1000] in.
where D; is the shell inside diameter in inches.

Under Uniform External Pressure

To compute membrane compressive stresses in a cylindrical shell under uniform
external pressure the internal pressure formulas can be used, if the pressure P is
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Fig. 3.6.

replaced by -P. However, thin-wall vessels under external pressure fail at stresses
much lower than the yield strength due to instability of the shell. In addition
to the physical properties of the construction material at the operating tempera-
ture, the principal factors governing the instability and the critical (collapsing)
pressure P, are geometrical: the unsupported shell length L, shell thickness ¢,
and the outisde diameter D, assuming that the shell out-of-roundness is within
acceptable limits (see Fig. 3.6).

The behavior of thin-wall cylindrical shells under uniform external pressure P
differs according to cylinder length.

1. Very Long Cylinders. Subjected to a critical pressure P, the shell collapses
into two lobes by elastic buckling alone (see Fig. 3.7), independent of the
supported length L. The stiffeners or the end closures are too far apart to exer-
cise any effect on the magnitude of the critical pressure. The only characteristic
ratio is /D, and the collapsing pressure is given by the following equation [118]:

Pe = [2E/(1 - v)] (¢/D, )

Fig. 3.7 Two-lobe collapse of a pipe under external pressure. The
lobes may be irregular.
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and forv =0.3
P,=22E(t/D,). ()

The minimum unsupported length beyond which P, is independent of L is called
the critical length L. and is expressed by the equation

L. =1.14(1 - v)*D (D, /0)"/?
and for »=0.3

L. =1.11D,(D,/t)"?. \

2. Intermediate Cylinders with L < L.. If the length L is decreased below the
critical distance L., the critical pressure P, and the number of lobes in a com-
plete circumferential belt at collapse n will tend to inciease and will become
dependent on two characteristic ratios (¢/D,) and (L/D,).

In the empirical formula for P,

P, =KE(t/D,)? psi

the value of the constant K and the number of lobes n that would produce the
minimum P, for given D,/t and L/R, can be read from the charts plotted for
carbon steel shells at the room temperature in refs. 106, 120, and 121.

3. Short Cylinders. If L becomes short enough the cylinder will fail by
plastic yielding alone at high stresses close to the yield strength of the material.
The ordinary membrane stress formulas can be used: P, = (S, ¢/R,). This type
of failure is common only in heavy-wall cylindrical shells. At this point the in-
fluence of L on P, becomes very small or negligible. In the design of the vacuum
thin-wall pressure vessels only the cases 1 and 2 have practical significance.

The theoretical elastic formulas for the critical pressure P, at which inter-
mediate cylinders would collapse under radial uniform external pressure or
under uniform radial combine with uniform axial pressure, are derived in refs.
25 and 118. However, their solutions depend on n, the number of lobes at
collapse, and they are cumbersome for a routine design.

To eliminate the dependency on n and to simplify the whole procedure of
computation for the wall thickness ¢ for the vacuum vessels at different design
temperatures, the Code adopts the following procedure (UG-28). For cylindrical
shells with L <L, the more accurate elastic formulas are replaced by the U.S.
Experimental Model Basin formula, which is independent of n and is of sufficient
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accuracy:

P, =

2428 [ (t/Do)** ]
(1-v2)*? [(LD,) - 0.45(t/Do)"-S

where 0.45(¢/D,)°-® can be disregarded and for all practical cases, using » = 0.3,
P, can be simplified to

P. =2.80E(t/Do)*°/(LID,). (®)

If equations (a) and (b) are substituted for pressure in the tangential stress
formula P=2S(¢t/D,), we obtain a set of two equations giving the tangential
stress S, at collapse:

Sc/E =1.1(¢/D,)? (1)
for cylinders with L > L. and
Sc/E =1.40(/D,)' °/(L/D,) )

for cylinders with L <L.. Both equation (1) (vertical) and (2) (slanting) are
plotted with S,/F values as variables on the abscissa and (L/D,) values as vari-
ables on the ordinate for constant ratios (¢/D,) in Fig. UGO-28.0 (see Appendix
A2). For better clarity the plot is labeled as (D, /1).

Since S,/E is here treated as a variable factor 4, this geometric chart can be
used for all materials. To introduce the particular physical properties of the
material, an additional material chart is required, relating the value of the
collapsing ratio S./E to the collapsing pressure P, for the particular material.
The material chart is actually a strain-stress curve (S./E)-(S. =P.D/2t) for
the material at a design temperature. To obtain the coordinate in terms of the
allowable working pressure P, =P.[4 with a safety factor of four, the hoop
formula is again employed:

S, =P.D,[2t =(4P,) D, /2t
and
P,D,[t=8_.]2.
The material chart is then plotted against the same abscissa S,/F, called factor A

(see Fig. UCS-28.2 in Appendix A2), for a specific material and design tempera-
ture as ordinate P,D,/t, called factor B. Factor 4 ties the two plots together.
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Since the modulus of elasticity £ starts to reduce for temperatures above 300°F,
the material curves must be drawn for several temperature intervals. To sum-
marize, the geometric chart is used to estimate at which ratios L/D, and D,/t
the critical stress ratio S,/E (factor 4) will be produced in the shell at some
critical pressure.

The material chart is used to determine the uniform allowable external pres-
sure P by dividing the factor B by 0.75D,, /¢, which reduces the safety factor to 3.
P =B[0.75(D,[t) for D, [t > 10.

In practical design when (1) checking the existing vessel for allowable external
pressure, compute L/D, and D,/t to obtain the factor 4 from the geometric
chart for cylindrical vessels under external pressure. From the material chart
determine the factor B and the maximum allowable external pressure is
P =B[0.75(D,/t). When (2) designing a new cylindrical vessel to withstand the
external pressure P, assume ¢ (the minimum for carbon steel shells is ¢ = [(D; +
100)/1000) in.]) and compute the factor B =0.75P(D,/t). From the material
chart find the factor A. Using the factor A move vertically on the geometric
chart to the D,/t line and horizontally to the L/D,, axis. The maximum stiffener
spacing or the maximum allowable unsupported length of the cylindrical shell
will be L =(L/D,)D,. Several trials are usually needed to obtain the most
economical combination of shell thickness, stiffener size and stiffener spacing.

Stiffener Size. In computing the adequate size of a stiffening ring Levy’s
formula for buckling of a circular ring under uniform external pressure (L P,)
in Ib per inch of circumference with the moment of inertia /g is used:

(LgP.)=3EI¢/R} =24EI/D}
or
Iy = (D3Lst/12E)(PcD,/2t) = (D3Lst[12)(Sc/E).
The collapsing strength of the ring is taken as 10 percent higher than the strength
of the ordinary shell (12 X 1.1 = 14). The thickness of the shell reinforced by a

ring can be increased for computation by the ratio Ag/Lg, where 4 is the area
of the stiffener and the effective shell thickness is (# + Ag/L):

Ig=DXLg(t+Ag/Lg)A/14in 2,

where the value of 4 is read from the material chart for the material used
(UG-29). In the above formula, A has to be first estimated. The most com-
monly used shape for ring stiffeners are bars with a rectangular cross section and
cut-outs of plate, as shown in Fig. 3.8. Using general formula for the required
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Fig. 3.8. Stiffener ring for vacuum vessels.

moment of inertia of the stiffener,
1=(0.035D3/E)(Ls/D,) Pe,
and substituting £ = 28 X 10° psi, P, = 4P and P = 15 psi for vacuum vessels,
I=(0.075/10%) D}(Ls/D,)

is the approximate moment of inertia required for the stiffener. The required
thickness ¢, for a plate stiffener with 4 = 8¢, (Fig. 3.8) can now be estimated
based on the calculated distance Lg:

ty =0.0065D,(Ls/Do,)*  and A =822,

If the operating temperature is higher than room temperature, the correction can
be made by multiplying z; by (28 X 108/E")!/*, where E’ is the value of E at
operating temperature. For a preliminary estimate of stiffener sizes of different
materials, see ref. 32.

To decrease the size of the stiffener the Code allows shell sections adjacent to
the stiffener to be included into the required moment of inertia (Fig. 3.9). Then

I, =(D3Ly)(t+ Ag/L)A[109 in?.

-

neutral axis of
shaded area

t
4
T 1.1(D,1)*
Fig. 3.9.
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The stiffener rings are generally placed on the outside of the vessel. On ther-
mally insulated vessels, they must be adequately insulated. If placed inside the
vessel, they would obstruct the flow, cleaning etc. If any gaps between stiffener
and shell occur, the applicable Code procedure to establish the maximum un-
supported length of the gap will apply.

Sometimes the same vessel, reinforced with heavy stiffeners, is subjected oc-
casionally to inside operating pressures. Large discontinuity stresses in the shell
can develop adjacent to the stiffeners, and they should be checked [51] .

The stiffener-to-shell weld (Fig. 3.8) must carry the load PLg (Ib per inch of
the stiffener circumference), and has to be designed accordingly. A fillet weld
intermittent on both sides of the stiffener with the Code permitted spacing
(8¢ for external rings) is usually satisfactory.

Only an outline of the analysis of the effects of the external pressure on the
cylindrical shells has been presented here—the minimum required to design a
vessel under external pressure. The interested reader will find a detailed develop-
ment and description of the Code charts in ref. 26 and a detailed discussion of
cylindrical shells under external pressure in refs. 18,25, and 118.

3.4. SPHERICAL SHELLS AND HEMISPHERICAL HEADS

Whenever process design or storage conditions permit or high design pressure
requires, a spherically shaped vessel is used. Although it is more difficult to
fabricate than a cylindrical shell, it requires only half the wall thickness of the
cylindrical shell under the same pressure, with minimum exposed surface.
On large-diameter cylindrical vessels, hemispherical heads will introduce negli-
gible discontinuity stresses at junctures. A spherical shell is developed by rota-
tion of a circle around an axis (see Fig. 3.10).
Spherical Shells or Heads Under Internal Pressure.

Both principal radii are the same and the stresses 0, and o, are the same. From
the equation specifying the static equilibrium at section a- in Fig. 3.10,

(o, cos a) t27R cos a = TR? cos® aP
we conclude that
oy, =PR/2t.
But

oL/R + 0:/R =Pt,
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so that

0;,=PR[2t=o0y.
The Code stress formula, based on the inside radius and the joint efficiency £
SE =PR;[2t+0.1P or t=PR;/2SE- 0.2P),
where 0.1P is the correction factor. The radial growth AR is
AR =R(0,/E - vor [E) = PR?*[tE[(1 - v)[2],

where E is the modulus of elasticity.

Both stresses o7, and o, are uniform across the shell thickness in tension. The
discontinuity stresses at the cylinder-hemispherical head junction can (per Code
Fig. UW-13.1) be minimized by a design taper between the head and the cylin-
drical shell to such an extent that the stress formula for the sphere thickness can
be used to compute the thickness of the hemispherical heads. If the radial
growth of the cyiinder and connected hemispherical head were the same the
discontinuity stress would be eliminated. However, the thickness of the shell
would not be fully utilized. If AR, = AR, then

(PR*2Et,)(2 - v) = (PR?*[2Et)(1 - v)
or
ty=t.(1-v)/2-v)=041z,,

where

ts = thickness of the hemispherical head
t, = thickness of the cylindrical shell.
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Spherical Shells and Heads Under External Pressure

The membrane stresses in spherical shells or heads under external pressure can
be computed from the stress formulas for the internal pressure P, substituting
-P for P. However, as in the case of thin cylindrical shells, thin-wall spherical
shells or heads will fail by buckling long before the yield stress in the shell is
reached.

To establish the maximum allowable external pressure P, in the design of
spherical shells, hemispherical heads or sections of a spherical shell large enough
to be able to develop characteristic lobes at collapse, the convenient Code
procedure has to be used, as described below.

Spherical shells have only one characteristic ratio R, /t, where R, is the out-
side radius and ¢ is the shell thickness. The theoretical collapsing external pres-
sure P, for perfectly formed spherical shells is given by

P, =(t/Ro)*2E/[3(1 - »)]'/?
and forv=0.3,
P, =121E(t/R,)>.

For thin fabricated shells with permissible out of roundness the following
equation is used, including the safety factor for the allowable external pressure:

Py =(E[16)(t/R,)*.

In order to use the material Code charts for cylindrical shells to determine the
allowable external pressure P, for spherical shells in the elastic-plastic region,
the following adjustment in computations must be made. The material charts
were plotted with S,/2=P,D,/t =B (ordinate) against S./E =4 a abscissa,
where S, is the critical stress in a cylindrical shell at collapse and P, is the
maximum allowable external pressure for cylindrical shells. The abscissa for a
spherical shell can be computed from N

S! =PLR,[2t =4PLR /2t = (2R, /) [(E/16)(t/R,)? ]

giving
S./E=0.125/(R,[t) =4,
where S, is the critical stress in a spherical shell at collapse and P, is the maxi-

mum allowable external pressure on a spherical shell. However, since S¢/E =
2S./E, factor B must be adjusted correspondingly, i.e., multiplied by 2, so that
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2B=P,D,/t and the maximum external pressure for spherical shells and heads
P, is then given by the equation

Py = BI(R,]1).

Example 3.2. A spherical cover subjected to internal pressure P has a flanged
opening, as shown in Fig. 3.11. A uniformly distributed force q (Ib/in.) is
applied at the top ring flange by a connected pipe. Compute membrane stresses
in the cover due to the internal pressure and the force g.

(a) Membrane stress due to the axisymmetrical load q. The equilibrium
equation in the axial direction at angle ¢ is

q27R sin ¢ /27R sin ¢ = o, ¢ sin ¢
or
07, =q sin ¢q/t sin? ¢.
oy, is maximum at ¢ = ¢4. From (0/R) + (0,/R) = P/t for P = 0, obtain
0;=-0p,.

The shear and bending stresses at the section at ¢ are disregarded.
(b) Membrane stresses due to the internal pressure P are

0, =0y, =PR/2t.

Both membrane stresses from P and g have to be superposed. The ring flanges
on the cover represent a gross structural discontinuity where large secondary

flanges

~L ﬁf

%o IL

Fig. 3.11.
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bending and shear stresses will develop. To evaluate them a more involved
analysis would be required. However, away from the ring flanges at a distance
greater than (Rt)l/ 2, the simple membrane stresses will be significant.

3.5. SEMIELLIPSOIDAL HEADS

Semiellipsoidal heads are developed by rotation of a semiellipse. Heads with a
2:1 ratio of major axis R to minor axis 4 (Fig. 3.12) are the most frequently
used end closures in vessel design, particularly for internal pressures above 150
psi and for the bottom heads of tall, slender columns. In the following analysis,
semiellipsoidal heads are treated as separate components with no restraints at
edges under uniform pressure P.

Under Uniform Internal Pressure

Since both R;, and R, vary gradually from point to point on the ellipse the
stresses 07, and o, vary gradually also. The main radii of curvature R, and R,
are given by

R, =[RYh* + (1 - RYn*) x*]'/?
Ry =R3IK’IR*.
At point 1, R, =R, =R?/h and at point 2, Ry, = h?/R and R; = R. The stresses

oy, and o, are the principal stresses, with no shearing stress on the sides of the
differential element.

axis of

rotation
~_

knuckle ring

X

R4 =R,/sin ¢, tangential radius of curvature.
Ry, = longitudinal (meridional) radius of curvature.

Fig. 3.12. Geometry of a semiellipsoidal head.
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The longitudinal stress 07, can be found from the equilibrium equation written
for the latitudinal section A-A in the vertical (axial) direction:

2nR, tor, sinp=mR:ZP or oy =PR./2t

At point 1,

o7, =PR?*[2th
and at point 2,

a1, =PR/2t.
The tangential stress o, can be determined from

(0¢/Re)+ (oL/RL) =P/t or 0,=PR/N)[1- (Re/2R)].

At point 1,

0, =PR,[2t
=PR*2th =0,

and at point 2,
o; = (PR/D[1 - (R*)/2h*)].

From the equation for g, at point 2 it can be seen that as long as R*/2h* <1, 0,
remains tensile;if R%/2A2 > 1 or R > 1.41h, 6, becomes negative, in compression.
For standard 2: 1 ellipsoidal heads with R =2h,

o, =(PR/0)[1 - (4h*2h*)] =-PR|t.
The radial displacement at point 2 is
AR =R (0,/E - vor|[E) = (PR*[2tE)[2 - (R*}h?) - v].

AR is positive for (R/h)* + v <2 and negative for (R/h)* + v > 2. Since there
are no discontinuities in a uniformly thick ellipsoidal head the only gross dis-
continuity is the juncture of the head to the cylindrical shell, which increases
the stresses in the knuckle region.

Membrane stress analysis, if used alone in design for various R/h ratios without
including the effects of the discontinuity stresses at the head-shell junction,
would result in too low a head thickness. To simplify the design procedure the
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Code relates the stress design formula for the thickness of ellipsoidal heads to
the tangential stress of the cylindrical shell of the radius R, modified by the
empirical corrective stress intensification factor K, which is based on many
tests.

The Code equation for the maximum allowable stress in the head becomes

SE = (PD;/2) K + 0.1P,

where the factor 0.1P modifies the stress for use with the inside diameter D;
and factor K =[2+(D/2h)*]/6 and E is the weld joint efficiency. For 2:1
ellipsoidal heads K =1 and the head thickness is very nearly equal to that of
the connected cylindrical shell. With low discontinuity stresses at the head-
shell junction the standard 2:1 ellipsoidal head is a satisfactory construction
at all pressure levels.

In large, thin-wall heads with ratios R/t > 300 and R/h > 2.5, a failure in the
knuckle region due to the tangential stress o, in compression can occur either
through elastic buckling (circumferential wrinkles in the meridional direction
without any wall thinning) at a stress much less than the yield stress or through
plastic buckling (at lower ratios R/h). The main dividing parameter here is the
ratio R/t. The division line between the two modes of failure is not clearly
defined and has a transition, elastic-plastic range, where both types of failure
can occur. The combination of tensile, longitudinal stress o7, and compressive,
tangential stress o, becomes significant during hydrotests, when most failures
occur.

Unfortunately, there is no completely reliable analysis available for predicting
a buckling failure of a semiellipsoidal head under internal pressure at this time.
However, the reader will find some guidelines in the refs. 22, 30, 31, 61, and 62.

Under Uniform External Pressure

The membrane stress distribution in an ellipsoidal head due to pressure acting on
the convex side can be computed by substituting -P for P in the spherical stress
formula for an equivalent radius of the crown section of the head, unless buckling
governs.

The design pressure on the convex side of the head is usually much smaller in
magnitude than on the concave side, and the Code design procedure (UG33d)
has to be used in determining adequate thickness of the head. The procedure is
based on the analogy between the maximum allowable compressive stress in the
crown region of the head with an equivalent crown radius R and the maximum
allowable compressive stress in the externally pressurized spherical shell with the
same radius. No buckling will occur in the knuckle region because of the induced
high tensile tangential stress before deformation in the crown region occurs.
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3.6. TORISPHERICAL HEADS

Torispherical heads have a meridian formed of two circular arcs, a knuckle
section with radius r, and a spherical crown segment with crown radius L (see
Fig. 3.13).

Under Uniform Internal Pressure

The maximum inside crown radius for Code approved heads equals the outside
diameter of the adjacent cylindrical shell. Under internal pressure this would
give the same maximum membrane stress in the crown region as in the cylindrical
shell. The most commonly used and commercially available torispherical head
type is with the minimum knuckle radius equal to 6 percent of L;. In spite of the
similarity between semiellipsoidal and torispherical heads, the sudden change in
the radius of curvature (point « in Fig. 3.13) from L to r introduces large dis-
continuity stresses which are absent in the standard semiellipsoidal heads. How-
ever, since they are less expensive to fabricate and the depth of dish H is shorter
than in ellipsoidal heads, torispherical heads are quite frequently used for low
design pressures (<150 psi). The knuckle region is quite short, and the dis-

axis of rotation spherical (crown)

knuckle region

H
4

‘s

H = depth of dish
t = corroded thickness
sing=R -/ -r)

Fig. 3.13. Geometry of a torispherical head.
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continuity forces at point a have large influence on the discontinuity stresses
at point 2, the head-cylinder junction. Also, bending stresses in a knuckle with
sharp curvature will be distributed more hyperbolically across the wall thick-
ness than linearly, much as in a curved beam. The local plastic strains induced
by high discontinuity stresses at point a tend to cause the knuckle radius to
merge more gradually into the crown radius, thus forming a head with a better
shape to resist the internal pressure.

As in the design of semiellipsoidal heads, to simplify the procedure of finding
an adequate head thickness ¢ the Code introduces an empirical correction
factor M into the formula for membrane stress in the crown region, to com-
pensate for the discontinuity stresses at the shell-head junction. The Code
formula for the maximum allowable stress in the head becomes

SE = PL;M[2t +0.1P
or
t =PL;M|(2SE - 0.2P),
where
M= [3+Lifr)'?]
for 7; =0.06L;, M = 1.77 and E is the weld joint efficiency.
Membrane stresses due to inside pressure in the knuckle at point a in Fig.

3.14 are calculated as follows:

(04/L) + (or/r) =P/t
(o,/L) + [(PL[2t)]r] =Pz,

P
3 _PL L
O =2t
)
PR
o =5
Fig. 3.14. Membrane pressure stresses in the
R knuckle of a torispherical head.
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therefore
o, =@L/H[1 - (L]2r)].

The above o, is the maximum calculated membrane compressive stress in the
knuckle at point a, while in the spherical cap the stresses are both in tension and
equal to o7, =0,=PL[2t. The actual compressive stress 0, will be affected by
the tensile stress in the adjacent spherical segment, and the final average at point
a could be estimated [22] as an average stress equal to

0y =(PL/41)[3 - (L/N)].

Since the tangential compressive stress in the knuckle region of a torispherical
head is much larger than that in a semiellipsoidal head, the possibility of failure
would seem to be higher. Large, thin-wall torispherical heads are known to col-
lapse by elastic buckling, plastic yielding, or elastic-plastic yield in hydrotests.
Because the moduli of elasticity for ordinary and high-strength steels are almost
the same, there is no advantage to using high-strength steel for large-diameter,
thin-wall torispherical heads.

To predict a possible failure under internal pressure the following approximate
formula for the plastic collapse pressure of a torispherical head can be used
[29,107]:

P.o, = [0.43 + 7.56(r/d)] (z/L) + 34.8[1 - 4.83(r/d)] (t/L)* - 0.00081

where

P_ = collapse pressure, psi
0y, = yield strength of the used material, psi
r = knuckle radius, in.
d = vessel diameter, in.
t = head thickness, in.
L = crown radius, in.

For standard torispherical heads with L; =d, and r; =0.06d,, the equation can
be written

P, =0,{[0.8836 +24.7149(t/d,)] (t/d,) - 0.00081}.
The above equation could be used to estimate the collapsing pressure in semi-

ellipsoidal heads if values for r and L approximating closely the ellipse are
substituted.
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Example 3.3. Determine the maximum internal pressure for a standard tori-
spherical head, d, =10 ft, ¢ = 0.25 in. minimum, ¢,, = 32,000 psi.

d,[t =120/0.25 = 480.
Code allowable pressure is
P=2SEt{(L;M + 0.21)

= (2 X 15000 X 0.25)/(120 X 1.77 +2 X 0.25)
= 35 psi

Code yield is
Py, =35 X 32/15 =74 psi
Buckling pressure is

P, = 32,000{(0.25/120)[0.8836 + 24.7149 X 0.25/120] - 0.00081}
=36.5 psi.

If the entire vessel had to be subjected to a hydrotest of P =35 X 1.5 =53 psi,
an increase in the head thickness would be necessary.

Under Uniform External Pressure

As in the case of semiellipsoidal heads the Code procedure for computing the
maximum external allowable pressure P uses the analogy between the compres-
sive stress in the crown region of the head with the allowable compressive stress
in the sphere of equivalent radius, and must be followed (UG33e).

3.7. CONICAL HEADS

Under Uniform Internal Pressure

A conical head is generated by the rotation of a straight line intersecting the
axis of rotation at an angle a which is the half apex angle of the formed cone.
If the conical shell is subjected to a uniform internal pressure P the principal
stress o, at section a-a in Fig. 3.15 can be determined from the equations

op/°+0,/R;, =P/t and 0,=PR,/t=PR]|tcosa.
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g
0, 9L cosa

A
I
J'

R

axis of rotation

« = half apex angle
R = R/cos a, tangential radius of curvature
Rj, = =, longitudinal radius of curvaturc

Fig. 3.15. Gcometry of a conical head.

The equilibrium condition in the vertical direction at section a-a yields
2nRoptcosa=nR?>P and o5, =PR/2t cos a.

The above stress formulas are the cylindrical formulas where R has been replaced
by R/cos a.

The end supporting force to;, = PR/2 cos a Ib/in. at section a-a in Fig. 3.15 is
shown in the meridional line as required if only membrane stresses are induced
in the entire conical head. In actual design, where the conical head is attached
to a cylindrical shell, the supporting force PR/2 Ib/in. is carried by the cylindrical
shell, as shown in Fig. 3.16. This arrangement produces an unbalanced force
(PR tan a)/2 pointing inward and causing a compressive stress in the region of the
junction. Obviously, the larger the angle a, the bigger the inward force. This
inward force has to be taken into consideration when discontinuity stresses at

PR/2

] T

(PR tan a)/2

P
_L‘_L‘_‘_T Fig. 3.16. Force diagram at cone~cylinder junction.

PR/2 cosa
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cone-cylinder junctions are investigated. The angle a is, therefore, limited in
Code design to 30 degrees, and the junction has to be reinforced per Code rules
(UAS5b and c). Otherwise the Code uses the membrane stress formula for conical
shells (UG32g) to determine the maximum stress and thickness of a conical
shell with the joint efficiency £:  , - PO, /a

SE =PD;/2t cos a+ 0.6P,

where 0.6P is the correction factor accounting for using the inside diameter
D; in the stress formula. If a special analysis is presented the half apex angle «
can exceed 30 degrees. However, beyond a > 60 degrees the conical shell begins
to resemble a shallow shell and finally a circular plate.

The radial growth at section a-a is

AR =R[(04/E) - (vor/E)] =R*P[1 - (v[2)] /tE cos a,

where E is the modulus of elasticity.
The rotation of the meridian at section a-a is

6 =3PR tan of2Et cos o

Under External Pressure

The required thickness of the conical head or a conical transition section under
external pressure is determined by the same Code procedure as for cylindrical
shells, where the actual length of the conical section L in Fig. 3.17 is replaced by

_—————7 lines of support

stiffener I. b~

T B

Dy

¢ -

Dy, = outside diameter of the large cylinder
Dy = outside diameter of the smaller cylinder

Fig. 3.17. Conical shell reducer with outside stiffeners.
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an equivalent length L, =(L/2)[1+(Dy/Ds)] of a cylindrical shell of the
diameter D;, (L. =H/2 for conical heads) and the effective wall thickness
te =t cos a (UG33f).

Usually the sharp cone-small-diameter cylinder junction, point 4 in Fig. 3.17,
requires reinforcement for discontinuity stresses (UA8c). The stiffening ring for
the small cylinder (necessitated by external pressure) should be placed as close
to point A as fabrication allows, with the maximum a = (Ry¢,)"/?/2. The dimen-
sion (b + L) should be no larger than the Code allowable distance between the
stiffeners for the larger cylinder, with Dy, and #, for the external pressure, unless
additional reinforcement at point B is required; where there is additional rein-
forcement the maximum distance b is equal to (R #)"/?/2. The resultant dis-
continuity membrane stresses at the point B are in tension and oppose the
compressive membrane stresses due to external pressure. The force component
(PR tan o)/2 in Fig. 3.17 points outward. The half apex angle « is here limited
to 60 degrees. The interested reader will find the development of the Code de-
sign method for reducers under external pressure and other loads in ref. 126.

3.8. TOROIDAL SHELLS

A toroid is developed by the rotation of a closed curve, usually a circle about an
axis passing outside the generating curve. While an entire toroidal shell, such as
an automobile tire, is rarely utilized by itself in the design of pressure vessels,
segments of toroidal shells are frequently used as vessel components.

Membrane Stress Analysis of a Toroid with Circular
Cross Section under Internal Pressure

Figure 3.18 presents the geometry of a toroid. To find the principal stresses,
longitudinal o7, and tangential g, a ring-shaped toroidal section is isolated and
the equilibrium condition between internal pressure P and membrane stress o,
in the vertical direction is expressed as follows:

m(R? - R}) P= (ot sin ¢)2nR
and
or, =P(R? - R})/2tR sin ¢ = (Pr/t)[(R + Ry)/2R] .
At point 1, where R=R, - r

>

or, =(Pr20)[2R, - N/(Ro - 1)]
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R =Ry +rsin¢=— axis of
R rotation
0
bl oL
= =
OL @ r
R A, %A
t
R, d
Section a-a

O
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a 0L
b

CON

R ;= R/sin ¢, tangential radius of curvature
Ry, =r, meridional radius of curvature

Fig. 3.18. Geometry of a toroidal shell.

At point 2, where R =R +r,
o, =(Pr[20)[(2R, +1)/(Ro +1)]
At point b, where R =Ry,

o, = Pr/t.

Note that by the geometry of a toroid oy, is the longitudinal stress despite the
fact that it is tangential to the circle. The meaning of o, and o, for the toroid
is the reverse of that for a straight cylinder.

From the equation

[o:/(R/sin §)] + (or./r) =P/t
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the stress o, can be determined:
0;=P(R - Ry)/2t sin ¢
or
0;=Pr/2t.

To summarize, both stresses o;, (variable) and g, (constant) are in tension and
they are the principal stresses. Stress o;, at point b is equivalent to the maximum
stress in a straight cylinder.

3.9. DESIGN OF CONCENTRIC TORICONICAL REDUCERS
UNDER INTERNAL PRESSURE

For a transition section between two coaxial cylindrical shells of different diam-
eters a conical reducer with a knuckle at the larger cylinder and a flare (reintrant
knuckle) at the smaller cylinder is very often preferred to a simple conical sec-
tion without knuckles. The main reason for this is to avoid high discontinuity
stresses at the junctures due to the abrupt change in the radius of curvature,
particularly at high internal pressures (>>150 psig). This can be further aggravated
by a poor fit of the cone-cylinder weld joint. The conical transition section with
knuckles has both circumferential weld joints away from discontinuities and
usually a better alignment with the cylindrical shells; however, it is more expen-
sive to fabricate.

The knuckle at the large cylinder can consist of a ring section cut out of an
ellipsoidal, hemispherical, or torispherical head with the same thickness and
shape as required for a complete head. More often, both knuckles are fabricated
in a form of toroidal rings of the same plate thickness as the conical section.

In the following discussion the required radii for the knuckle 7;, and the flare
rs are computed using the principal membrane stresses as governing criteria for
the case where the same plate thickness is used for the entire reducer.

The Code specifies only the lower limit for the knuckle radius 7, : “ry; shall
not be less than the smaller of 0.12(Ry; + £) or 3¢ while 7, has no dimensional
requirements” (Figs. UG36 and UG32h). The stresses in the conical shell section
at point 1 in Fig. 3.19 are given by

oy, =PL,[2t,=PR,/[2t, cos a
and from

(0r/>) + (04/L1) = Plt,
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small cylinder

flare

, conical
section

knu‘ckle

large cylinder _
24, o, =PR, /24

L
R, [1 ~ (/R - cos a)]
- =Ry

r
Ry =Rp-rp+rpcosa) =Ry [1 - Eli a —cosoz)]

Ly= =R
cos «

-

COs o

14
Ry = (Rg+7rg-rgcosa) =Ry [1+ 7}(1 —cosa)]
S

L Ry _p [1+(rs/Rs)(1—cosa)]

Cos a COs o

Fig. 3.19. Membrane stresses in conical transition section with knuckles. All dimensions
are to the shell-plate midsurface in corroded condition.
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we have
0,=PL,[t.=PR,][t, cosa
and the cone thickness

te =PR,;[S,E cos a= (PR [S,EY{[1 - (rL/Ry) + (rp, cos a/Ry)]/cos a}.

Minimum Knuckle Radius ry

The knuckle at point 1 in Fig. 3.20 will be subjected to the same longitudinal
membrane stress o, as the conical section on the assumption #, = tgp,:

ay, =PL1/2Z‘KL
and from

(orfrp) + (04/Ly) = Pltgy,

we have

0;=(PLy[tgr)[1 - (Ly/2r)].

Since L; will in practice be always larger than 2r;, o, will be negative (in
compression) membrane stress and maximum at 1. The inward component of
0y, oy, sin o, will be partially balanced by the internal pressure on the vertical
projection of the knuckle ring. The principal radius of curvature L, at point 1 is
shared by conical and knuckle sections alike and fixed by the geometry of the
cone. The second radius of curvature 77, can now be computed in terms of R,
assuming ¢, = tgy,. From stresses o, and oy, by inspection the tangential stress

é\
L
9. sin x

1
t,, (1

~

AR

Fig. 3.20.
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will govern and can be expressed in terms of Ry, at point 1:

0¢=(PLy [t )1 - (L1/2r1)] = (PR, [tk cos @)[1 -~ (Ry/2ry, cos &)]
=(P/tgr cos )Ry - ry, +r cos )
- [2rg, cosa- Ry +ry - rp cos a)/2r cos a)
=-(PR.[tx){[RL/rL) + (r, sin® o/Ry) - 2]/2 cos® o}

or
txr = (PRLI-0){[(Rp/ry) + (r sin® o/Ry) - 2]/2 cos? a}

In replacing -0, with the maximum allowable compressive stress S, two criteria
must be met: first, the substitution should be in accordance with the intent of
the Code rules; and, second, the knuckle radius r;, should be kept to the mini-
mum required, since the larger r; , the higher the fabrication cost.

The stress -0, is the maximum calculated compressive membrane stress in the
knuckle. However, since there is continuity between the knuckle and the conical
section, the final tangential stress in the knuckle at point 1 will be smaller and
could be estimated as the average of o, in the cone and knuckle [22]. It also
has to be remembered that the stresses o, and o7 do not represent the entire
stress profile, but are only stress components used as design criteria in absence
of a more accurate analysis. The discontinuity stresses would have to be super-
imposed to obtain the complete state of stress.

Since a knuckle is a section of a torus which in turn approaches a cylinder with
an increasing radius R, in Fig. 3.18, the maximum allowable compressive stress
S, should be the same as required for cylinders. With small ratios r, [tk , as used
in fabrication, the failure would occur rather in local yielding than elastic
buckling. Based on the above reasoning it would seem acceptable to use for the
maximum allowable stress (25,E) <S,, where S, is the Code allowable stress
in tension and E is the weld joint efficiency. From the condition fx; =,

(PRL[2S,EY{[(R[ry) + (ry sin® o/Ry) - 2]/2 cos? o}
=(PRL[S,E){[1 - (rp/RL) + (r cos &/Rp)]/cos a}.

After simplifying,
(1+4cosa-5cos®> a)ry - 2R, (1+2cosa)r;, +R} =0

and the minimum radius 7;, in terms of the given R, and the angle a is
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rp =Rp/(1+5cosa)=0.12[R;, +(¢/2)] or 3t

For instance, for a = 30 degrees, r;, =0.188R;,.

It can be seen that if the allowable compressive membrane stress (2S,F) is
selected the knuckle radius r;, does not differ a great deal from the minimum 7,
as required by the Code. However, if the tangential stress were limited to 1.5S, E,
either r;, would become too large or fx;, would have to be increased.

Minimum Flare Radius rg
Similarly, the membrane stresses at point 2 in Fig. 3.21 are
o7, = (PL/[2tks)
=(PR[2tg){[1 + (rs/Rg) - (rs cos a/Rg)] /cos a}
and
0¢ = (PLy[tgs)[1 + (L2/2r5)]
= [P(Rg +rg - rg cos @)t cos a] [(2rg cos o+ Ry + rg - rg cos a)/2rg cos o]

= (PRy[t k) {[(Rs/rs) + (rg sin® a/Rg) +2]/2 cos® a)},

always in tension.
Using the allowable stress for o, equal to (2S,E) <8, tg; is given by

tis = (PRs[2S,E){[(Rs/rs) + (rg sin® o/Rg) +2]/2 cos? a}.
From the condition that £, = £, we get
(PRs[2S, E){[(Ry/rs) + (rs sin® &/Rg) +2]/2 cos® o}
=(PRLISE){[1 - (rp/RL) + (r, cos &/Ry)]/cos a}

/‘\Lz\/
Fig. 3.21.
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the minimum flare radius r; can be computed in terms of R and a:
sin? ar? + [2Rg - 4 cos a(Ry, - ry, +rp, cos a)]rg + RZ =0,

with (R, - rp +rp cos @) =R; =(S,Et, cos a)/P, the minimum ry is given by

r - - -
s Psin? « Psin® a sin?

28,Et, cos? a- PR (ZSaEtc cos? a- PRS>2 R
- ) a
where rg is not made less than 0.12[R; + (2/2)] or 3t.

Again it has to be remembered that the above analysis is based on membrane
pressure stress components only, on which the discontinuity stresses have to be
superposed to obtain the entire stress profile.

In order to compute the stresses in cylindrical and conical sections due to
external forces (wind, earthquake moments, and weight), standard formulas
for bending and compression are used and the resulting stresses are combined
with the pressure stresses.

To obtain some criteria about the combined membrane stresses and stresses
due to external loads in the knuckle region the following procedure has been
successfully used.

First, the longitudinal unit load due to the external loads is determined:

I = (+4M/aD?) - (W/nD)

where M and W are external moment and load at point under investigation, and
D is equal to 2R, or to 2R,, respectively (see Fig. 3.19). Both values of /
should be used in subsequent computations. The longitudinal force in shell due
to the external moment M is taken here uniform around circumference.

Second, the “equivalent” internal pressure P, causing the increased longitu-
dinal stress is computed. From ! = (P'mD?*/4)/nD the additional internal pres-
sure P’ = 41/D is added to the internal pressure P: P, =P +41/D.

Third, substituting P, into the knuckle stress equations the increased mem-
brane stresses g, are computed. The stress at point 1 is

0¢=(PL1[8) - (PeLy[t)(L1[2rL) <2S,E.
and the stress at point 2 is
0¢ = (PLy[t) + (PeL2[1)(L2[2rs) <2S,E,

where ¢ is the uniform corroded thickness of the conical reducer.
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Note 1: The interested reader will find proposed design formulas for the thicknesses of
various reducer types in ref. 101.

Note 2: Cone angle. Generally the dimension « in Fig. 3.22 with Ry, and R given on the

process sketch of a process column and the cone half apex angle a, has to be computed. For
conveinence the computation is here included.

1. (Rp —rL) > (Rg+rg). See Fig. 3.22.

(R -r) - Rstry)
a

a=y+p tanp=

(rg+rp)cosp

a

sin ¢ =
2. (R -rL) < (Rg+*rg). Not shown.

- (Rg+rg) - (R -rp)

a

a=y-0 tan B

i (rg+rp)cosp
siny= —————
a

A
9> T.L.
8
Y
o
o
o
T.L.
"‘rl-“l
 — Fig. 3.22.
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Design of Tall Cylindrical
Self-Supporting Process Columns

4.1. INTRODUCTION

Tall cylindrical process columns built today are self-supporting, i.e., they are
supported on cylindrical or conical shells (skirts) with a base ring resting on a
concrete foundation and firmly fixed to the foundation by anchor bolts em-
bedded in concrete. Basically, they are designed as cantilever beams.

Several decades ago they were sometimes designed with a guy ring in the top
third of the vessel and a number of guy wires at an angle anchored in the ground,
a construction still used today for tall stacks. A process column held by guy
wires is designed as an overhang beam with one fixed end and one support,
with the guy wires exerting an axial force on the column. The thickness of the
shell, the size of the foundation, and the number of anchor bolts are reduced
by means of the guy wires, as are possible vibration difficulties. However, the
additional space required for the guy wires and their anchorage renders this
design impractical in modern petrochemical plants.

In some cases the cost of special material required for special tall, slender ves-
sels may be reduced by designing them as guided columns, which are supported
at some elevation by an outside service platform built up from the ground and
taking part or all of the wind load.

The main dimensions of a process column, i.e., its overall length and inside
diameter, as well as the operating pressure and temperature, sizes of nozzle con-
nections, type of trays, and other internals are determined by the process engi-
neer and transferred to the vessel engineer on an analytical data sheet with a
sketch of the process column, including all material specifications and corrosion
allowance as selected by a metallurgist.

The vessel engineer is responsible for the mechanical design of the process
tower. He will originate the computations of the shell thickness, construction
of the support, and the size of the anchor bolts, as well as an engineering draw-
ing showing all other required structural details in addition to the above.

The engineering drawing serves the fabricator to prepare all necessary shop
working drawings, which are routinely checked by the vessel engineer to secure

72
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the correct interpretation of the engineering drawings by the fabricator’s techni-
cal staff.

4.2. SHELL THICKNESS REQUIRED FOR A COMBINATION
OF DESIGN LOADS

The shell thickness of tall slender columns, as computed by the Code formulas,
based on the internal or external pressure alone, is usually not sufficient to
withstand the combined stresses produced by the operating pressure plus the
weight plus the wind or seismic loads. According to Code Division 1, the shell
thickness computations are based on the principal stresses—circumferential
stress due to the design pressure or longitudinal stress due to the design pressure
plus weight plus wind or earthquake load. Since the longitudinal stress increases
from top to the bottom of the column, the shell thickness has to be increased
below the elevation, where the summation of the longitudinal stresses becomes
larger than the circumferential stress due to the design pressure alone.

Detailed stress computations consider the effects of each loading separately.
The pressure tangential (circumferential) stress and the combined longitudinal
stress are then compared with the Code allowable stress values in tension or com-
pression permitted at the design temperature. In computing the shell thickness at
selected elevations it is often advantageous to proceed on the basis of the mem-
brane unit force / (Ib/lin. in.) then to use the unit stress o;, (psi).

Assuming that a tall slender vessel resists the external loads as a cantilever
beam the external loads produce bending and shear stresses in the vessel shell.
The direct shear having a small value is disregarded in computations. The princi-
pal stresses governing the cylindrical vessel thickness required by Code Division
1 (the maximum stress failure theory) are given below.

The tangential stress o, due to the pressure is given by
0, =PD/2t <S8, (psi)

where

D =mean corroded shell diameter, in.
P = design pressure, psi
t = corroded thickness of the shell, in.
S, = Code allowable stress, psi, reduced by joint efficiency if required.

The unit force is I, = PD/2 < S,¢ (Ib/lin. in.).

The combined stress in longitudinal direction oy, due to the pressure P, dead
weight W, and applied moment M, with W and M taken at the elevation under
consideration is given as follows.
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1. On the windward side,
oz, = (PD/At) + (4M/nD?*t) - (W/nDt) < S, psi
1= (PD/4) + (4M/nD?*) - (W/nD) < S,¢ Ib/lin. in.
and the shell thickness is
t=1/S, = [(PD/4) + (4M/nD?) - (W/mD)1/S,.
2. On the leeward side,

or, =(PD/4t) - (4M/nD?*t) - (W/nDt) < S, psi
1= (PD/4) - (4M/nD?) - (W/nD) <S¢ Ib/lin. in.

The maximum compressive stress in the shell is induced at the bottom tangent
line on the leeward side when the internal pressure is equal to the atmospheric
pressure:

o, =-(4M/nD*t) - (W/nDr) <SS,
or for vacuum vessels:
oy, =-(PD/At) - (4M/aD*t) - (W/nDr) < S,.

. At this point it will be interesting to compare the Code Division 1 shell thick-

ness, based on the above maximum stress equations and the shell thickness as

computed on the basis of maximum shear theory as used in Code Division 2.
The maximum shear stress on the leeward side under internal pressure is

7=(0;-01)2<8,/2 or o0;-05<S$,.
Substituting for o, and oy, , we get

(PD/2t) - [(PD/At) - (4AM/nD*t) - (W/nD¢)]
= (PD/4t) + (4M/nD*t) + (W/nD1) < S,,
and the shell thickness is therefore

t = [(PD/4) + (4M/nD?) + (W/aD)]/S,, in.

which is somewhat larger than the thickness calculated previously by maximum
stress theory.
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The design procedure for tall process columns of two or more diameters is
the same as for a tall slender vessel of a uniform cross section, except that stress
analysis of the intersections of the reducers with the cylindrical shell sections
should be taken into consideration, as indicated in sections 3.9 and 8.6.

4.3. SUPPORT SKIRTS
Design of the Support Skirt Shell

The support skirts are welded directly to the vessel bottom head or sheli, as
shown in Fig. 4.1. The factors determining the skirt thickness g can be sum-
marized as follows.

b

et

butted weld |
blends smoothly
into head contour

S

R AN

max.

(b) Flared

Type 1. Skirt butted to the knuckle portion of the head. Weld joint efficiency £ = 0.55,
based on the weld leg equal to #g.

lap weld blends smoothly
into shell contour

D

weld seam

! 2tk 1.75¢,
T.L.————T

|

! Lok H \—l 15° max.

- -L, = !
PP CRCEP 7 et
(a) Straight (b) Flared

Type 2. Skirt lapped to the cylindrical portion of the shell. Weld joint efficiency E = 0.80
based on the weld leg equal to fgz.

Fig.4.1. Types of support skirts and skirt-to-head welds.
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1. The maximum longitudinal stress due to the external moment M and
weight W at the base is

01, = ~(W/mDsktsx) * (4M/nDstg5c) < S, psi.

2. The longitudinal compressive stress at the base under test conditions, if
the vessel is tested in vertical position, is

o =-Wp/[nDgtg <S,.

3. The maximum stress in the skirt-to-head weld, with the weld joint effi-
ciency F depending on the type of the skirt and weld used (see Fig. 4.1), quite
often determines the support skirt thickness,

tsx = [(W/mDg) + (4M/nD5)] ES, in.

where F = weld efficiency.

4. The skirt thickness ¢y should be satisfactory for the allowable column de-
flection; usually ¢ for tall towers is chosen not less than the corroded bottom
shell section plate thickness.

5. Support skirts for large-diameter vessels, which have to be stress-relieved in
the field in a vertical position, must be checked to determine whether the
thickness will withstand the weight under high-temperature conditions.

6. If a large access or pipe opening is located in the skirt shell the maximum
stress at a section through the opening can be checked:

oy, = tM|tg [(nD%/4) - (YDg[2)] - W/(nDg, - Y )t <S,.

If oy, is too high the opening has to be reinforced (see Fig. 4.2).

Fig. 4.2. Plan section through a large access
opening in the support skirt.
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In Fig. 4.1 two typical constructions of support skirts and their attachment
welds are shown. Skirt type 1(a) is the most often used design for tall vessels.
The centerlines of the cylindrical skirt plate and the corroded shell plate are
approximately coincident. If the skirt plate is thicker than the bottom shell
plate, the outside diameter of the skirt is made equal to the outside diameter of
the bottom shell. If the uplift under the imposed external moment is too high
and the anchor bolt spacing becomes too small for the bolt size, the skirt is
designed as flared Type 1(b). The localized bending stresses induced in the head
by a Type 1(a) skirt are considered acceptable. However, with a Type 1(b)
skirt support, the stresses in the head can become excessive and may have to be
analyzed more thoroughly.

In Type 2(a) the skirt is attached to the flanged portion of the bottom head in
such a way that it does not obstruct an inspection of the head-shell weld seam.
This type is more difficult to fabricate and is used mainly for high external
loads, high design temperatures, or cyclic operating temperatures. A good fit
between the outside diameter of the shell and the inside diameter of the skirt
is essential. A flared skirt of Type 2(b) is used for very high columns with extra
high external moments.

Skirt Base Design

In Fig. 4.3 two most frequently used skirt base types are illustrated. In Type A
the anchor bolts are located off the centerline of the skirt plate. A continuous
top stiffening ring is provided to reinforce the support skirt shell against un-
desirable localized bending stresses.

The disadvantages of the Type B skirt base are the weakening of the skirt
shell by the access openings for the bolts and the necessity to check the plate
between the openings for buckling. Both dimensions e and ¢ should be kept to
a minimum. The bolt circle is equal to the mean diameter of the skirt shell, and
the weld connecting the pipe sleeve to the skirt is stressed in shear only because
of the holding-down bolt force.

Base Ring Design. To distribute the vertical load over a sufficient area of the
concrete foundation a plate base ring is used. In addition it serves also to accom-
modate the anchor bolts. For the determination of the base ring thickness of
both Types A and B the method in the AISC Manual is generally applied. The
load is assumed to be uniformly distributed over the entire width b (see Fig. 4.3).
The effect of bolt holes and any reinforcement by the vertical stiffeners is dis-
regarded. If the bearing pressure p due to the dead-weight load W combined
with the external moment M is

p = [(W/nDgy) + (4M/nD5)] /b kips/in®.
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Fig. 4.3. Types of skirt base.

then the maximum bending stress in the base ring plate is given by

o = (pn*/2)/(t3/6) =3pn® [t; <Sp

and the required base plate thickness is

ty = (3pn?/Sy)"? in.,



DESIGN OF TALL CYLINDRICAL SELF-SUPPORTING PROCESS COLUMNS 79

where n is the dimension in Fig. 4.3 and S}, is the allowable bending stress. For
S, =20 kips/in.2 , the formula becomes

tp =(0.15 pn*)'/? in.

The above formula can be corrected for a lower allowable stress S; (psi) as
follows:

t, =(0.15pn® X 20000/S},)"/? in.

The maximum allowable bearing F';, pressure between the base ring and the con-
crete depends on the compressive strength f,. of the grade of concrete used. If
fe is the specified compressive strength (usually between 2 and 5 kips), then,
per AISC Manual, Section 1.5.5, the allowable bearing pressure F,, for direct
dead load is

F,=025f,
when the entire area of the concrete support is covered and
Fp,=03751,

when only one-third of the area of the concrete base is covered. A value of
F, =03 f, is generally used and recommended, and the maximum bearing
pressure p < F,,. The above value of F;, can be increased by one third for bearing
pressures produced by combined dead loads plus wind or earthquake loads
(AISC Manual, Section 1.5.6).

Skirt-to-Base Ring Weld. In Type A the holding-down force of the anchor
bolts is transferred into the skirt shell by welds connecting the top ring, vertical
stiffeners, and the base ring plate, in Type B by the weld between the pipe
sleeves and the base ring plate. However, the weld between the skirt and the base
ring is assumed to carry the total load and designed as a primary strength weld,
preferably continuous.

On the windward side of the vessel the weld has to resist the full uplift load,

I, = (4M/nD%) - (W/nDg,) b/lin. in.
On the leeward side for the down-load condition any size of weld would

theoretically be sufficient. However, since most skirts are so large that their
ends cannot be machined accurately enough to produce a uniform bearing, it
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would seem justified to size the weld to take the full down-load:
I, = (4M/nD%) + (W/nDg) 1b/lin. in.,

assuming that the skirt is not in contact with the base ring, since it would be
difficult to estimate the approximate number of contact points. Then w, the size
of the weld leg, is

w =1L /f, in.,
where the allowable weld unit force f,,, (Ib/lin. in. of one-inch weld) is

fw=133S8,X055 for wind or earthquake
fw=1208,X0.55 for the test condition

and S, is the allowable stress for the skirt base plate or skirt shell plate, which-
ever is smaller.

Top Stiffening Ring. The continuous top ring with anchor bolt holes and
welded to the skirt shell as shown in Fig. 4.3, Type A, helps to distribute the
bolt holding down reactions more evenly into the skirt shell. To determine the
required thickness ¢, would require an involved stress analysis, including the base
ring, vertical stiffeners, and skirt section. The thickness ¢, could be computed
from the concentrated load at the edges of the bolt holes. A rectangular plate
with dimensions # and ¢ can be roughly approximated by a beam with the longer
ends fixed, load P on the plate, and minimum section modulus Z = ¢Z (n - £)/6.
Based on the above simplifying assumptions the thickness ¢, can be estimated by

t, = [Pc/4S,(n - £)1Y? in.,

where P is the maximum bolt load (approximated by 1.25 times bolt stress area
Ap times the bolt allowable stress S,) and S}, is the allowable stress in bending
for the top ring material.

Vertical Stiffeners. The vertical stiffeners in Fig. 4.3, Type A, are welded to
the skirt and top and bottom base rings. The distance ¢ between stiffeners is
kept to the minimum that fabrication allows for the computed bolt size. On the
leeward side the stiffeners are stressed in compression and their thickness can be
computed as that of a plate supported on three sides with one side free. A
simpler and more conservative approach is to treat the stiffener as a plate
column. If the thickness ¢y, is assumed, then the maximum allowable unit stress
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for axially loaded columns per the AISC column formula should not exceed
P[2a < 17000 - 0.485 (L/r)* psi,

where

a =ty(n - 0.25), the cross-sectional area of one stiffener, in.
L =length of the stiffener, in.
r = (I/a)"/* =0.289ty,, the radius of gyration of the stiffener, in.
P = the maximum bolt load, Ib.
(n - 0.25) = effective width of the stiffener, in.

The thickness ¢} is usually between % and 1% in., depending on bolt size. Where
no uplift or only a very small uplift results from external loads the top ring sec-
tion can be omitted between bolts and the design reduces to a bolting chair. The
minimum size for bolts (3 to 1 in.) is selected and the anchor bolts serve merely
to locate the vessel in place.

Skirt Material

The most frequently used materials for support skirts are carbon steels, A283 gr.
C for thicknesses up to 3 in. and A285 gr. C for thicknesses % in. and above.
Since this is a very important structural part the allowable stresses used are the
same as for the pressure parts, without increasing them by one-third for com-
bined stresses due to weight and wind.

The heavy base rings are also fabricated from A285 gr. C with yield strength
S, =30000 psi. Since the allowable bending stress for structural steels with S, =
36000 psi in the AISC base plate formula is 20000 psi, the allowable bending
stress for A285C to be used in the AISC formula can be determined as follows:

§=20000 X 30/36 =16700 psi  weight only
§=1.33X 16700 =22200 psi weight plus wind
§=1.2X 16700 = 20000 psi test weight
Higher allowable stresses are acceptable for the base ring than for the skirt

shell because minor deformations of the base ring from overstressing would not
cause any damage.

4.4. ANCHOR BOLTS

Self-supporting columns must be safely fixed to the supporting concrete founda-
tions with adequately sized anchor bolts embedded in the concrete to prevent
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overturning or excessive swaying from lateral wind or earthquake loads. To
compute the tension stress in the bolts and their required size and number one
of three methods can be applied: (1) a simplified method, using generalized
design conditions and ignoring dynamic effects and necessary preloading of
bolts; (2) a more complete method, considering initial preload on bolts; and (3)
disregarding initial preload on bolts.

Simplified Method

The forces and the moments acting on a tall slender vessel are shown in Fig.
4.4 as assumed for the anchor bolt analysis.

Assuming that the column will rotate about the axis y in Fig. 4.4, the maxi-
mum uplift force F per bolt due to the outside moment M is determined as
follows. The maximum tension on the bolt circumference in 1b. per lin. in. is
given by

T=M/Z.)- (W/C) = (4M/nd?) - (W/ad) Ib/in.

If 4M/nd? is larger than W/nd there is a positive uplift force inducing tension
stress, with magnitude depending on the distance x spanned by half the anchor

/—\M Ap = bolt tensile stress area, in.2
M = overturning moment at base due to wind or earthquake, 1b-in.
W = weight of the vessel, operating (W) or erection (W), Ib
d = bolt circle diameter, in.
d, = outside diameter of the base ring, in.
d; = inside diameter of the base ring, in.
N = total number of anchor bolts in multiples of 4
Z;, = nd* /4, linear section modulus of the bolt circle, in.>
w C = nd, circumference of the bolt circle, in.
x = distance of an anchor bolt from the neutral axis y, in.
S, = allowable design stress for the anchor bolts, psi

° Fig. 4.4.
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bolts. The maximum force F on the bolt at distance x =d/2 from the axis y is
F = Tnd/N = (4M/dN) - (W/N) Ib/bolt
and the required bolt area is
Ay =[(4M/d)- W]INS,.

The anchor bolts are not designed for the horizontal shear force since it is
clearly counteracted by the friction between the base ring and the foundation.

Obviously, this approach is simplified, since it does not try to establish more
accurately the actual design conditions, the initial bolt preload, and the dynamic
effect of the external overturning moment. However, it is generally accepted for
sizing the anchor bolts and, if a relatively conservative allowable stress S, is
used in the design, it gives acceptable results and is very simple to apply.

Initial Preload in Bolts Considered

Since wind and earthquake loads are essentially dynamic, initial tightening of
the bolt nuts is required to reduce the variable stress range or any other impact
effect on the nut under operating conditions.

The maximum force per bolt resulting from the combined action of the over-
turning moment M and the initial preload could be found by an approximate
analysis with the following design conditions assumed, as follows.

1. The initial bolt preload together with the weight of the vessel is large
enough to maintain a compressive pressure between the vessel base plate and the
concrete pedestal under design loads.

2. As long as this compression exists at the contact area the skirt base and the
pedestal behave as a continuous structure and the support base will rotate about
the neutral axis of the contact area (axis y in Fig. 4.4).

Under moment M the maximum and the minimum pressure on the contact
area becomes )

Sc = (NFi/Ac) + (W/Ac) * (Mdo/zlc),
where

A, =n(d? - dP)/4
I, =m(d - d})64
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and F; is the initial bolt load due to pretightening of the bolt nut, Ib/bolt. The
minimum F; to maintain the compression is when S, = 0:

Fy=(MdyA [2NI,) - (W/N) = 8d,M/N(d}, +d}) - (W/N)
or, after simplification,
F; = (4M/Nd) - (W/N).

The external moment M in the above equation is the maximum design moment.
Actually, it fluctuates from zero to some maximum value. The maximum force
on the bolt due to this moment is given by

Fy = (4M/Nd) - (W/N).

However, since the anchor bolt forms an elastic joint with the skirt base on the
concrete pedestal, pretightened by the force F;, only a part of F, will be carried
by the bolt [33].

The total variable load F per bolt under moment M can be visualized from the
diagram in Fig. 4.5. Using the diagram, the following equation can be derived:

c'F,=c'F;- e'(F-F;)
F.=F;-(F-F)e/c
F=F,+F,=F,+F;- (F- Fi)PI/C'
=F;+[c'/(c' +€")] F, =F; + CF,

and the minimum tensile stress in the bolt is
S = (Fi/Ap) + (CFo/Ap).
Substituting the components for F, we get
F=F; +Fyyn, £KF,,

where K is the stress concentration factor from Table 4.1 applied to the variable
component only.

The factor C=¢'/(c’ + €’) for hard elastic joints is quite small. The actual value
of C would be difficult to evaluate. However, if for instance ¢’ is one sixth of
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force/bolt bolt-base joint bolt-base joint under variable
after pretightening external force F, stress range
s F\ in bolt
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9 b foundation and vessel base

support contraction §, =—————e

F; = initial bolt preload, Ib/bolt
F, = applied operating load, 1b/bolt
F = combined total load on a bolt, 1b/bolt
F, = compressive load on the vessel support under a bolt; at point @, F = F;
e’ = 1p/ApEp, rate of elongation of the bolt, in./Ib
¢' =rate of compression of the combined supports, in./Ib. If the concrete foundation is
assumed to be rigid, ¢’ = Ip/AgEs, where Ip is the bolt length, E} is the modulus of
elasticity of the bolt material, 4 is the support steel area in compression, and Ej is
the modulus of elasticity of the vessel base
Fym = CF,4/2, steady load component of CF, in bolt
F,, = +CF,4/2, variable load component of CF, in bolt

Fig. 4.5. Force-deflection diagram for anchor bolt and support base.

Table 4.1. Stress Concentration Factor K for
Threaded (American Standard) Steel Fasteners
Subject to Tensile Loads.

K
ROLLED CUT
FASTENER FASTENER
Annealed 2.2 2.8

Quenched and tempered 3.0 3.8
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€', then C=0.143 and the maximum tensile stress at the thread root would be

S =F/Ab
= [F; +(0.143 F,/2) + (2.2 X 0.143 F,/2)] /A,
= (F,/A b) + (0229 Fa/A b)'

From Fig. 4.5 it is obvious that as long as the force F, does not exceed the
initial load Fj there is not a substantial increase in the total bolt load F. It is also
apparent how important the initial preload is in reducing of the variable force
F, and thus inproving the fatigue life of the bolt. Any force load per bolt due
to the excessive moment M beyond the separation point d is algebraically addi-
tive to the total force F (de).

The required bolt area A4, is given by

Ab =F/Sa.

Neglecting the term with the factor C, the expression for the required bolt area
reduces to

Ay =Fi/S,
or approximately

b NS, ’

which is the form as computed by the simplified method.

From the above discussion it would seem that the simplified method combined
with conservative design bolt stresses (because some terms were disregarded)
represents a satisfactory design.

An additional design safety factor is the use of the highest wind velocity
that occurs at infrequent intervals. If a loss of initial tension in the bolts occurs
because of creep under heavy winds, the bolts have to be retightened, all bolts
equally as possible.

The minimum approximate initial torque for the required F; is given by

T=Fi(l +N,db)/2ﬂ'N’ 1b -in.

where

N' = number of threads per inch of the bolt
dj, = nominal bolt diameter, in.
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The proof load of a bolt is usually defined as the maximum load a bolt can
withstand without a permanent deformation. The preloading of bolts up to 75
percent of proof load is quite common; however, there is a possibility that too
high a preload can impair the fatigue strength of the bolts. Yielding of the bolt
can be caused if too high a mean stress (F; + F,,,) combines with a high alter-
nating stress (KF',.). If an anchor bolt fails, it is usually by elongation.

Example 4.1. A tall column (Fig. 4.6) is subjected to a wind moment at base
M =12X 10° ftlb. The operating weight W, is equal to 200,000 1b and the
erection weight W, is 150,000 1b. Determine the required size and number of
anchor bolts. As a first estimate, assume N =12.

Required bolt area under operating conditions is

Ay = [(4M/d) - W] /NS,
=(1/12 X 15,000) [(4 X 1.2 X 10° X 12/79) - 200,000]
=293 in.?

Use 12 2%-in.-diameter bolts with stress area 4, =325 in.? Maximum bolt
stress under erection dead load is

S =(729,114 - 150,000)/(12 X 3.25) = 14,850 psi.
Bolt spacing is

(m X 79)/12 =207 in.

_
l—o —

Fig. 4.6.
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Maximum bearing pressure on contact area is

Se = (NFifAc) + (WAL) + (Md,/2L,)
=(12 X 3.25 X 15,000)/1490 + (200,000/1490)
+(12X10% X 12X 42.5)/(1.168 X 105)
=393 + 134 + 525 = 1052 psi.

Maximum allowable bearing pressure on concrete is, using f, = 3000 psi.

F =0.3 X 3000 =900 psi weight only
F,=133X900=1200psi  weight plus wind.

Initial Tension in Bolts Neglected

Nuts are assumed to be hand tight on bolts, with no initial load on bolts. Be-
cause of the column weight a certain compression between the base of the
column and the concrete foundation will exist, but can be partially overcome by
the external moment M. The vessel base will partially separate from the pedestal
and will be held down by some anchor bolts on the windward side.

The moment M is resisted by a portion of the anchor bolts and the bearing
pressure between the vessel base and the foundation. The total bolt area can be
replaced by an equivalent area of steel cylindrical shell:

Ag=NA,=tnd or t;=NAy/nd

as shown in Fig. 4.7.

The result is a composite cantilever beam with an unknown area in tension and
unknown concrete area in compression (section a-a of Fig. 4.7), subjected to
given external loads W and M.

The design procedure used to compute the required steel area Ay is similar
to that employed in reinforced beam theory.

First, the location of the neutral axis is established. The strains in the steel
shell e; =S/E; and in concrete e, =S_/E, are directly proportional to the dis-
tances from the neutral axis. If S; and S, are the maximum allowable stresses,
then from similar triangles (Fig. 4.7, section a-a) we get

es/ec = (Ss/Es)/(Sc/Ec) = (l - k)d/kd

and
k=1/[1+(Sg/nS)]-
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This equation will specify k in terms of maximum allowable stresses Sg and S,
under the assumption that both maximum allowable stresses occur simultaneously
at the most remote elements from the neutral axis. Further,

cosa=[(d[2)- kd]/(@d[2)=1- 2k

and

S: =S8 (cos a- cos 0)/(1 + cos )

S =S, (cos 0 - cos a)/(1 - cos ).
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Since the allowable stress S is larger than nS,, the position of the neutral axis
will move from the y axis toward the compression area. This will produce a
larger resisting steel area and a lower total number of anchor bolts than com-
puted by previous methods.

The summation of elemental forces on the steel area in tension, 2fJ S dA,
can be represented by a force resultant T located at the center of tension at a
distance L, from the neutral axis. After integration,

T =S8t d[(m- &) cos a + sin a] /(1 + cos a).

From the summation of the moments of the elemental forces about the neutral
axis the distance L, can be determined:

2 (",
L, =—J- SgdAgr(cosa- cos 0)
T [¢3

_d [(11 - &) cos? o+ (3 sin @ cos @)/2 + (7 - @)/2 ]

2 (m- a)cos o+ sin «

Similarly the bearing force resultant C and the distance L, can be computed:
C=t.dS.[(sina - a cos a)/(1 - cos a)]
and
Ly =(d[2) [ecos® a- (3 sin a cos @)/2 + (a/2)] /(sin & - a cos a).
The distance jd between the forces 7" and C is given by
jd=L,+L,.
The distance zd of the force C from the y axis is given by
zd=L, trcosa.

From the summation of moments of all known forces about the location of the
force C, the value of the force T can now be computed in terms of the known

loads acting on the vessel:

M- W(zd) - T(jd) =0
T=[M- W(d)]/Ga).
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Substituting the above result into the previous expression for T, the thickness
of the steel shell can be computed:

; =_1_[M— W(zd) 1+ cosa ]
$ S (id) (m - @) cos a +sin &

and the required bolt area is

Ay =tynd[Nin2.

From the summation of the vertical forces acting on the vessel, T+ W - C =0,
the minimum base ring width 7, can be determined:

t, = [(T+ W)/Sed] [(1 - cos @)/(sin - acos @)].

To accommodate the anchor bolts ¢, is usually made larger than required by
the above equation for the computed location of the neutral axis. To maintain
the position of the neutral axis and the validity of computations the area A is
increased in direct proportion to A..However, the stresses in bolts will decrease
in inverse proportion to A.. If 7, and A4, only are increased the neutral axis
shifts toward the compression side and A; becomes oversized and can be de-
creased. In order to find the minimum A; a redesign would be required.

Only an outline of this method has been presented here. The interested reader
will find any additional information in refs. 42-45. The main shortcoming of
the method is the omission of the initial preload in the bolts and the treatment
of the loads as static. If high allowable stresses are used, the design can lead to
unconservative results, and this is probably why this approach has not been
generally used.

In practice, a considerable preload always has to be applied, and the bolts used
should be of sufficient size to permit retightening in excess of minimum design
requirements in order to prevent large stress fluctuations. On a few occasions in
the writer’s experience, excessive swaying of process towers developed simply
because the anchor bolts were not pulled up tight enough by the erection crews.

Allowable Stresses for Carbon Steel Anchor Bolts

The standard material used for anchor bolts is carbon steel type A307 gr. A or B,
with a minimum tensile strength of 60,000 psi. Bolt threads, standard coarse
thread series or eight-thread series, should preferably be rolled, with forged nuts
of heavy series. Sometimes a corrosion allowance of %—% in. is specified and
two nuts (one as a lock nut) per bolt are used where frequent heavy winds can
be expected.
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The allowable stress in tension for the threaded part of the anchor bolt is a
matter of safe design, subject to engineering judgment. The allowable stress for
A307 bolts in the AISC Manual is 20,000 psi. This high allowable stress would
require an accurate stress analysis with well defined static loads. Noting that

wind and earthquake loads are dynamic loads,

there is always a possibility of overload,

a failure of a process column would cause a large loss of property,
bolt material is comparatively cheap,

inspection of the anchor bolts is often inadequate, and

any repair in the field is very costly,

it is reasonable to accept lower allowable stresses.
It is a common engineering practice to select the allowable stresses for carbon
steel anchor bolts as follows:

S, =15,000 psi under operating conditions
S, =15,000X 1.2

=18, 000 psi under empty (erection) condition.

Types of Anchor Bolt

Some typical details of installed anchor bolts are shown in Figs. 4.8 and 4.9.
The required length L of the bolt embedded in the concrete foundation is
designed by the civil engineer. It has a holding power equal to the full tensile
strength of the bolt. Minimum bolt spacing is usually set at 10 times nominal
bold diameter. The dimension # is usually specified as 12 in.; the longer the free
length of the bolt, the higher its resilience, i.e., its ability to absorb an impact
load without permanent deformation.

grout

sheet-metal
sleeve

Fig. 4.8. Anchor bolt for small vessel.
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Fig. 4.9.

4.5. WIND-INDUCED DEFLECTIONS OF TALL COLUMNS

A sustained wind pressure will cause a tall column to deflect with the wind. The
magnitude of the deflection may seriously influence the performance of a
process column and has to be limited to a certain value. If too small a deflection
at the top of the column is specified by the client’s specifications, the shell
thickness must be increased and the price of the tower will increase. Most
engineering specifications ask for a maximum deflection of 6 in. per 100 ft of
column height.

The deflection at the top of tall slender columns (H/D > 15) is routinely
checked. Deflection computations are often computerized; however, a need may
arise for such calculations to be made by hand.

No matter what short-cut analytical method is used, the computations are
comparatively lengthy and subject to error. The method should be flexible
enough to permit easy inclusion of such variables as shell thickness, modulus of
elasticity due to changes in operating temperature, and wind pressure above the
ground. The method should also be as simple as possible and permit the use of
the results from previous computations of the wind moments and the wind
loads for the determination of the shell thicknesses.

There are a number of methods which can be used.

The method of superposition can be applied here to advantage. The vessel is
assumed to be a cantilever beam firmly fixed to the concrete pedestal. The effect
of foundation movement is considered negligible. The six basic formulas used in
this method are shown in Table. 4.2.

Consider the cantilever beam of Fig. 4.10. Using the formulas in Table 4.2
the individual deflections in Fig. 4.10 can be easily evaluated:
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W; = total wind load on sections i. W; =w;L;, Wy =wjyL,, and so on, where
wi, wy, are the unit wind loads in 1b per ft of column height.

Q; = shear load at point i, equal to the summation of all W-loads above the
point. Q; = piping thrust, if any. 0, = W; + 0, Q03 = W, + 05, etc.
M;=end moment acting at points i, due to the loads above the point. M =

piping moment, if any. My = (W{L/2)+ QL + M ; M3 = (W,yL,/2) +
Q,L, +M,;etc.
y; = deflection of section i, at point i due to the wind loads W;, end load Q;,
and end moment M;.
Ay _5,A 3, etc. = deflections at point 1 due to the end angles 65, 63, etc. induced by the
wind loads W,, W3, etc., end loads Q,, Q3, etc., and end moments M,,
M3, etc., at the ends of the respective sections.

Fig. 4.10. Schematic diagram of load and deflection for sections of a cantilever beam using
the superposition method.

The total deflection at the top of the column is
YEy Lty tys ety t A, tA 3 A et A

If the deflection y is based on modulus of elasticity £ at a design temperature,
the deflection y' at another operating temperature (with £') is equal to y
multiplied by E/E’.

Example 4.2. Evaluate the deflection at the top of the process column with
the wind loads shown in Fig. 4.11. Modulus of elasticity is £ =30 X 10% X
144 psf.



96 PRESSURE VESSEL DESIGN HANDBOOK

— 2R3t
— | s g | W | G m e |1 () | Section ()
R S— )
o
™ i Red
e e 6,500 21 [9.05x10°| 1
~ 3
; = 6,500 97,500
M@ |3
5 "
D i
11— 5,800 264 |11.4 X 10° 2
3 |50
4 e 12,300 | 379,500
£
3 =
IR 2 4,800 318 1376 %109 3
« o
~ ©
" 17,100 | 821,500
A @ | 3
— \ s
0 15*.1 1,600 18,700 |1,203,500| 21 [9.05 X 10° 4
i 1o

Fig. 4.11. Design data for Example 4.2.

Deflection at the top of the column in feet is figured as follows.

6,500 X 30°

Yy = _ =0.0024 ft
8X 2.1 X 30 X 10° X 144
30> [5:800X 30 6,500 X 30 | 97,500
= + + =
Y27 11ax10° [ 8 3 2 ] 0.0091

30X 30 |5,800X30 6,500X 30
Ay, = 9 +
114X 10 6 2

_ 30 [4,800 X 30 12.300X 30 379,500 |
13.76 X 10° 8 3 2

_ _60x30 [4800X30  12300X 30
=3 7 1376 X 10° 6 2

+ 97,500] =0.0177

Y3 =0.0216

1
+ 379,500|=0.0770

10 1,600X 10 17,100 X 10 821,500 ]
= 2 + o2 oo =0.0052
Y47 905X 10° [ 8 3 2
90%x 10 [1,600X 10 17,100 X 10 ]
A, = : + = + 821,500 | =0.0905
"% 7 905X 10° [ 6 21,500 | =0.0905

Total deflection y = 0.2235 ft
=2.7in.
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4.6. WIND-INDUCED VIBRATIONS
Introduction

Early in this century it was observed that some tall cylindrical chimneys were
vibrating with a high frequency perpendicular to the direction of comparatively
low-velocity winds. Since this type of vibration proved to be destructive to such
structures the phenomenon attracted the attention of number of investigators
who attempted to formulate a rational theory applicable to the economical and
safe design of tall, slender cylindrical structures.

This type of vibration affects tall, unlined steel stacks far more frequently
than it does process columns. There are several reasons for the relative immunity
of tall, slender cylindrical vessels. For instance, they have relatively thick walls,
with high first frequency and resisting strength. Also, external piping, ladders,
and platforms tend to disrupt wind flow around the vessel, and vibrations tend
to be damped by the operating liquid in the vessel and in connected piping.
However, some process towers can be subject to wind-induced vibrations, and
may have to be checked for them.

Tall stacks are routinely checked for cross-wind vibration. A detailed examina-
tion is usually required, however, to determine whether a tall process column
needs to be checked for vibration-inducing aerodynamic forces.

Basic Aerodynamic Principles

In the evaluation of forces acting on a long, stationary, circular cylinder normal
to a uniform stream of wind, a detailed study of the wind flow around the
cylinder is necessary. Fig. 4.12 shows the fluid pattern around a stationary
cylinder if the fluid is ideal, frictionless, and incompressible. The flow pattern
is symmetrical from front to back of the cylinder. The same flow is observed
with real fluids at very low Reynolds numbers.

The Reynolds number Re is a dimensionless parameter expressing the ratio of
the inertia forces to the viscous forces in a particular fluid flow. When Re is
small, the inertia forces of the stream are small, the stream behaves in a more

flow

velocity Vv

Fig. 4.12. Pressure distribution around a long
cylinder for ideal fluids. A and B are front and
rear stagnation points, respectively.
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viscous manner and the flow tends to be laminar. When Re is large, the inertia
forces are large compared to viscous forces and the fluid flow becomes turbulent.
If Re has the same numerical value for two geometrically similar systems
(including the position of the object in the stream) the fluid flow pattern in both
systems can be expected to be similar.
For atmospheric conditions of air flow around a long smooth cylinder the
Reynolds number Re is given by equation

Re =pVd/[u
where

p =2.4 X 1073 slugs/ft> or Ib sec?/ft?, air density

V = wind velocity, ft/sec

d = outside diameter of the cylinder, ft

©=3.8X 1077, 1b sec/ft> or slug/sec ft, viscosity of air.

When the above numerical values are substituted into the above equation for
Re, we get

Re =6,320Vd, for wind velocity V in ft/sec, or
Re=9270Vd, for wind velocity ¥ in mph.

Development of the Force on a Cylinder Parallel to the Direction of Flow

The pressure distribution around the cylinder in Fig. 4.12 is given by p =q(1 -
4 sin* @), where g = pV'?/2 is the dynamic pressure at the stagnation point A
where the flow velocity is zero. The net force resultant acting on a unit length
of the cylinder is zero.

In actual air flow the friction and the air compressibility will change the flow
pattern around the cylinder and the pressure distribution. The streamlines do
not follow the body contour back to the rear. The pressure pattern will resemble
more that shown in Fig. 4.13, indicating the development of a force acting on

B p =—2.5q
flow a
velocity v A B
Fig. 4.13. Schematic illustration of pressure
_ L_ around a long cylinder for actual flows at
p=q higher Re values.
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the cylinder parallel to the direction of the flow, called drag. The pressure on the
front section remains nearly the same as in Fig. 4.12. However in the rear, wake
action changes positive pressure to negative. The pressures in the rear and in the
front are no longer balanced. The unit pressure acting on the projected area
normal to the direction of the flow is equal:

D =CppV?[2 (psf),

where Cp is the drag coefficient, experimentally determined at various Re
values. The value of Cp, is well established and, except for very low Re values,
can be taken as equal to 0.9-1.1, until the critical range Re>>10°, beyond
which it drops to 0.3-0.5.

The total drag force D consists of the friction component Dy, predominant at
lower Re values, and the pressure component D, due to the pressure resultant
on the cylinder. Usually, D, for blunt bodies will be much larger than the force
Dy. The drag force is dealt with in the design of pressure vessels as the wind
load.

Development of the Force on a Cylinder Transverse to the Direction of Flow

Because of friction a boundary layer of retarded fluid forms on the cylinder
surface. A separation of the flow occurs near the rear of the cylinder and a wake,
a turbulent region with a lower flow velocity than the surounding free stream,
develops. With high Re, the separation points of the flow move forward toward
the transverse diameter of the cylinder and the wake width increases (Fig. 4.14).

By friction the higher-velocity enclosing layers set the lower velocity fluid
immediately behind the separation points in rotation. Two symmetrical vortices
with opposite rotational velocities develop, and as the wind velocity increases,
the friction force between the free stream and vortices increases.

At some point one vortex breaks away and passes downstream, disintegrating
in the free stream [Fig. 4.14(d)] .

Up to the critical value of Re <5 X 10° the vortices will form and shed
alternately on either side of the cylinder, giving rise while forming to a transverse
force L (psf) on the cylinder, at a frequency of vortex shedding fj-. Beyond
this critical Re value the separation points move backward, the wake contracts
and becomes entirely turbulent, and the vortex periodicity vanishes.

Von Karman was the first to analyze the formation of such vortices mathe-
matically, and found that maximum stability in the flow of vortices occurred
when the vortices were shed alternately from the sides of a cylinder, as shown
in Fig. 4.15. The vortices moving downstream at a speed somewhat less than that
of the free stream form a so-called Von Karman vortex street or trail.

The cross thrust force L, like the drag force, can be expressed conveniently as
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D
N7

Fig. 4.15. Vortex trail in the wake of a cylinder.

a part of the stagnation pressure g = pV'?/2:
L =CprpV?2 (psf of the projected area).

Unfortunately, in case of a cylinder no firm value of Cy, has been established.
Values for C;, ranging from 0.2 to as high 1.7 are given in technical sources.
Calculated Cj, values based on field observations are usually low, while the
value of C;, =1.7 is based on a mathematical analysis. Values of C7, between
0.2 to 1.0 appear to be generally accepted and used in practice; a value of 1.0
is considered conservative. For practical engineering computations, values of
Cr, =0.4-0.6 are recommended here.

Critical Wind Velocity

The first original investigation of the vortex forming and shedding phenomenon
was done in 1878 by Strouhal, who found the following relationship:

S=de/V

where

S = a dimensionless parameter, called the Strouhal number

fv = shedding frequency of vortices, cps
d = diameter of the cylinder perpendicular to the flow of the wind, ft
V = wind velocity, fps.

The value of S varies with the values of Re. However, in the range of Re values
between 10° and 10° the value of S remains nearly stable, equal to between
0.18 and 0.21, and is generally taken as equal to 0.20 in computations. For
values of Re > 10° the Strouhal number increases rapidly to 0.35.

The first critical wind velocity V, is the wind velocity at which the shedding
frequency of wind vortices fj- is equal to the first natural frequency of the
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column f. It can be computed from the Strouhal number, substituting f=1/T
for fy:

Vy =£d[0.2 (fps)
V, =3.40d/T mph.

The second critical wind velocity can be taken as V, = 6.25V;.

Basic Vibrational Principles; Magnification Factor

When the vibration of stacks was first observed it was ascribed to resonance.
According to this theory, if the frequency fj- of the cross thrust force L coin-
cides with one of the natural frequencies f of the cylinder, however it may be
supported, a forced resonant vibration results.

The stresses induced by such oscillations can build up and increase over those
calculated from static wind load analysis.

At this point some consideration of the basic vibrational principles applicable
to this problem is appropriate. A tall vessel, a cantilever beam, represents a sys-
tem with a distributed mass of infinitely many vibrational freedoms and natural
periods of vibration, each of them accompanied by a distinct mode or vibra-
tional curve. However, the prevailing period of vibration will be the longest,
called fundamental or first, which is of main interest. The general conclusions
pertaining to the resonance case can be derived by using a system with a single
degree of freedom, as shown in Fig. 4.16.

The differential equation for damped, forced harmonic motion of a system
with a single degree of freedom expresses the displacement x of mass m be-
tween its equilibrium position and its instantaneous location as a function of
time #:

mx +cx + kx =F cos wt

spring

equilibrium
position

T dashpot

I'ig. 4.16. System with a single degree of freedom subject to
Yrrzzz742244 viscous damping and an externally imposed harmonic force.
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where

m = W/g is the mass
¢ = damping factor, resistance to motion in pounds when the velocity is equal
to one inch per second, Ib-sec/in.

k = scale of a weightless spring, force in pounds required to deflect the spring
by one inch, Ib/in.

F cos wt = harmonic periodic force impressed on the system, lb. It is maxi-
mum when #=0. It could also be taken as F'sin wt, with the minimum
when ¢ = 0, depending on the desired approximation

w = the circular frequency of the impressed force F, rad./sec.

The general solution of this differential equation consists of two parts super-
posed on each other.

1. The complementary function is the general solution of the homogeneous
equation (the right-hand side set equal to zero). With two independent con-
stants, the complementary function represents the free damped vibration of the
system and is given by:

x =e (2™, sin wgat + C, cos wyt)

where wg = [(k/m) - (¢/2m)?]Y/?, is the damped natural circular frequency and
C; and C, are constants which depend on two initial conditions. For small
damping coefficients ¢, as in the case of process columns, w, can be replaced
by w, = (k/m)‘/ 2| the natural circular frequency for a vibrating system with no
damping and no impressed force and described by the equation mx + kx = 0.

Free vibration disappears because of damping. Very light damping will allow
many oscillations to occur, but they will gradually lessen in amplitude and be-
come negligible. However, it is quite possible that the intensity of the induced
free vibration, for instance during an earthquake, is such that it will cause
damage to the vessel before it has the time to die out.

2. The particular integral is the simplest possible solution of the equation,
with no integration constant, specifying the forced oscillation of the system:

Fk

“FET T
Wy Cc Wp

¢, =2(mk)"? is the critical damping factor, representing the dividing line
between overdamping (c/c, > 1, nonvibrating motion) and under-

where
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damping (¢/c; <1, harmonic vibration). The damping factor ¢ of a tall,
slender pressure vessel is usually only few percent of c,,
F/k = X is the deflection of the system due to the maximum impressed force
F when acting as a static force
¢ = constant phase angle.

The maximum actual amplitude x of forced vibration can be obtained by
multiplying the statical deflection X by the fraction

ME. = 1/{[1 - (w/wn)*]* + [(2¢/ec)(wlwn)]* }/?

called the magnification factor. For small values of c¢/c, (<0.2) the maximum
value of M.F. will be reached very nearly at w = w,,:

Maximum M.F. = ¢./2c.

In practical computations the damping coefficients ¢ and ¢, of the system are
not known, not readily measurable, and difficult to estimate with sufficient
accuracy. For free vibration with damping less than critical, the ratio of two
consecutive maximum amplitudes is (see Fig. 4.17)

Xnv1 _exp {-(c/2m) [t + 2m/wa)]}
Xn exp [-(c/2m)1]

= exp (-mc/mwy) = e7®

where § is known as the logarithmic decrement and is given by § = nc/mwy.
Expressed in terms of ¢/c,, and substituting for w4 and mk = c2 /4,

8 = (nc/m)[k/m - (c/2m)* 11/ = 2m(c/ec)/[1 - (c/e)]/?
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and for small values of ¢/c,,

6 =2m(c/c,).
The magnification factor at resonance can now be expressed as follows:
Maximum M.F. = 7/§.

Some investigators consider this value too high to apply against cylindrical
structures, and suggest that a maximum M.F. equal to 1/8 is more in line with
their actual measurements.

Logarithmic Decrement §

Damping in a system can also be defined as the rate at which the material
absorbs energy under a cyclic load. The energy is dissipated through heat by
internal damping due to microscopic plastic action in the material. Damping
of a vibrating column would include, in addition to internal damping, friction
losses between the shell and air, any energy losses due to resistance of the
external piping and internals, and conditions at the base support.

Since X, /x, =€¢® =1- 8, the logarithmic decrement & can be expressed by
a simple ratio,

8 =(xp+1 ~ Xp)/xy

- which can be interpreted as the percentage decay per cycle in the amplitude of
a freely vibrating vessel and thus provides a means of measuring the vibration
decay rate of a column in field, since the value of two consecutive amplitudes
Xp and x,,; can be determined by field measurements.

However, § lacks full significance, since it describes conditions away from the
point of resonance and is susceptible to errors in measurement. Most available
data, however, are presented in terms of §, although its reliable values for typical
process towers and stacks are not as extensive as it would be desirable.

Values of & for welded towers and stacks and magnification factors based
on field measurements are given in Table 4.3. Unless otherwise specified, the
values of  and M.F. in columns II and III can be used in most applications.

Since a deflection is directly proportional to the applied force, the maximum
transverse force per unit area of the projected surface of a cylinder at resonance
can be expressed by

L =(Cy, X M.F.) pV'2/2 (psf).

For the first estimate a value of (C, X M.F. ) = (0.5 X 60) can be used.
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Table 4.3. Average Values for § and M.F.

I II I
SOFT SOILS STIFF SOILS ROCK, VERY STIFF
& M.F. 8 M.F. 8 M.F.
Tall process columns 0.126 25 0.080 40 0.052 60
Unlined stacks 0.105 30 0.052 60 0.035 90
Lined stacks 0.314 10 0.105 30 0.070 45

Source: Ref. 48.

Conflict between Forced and Self-Excited Vibration Theories

All values essential to the aerodynamic design analysis of towers and stacks, such
as the coefficient Cy,, the Strouhal number S, and particularly the damping data,
are subjects of wide differences of opinion among various investigators. Further-
more, the question has been raised whether forced vibration theory should be
used as the basic design-governing theory in the aerodynamic design of stacks
and towers.

According to forced vibration theory the alternating transverse force acting on
a cylinder in an air flow originates from vortex shedding, which is independent
of the motion of the cylinder. This force exists at all wind velocities at which
the von Karman vortices are formed. Since the frequency of forced vibrations
is equal to the frequency of the impressed force, this would mean, that the stack
would vibrate to some degree at a frequency proportional to wind velocity. At
the critical wind velocity the frequency of vortex shedding fj- equals to the
natural frequency of the stack or tower f and resonance occurs. The principal
reason this theory has not been generally accepted is that the frequencies of
stack vibrations as observed in the field have nearly always been found to be
approximately constant at the value of the natural frequencies of the stacks.
This is in poor agreement with forced vibration theory.

To explain this discrepancy other theories have been advanced, particularly
self-excitation theory. A self-excited vibration should take place only near the
natural frequency of the structure. In self-excited vibration the impressed
alternating force sustaining the motion is created by the motion itself and, when
the motion of the object stops, the impressed force disappears. Once excited to
vibration the cylinder controls the frequency of the impressed force [36, 47].
Vibration would continue through a wide range of wind velocities, and a par-
ticular critical wind velocity would not exist. If the amount of energy extracted
by the cylinder from the air exceeds damping, the amplitude of oscillations will
increase until, in practice, an equilibrium between damping and the energy input
develops. However, a full satisfactory theory for a stack oscillating with self-
excited vibrations has not been mathematically worked out by its proponents.
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It would seem that at low-Re flows the cylinder is dynamically stable, sub-
ject only to forced vibrations; at the higher-Re flows a possibility of self-excited
vibration exists. From a large number of field observations it can be concluded
that the first peak amplitudes appear at the critical wind velocity V;, cor-
responding to a Strouhal number of approximately 0.2 pointing out the forced
vibration theory as the basic excitation. The formation of secondary peak
amplitudes at higher wind velocities in some cases may lead to modification of
forced vibration theory, particularly after the behavior of streams around
elastically deflecting cylinders at higher Re values is better known.

For a vessel designer the most significant fact is that the peak vibrations as
predicted by forced vibration theory are not inconsistent with the observed data
and can form a basis for the mathematical checking of a stack or tower for wind-
induced vibrations.

Design Method Based on Forced Vibration

The first critical wind velocity V, is given by
Vi =3.40d/T mph

where d is the outside diameter of the vessel in feet, and T is the first period of
vibration in second per cycle.

The second critical velocity can be taken as V, = 6.25V, .

The maximum unit pressure L transverse to the wind direction at resonance on
the projected cylinder area is

L =(Cy, XM.F.)pV?%/2 psf.

Assuming that wind pressure and tower mass effects are concentrated in the
vessel top section (% to § of H depending on exposure) and column stiffness
effects are limited to the vessel bottom section, the action of the total pres-
sure acting on a cylindrical tall slender vessel at resonance can then be approxi-
mated by its resultant equivalent static force at the top of the column:

F=(Cr, X M.F.)(pV3/2)(d X H[3).
When ¥V, is in mph,
F=0.00086(C, X M.F.)(d X HX V2).
The equivalent force F' can be used in computing the maximum nominal

stresses at various elevations of the shell and also the maximum resonance
amplitude at the top of the vessel. The induced stresses must be superposed on
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the stresses due to weight and operating pressure. The total combined stress
should not exceed the maximum allowable stress for the shell material. If the
combined stresses are too high and a possibility of fatigue failure exists, changes
in the design have to be made.

No vibrational analysis would be completed without an attempt to evaluate
the effects of fatigue. The stress induced in the bottom shell section, welds, and
skirt support is completely reversed in bending with the stress range Sr =28.
The following relationship between the number of cycles to failure V and the
stress range Sg is used as a fatigue curve [74]:

N =(K/BSR)",

where n and K are material constants and § is the stress intensification factor.
For carbon steel with an ultimate strength of 60,000 psi, n =5 and K = 780,000.
The value of g will vary according the type of construction, weld and inspection.
Some suggested values for § are:

B =12 for ashell plate with a smooth finish

B = 1.8 for butt-weld joints

B =3 for fillet weld or incomplete penetration groove weld with the root un-
sealed between the bottom head and the support skirt.

The fatigue life expectency Le in hours of vibration in a steady wind at the
resonant velocity will be given by

Le =NTJ/3,600.
The safe service life of continuous vibration is
Le/S.F.

No precise criteria for the safety factor S.F. can be given. However, the minimum
safe service life should be at least equal to the sum of probable time periods of
steady wind of resonant velocity at the job site. A safety factor of 10-15, as ap-
plied to cycles to failure, could be accepted for this type of load and structure.
From the above discussion it is quite obvious that, with so many assumed
variable factors, the results of design computations can only be interpreted as
approximations, the starting point for the evaluation of the vessel behavior.

Corrective Measures against Vibration

The most commonly used preventive measure against vibration is a spiral vortex
spoiler welded around the top third of the stack. Another corrective measure
for an existing structure subject to excessive vibration would be installation of
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permanent guys. Special external damping devices are expensive, impractical,
and in practice not very effective. They do not seem to represent a satisfactory
solution.

As in any mechanical design the cheapest and most effective vibration-preventive
measures can be accomplished by a careful analysis during the design stage, even
at a higher initial cost.

Ovaling

Since mostly unlined stacks are affected by this resonance phenomenon only a
brief discussion will be offered here. The cross aerodynamic forces can induce
oscillating deformations of the upper section of stacks called ovaling or breathing.
The pressure pulsations which cause ovaling of a stack occur once per vortex
formation. If the natural frequency of a cylindrical shell taken as a circular ring
coincides with the vortex shedding frequency, the shell will have tendency to
flatten periodically into an ellipse, with the direction of the major axis varying
from perpendicular to parallel to the wind direction.
The lowest natural period of a cylinder taken as a ring is given by

T =2n/wy, = (2m/2.68)(mR*|EI)\/?
where

m =the mass per unit length of the ring; for steel, m =1 in. X 1 in. X # X
0.28/386)
E = modulus of elasticity, 27 X 10° psi
I=1£3/12, moment of inertia, in.? .

Substituting the above values, we get
T =d?/660t

where d is the mean cylinder diameter in feet and thickness ¢ in inches.
The resonant wind velocity which theoretically would induce ovaling is

V,=340d/2T or V, =1,120t/d mph.

Reinforcing rings with a required section modulus are added in the top third of
a stack to secure it from ovaling. A spiral vortex spoiler can be used in place of
the rings [124].

Limiting Values for a Vibrational Analysis

It would be advantageous to be able to determine in advance from a single,
simple parameter whether a vibrational analysis is necessary. Unfortunately, no
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such parameter is available. Most investigations have been done on tall stacks,
which can be straight cylindrical, tapered, or half-tapered; lined with gunite or
unlined; and of welded or riveted construction. The weight is nearly evenly
distributed along the height, and there is no connected process piping involved.

Empirical parameters intended for stacks, therefore cannot blindly be applied
to tall towers. As already mentioned, process columns are not afflicted with
cross-wind vibrations very often. However, given the trend to higher, slender
vessels, the possibility of vibration will likely be of increasing importance. To
obtain more reliable criteria, more research laboratory work and experimental
work on full-scale, field-erected, high vessels are needed.

The following can be used as general guidelines in deciding whether a vibra-
tional analysis is required.

1. The upper limit of the critical wind velocities V; and V, can be limited to
60 mph, since a very small possibility of a sustained wind velocity beyond this
limit will exist. This value also is as high as any known wind velocity at which
cross vibrations have been recorded.

2. If V, is greater than the design wind velocity used in static pressure com-
putations, no further check is required. Only if V; falls in the range of prevailing
wind velocities at the site area is a further investigation justified.

3. The limiting minimum height-to-diameter ratios H/d for vibrational analysis
are:

unlined stacks: Hjd > 13
lined stacks Hjd > 15
process columns: H/d > 15

4. Possible criteria, relating to total weight W (Ib), height H (ft), and average
diameter of the top half of the vessel d (ft) are suggested in ref. 49 to establish
the need for a vibrational analysis, as follows:

W/Hd? <20, analysis must be performed
20 < W/Hd? <25, analysis should be performed
25 < W/Hd?, analysis need not be performed.

5. According to an often used rule of thumb, complete vibratory analysis of
a stack or a tower is not required if the total force on the stack or tower caused
by the wind of critical velocity ¥y (V5 if it is less than the wind design velocity)
does not exceed % of the operating (corroded) weight W,, or

L pV* Hd|W, <0.067.
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In the above formula, A is the total height of a uniform-diameter stack or
tower. For a flared stack, H can be replaced by an equivalent height

H, = H (cylinder) + H/2 (cone).

For lined stacks, W, includes the weight of the internal lining.

4.7. FIRST NATURAL PERIOD OF VIBRATION

The first natural period of vibration T of tall slender vessels is an important
criterion in design for wind or earthquake loads. For a tall, slender cylindrical
tower of uniform diameter and thickness, equivalent to a fixed-end cantilever
beam, T is given (in seconds per one complete cycle) by

T = (1/0.560) (WH* [gEI)/?

where

g =322 ft/sec?, gravitational acceleration
E = modulus of elasticity, 29 X 10° psi
H = total height in feet
I=(nd3®t/8) (1/12), moment of inertia of the section, ft*
w = weight per foot of the vessel, 1b/ft
t = shell thickness, in.
d = shell mean corroded diameter, ft.

Substituting the above values into the equation for T gives
T =(2.70/10%) (H/d)* (wd[t)!/* sec/cycle

If the vessel operates at higher temperature the period 7 at the new operat-
ing temperature can be found from T'=TX (29X 10%/E’ at operating
temperature)'/2 .

In practice, tall process vessels have either a stepped-down shell thickness or/
and sections of different diameters, representing a system with unevenly dis-
tributed mass and flexibility. In such systems, Rayleigh’s method is used to de-
termine the first natural period 7. Although Rayleigh’s method applies only to
undamped systems, it yields the fundamental period T with a sufficient accuracy
for most engineering problems.

If the vibration of a column is assumed to be undamped harmonic, the sum of
the elastic potential energy P.E. and the kinetic energy K.E. remains constant.
Maximum kinetic energy K.E. occurs, when the system passes through the
equilibrium position and the elastic potential energy is zero. The maximum
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elastic energy P.E. occurs, when system is at maximum displacement, with zero
kinetic energy K.E. Both maximum energies must be equal:

Maximum K.E. = Maximum P.E.
For a simple, one-mass, vibrating system,

WV?[2g =Fy[2
W(wny) =Fy[2

and
Wy = (gFy/Wy*)'/?

where

y = amplitude, the maximum deflection of the center of gravity of the mass
¥V = maximum velocity of the mass, equal to yw, for a simple harmonic
motion
w,, = angular natural undamped frequency of the system, rad/sec
F = initial acting force
W = weight of the mass
g =322 ft/sec?, gravitational acceleration.

In order to apply the above equations to a cantilever beam, the following simpli-
fying assumptions have to be made.

1. The distributed weights of the beam sections are assumed to be concen-
trated or “lumped” at centers of gravity of the beam sections with unchanged
stiffness along the length of the beam (see Fig. 4.18). This assumption con-
siderably simplifies the computations for the deflections y of the centers of
gravity. The greater the number of sections, the higher the final accuracy

achieved.
D—L515) Ly(ly) L, (/1)«‘
| _ i
a Y,

C.f b a
=

Ws W, W
1

Ya» Vb, Ve = deflections of centers of gravity a, b, ¢ of individual sections
W1, Wa, W3 = operating weights of individual sections
I,,1,, I3 = moments of inertia of individual sections

Fig. 4.18.
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2. In order to compute the maximum deflections of the centers of gravity of
the lumped masses the most probable vibration curve of the system for the first
period has to be assumed. The closer the assumed curve to the actual curve,
the more accurate the resulting T. However, even if the selected curve differs
from the actual to a considerable degree, the computed T is still close enough.
Generally, the deflection bending curve of a vessel subjected to its own weight
(initial acting force F'= W) is assumed, and deflections of the centers of gravity
Ya>Vb>Ves - - - »Vpn are computed.

3. Using the above weights and calculated deflections, the natural, undamped,
angular frequency w,, of the system in Fig. 4.18 may be found from the follow-
ing equations:

Wn = [E(W1yg + Wayp + -+ Wopp)[(WiY2 + Woyd +- - -+ W,p2)] 12

or
T=2n[SWy?/gZwy]/2.

Thus calculated 7' will be slightly (a few percent) lower than the actual T, since
the static, bending deflection curve is not actual, dynamic vibrational curve. The
signs of the deflections must always be taken as positive.

The weights Wy, W,, . . ., W, used in the computations are the operating
weights. To find the deflections y,, y;, . . . , ¥, any analytical method can be
used. However, if the computations are done by hand the following numerical
method is the most convenient and simple to apply.

Computation of the Transverse y Deflections

Basically, this is the conjugate beam method applied to a cantilever beam. (a)
The slope of the elastic bending curve of the real beam is equal to the shear at
the corresponding point of the conjugate beam (the corresponding fictitious
beam with the same length as the real beam but adjusted supports) which has
the M/ET area of the real beam as its (elastic) load. (b) The deflection y of the
real beam at any point with respect to its original position is equal to the bend-
ing moment at the corresponding point of the conjugate beam which has the
MJ/EI area of the real beam as its (elastic) load.
A step-by-step design procedure is outlined below and in Figs. 4.19 and 4 20.

1. The weights of the vessel sections Wy, W,, W5 are computed and assumed
to act at the centers of gravity (points @, b, and c in Fig. 4.19). For the sake of
simplicity it is assumed here that the moment of inertia 7 and modulus of
elasticity £ are constant through the entire beam length, so that they can be
separated and used in the final formula.
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(a) Load diagram (b) Moment diagram

Fig. 4.19. Real cantilever beam.

Compute the bending moments at points a, b, and ¢ and at the fixed end due
to the concentrated loads W;, W, ,and Wj:
M,=0
My =Wi(Ly +Ly)2
M, =Wy [(L1/2) + Ly +(L3/2)] + [Wa(Ly +L3)[2]
My=W,[(L{/2)+Ly +L3] + W, [(L2/2)+Ls] +(WsL3/2).

a3
by r
Mdx €2 B,
B,
51
a @ Z d c b a @
fixed
. end .
(a) Load diagram (b) Shear diagram
33/ -
Ely, for
M dx? by real beam
C3
d c b a @

(c) Moment diagram

Fig. 4.20. Conjugate cantilever beam.
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Sketch the moment diagram to a suitable scale, with M, = bb,, M. =cc,, and
Mg =dd,. Compute the areas

Al = (ddl +Ccl) (dc)/2
Az =(ccy +bby) (ch)/2
Az =(bb,) (ba)/2
2. The M-diagram of the real beam becomes the fictitious loading diagram of
the corresponding conjugate beam in Fig. 4.20(a). The first numerical integra-
tion (using the trapezoidal approximation) gives the shear diagram of the con-

jugate beam equivalent to the slope diagram of the real beam in Fig. 20(b). The
diagram is drawn using the following values:

ccp =Ay, bby=A;+A4,, and aa,=A,+A,+A,.

3. The second numerical integration yields the moment diagram of the conju-
gate beam, which is equal to the deflection diagram of the real beam in Fig.
4.20(c). The deflection curve of the real beam falls inside the polygon. Compute
areas B;,B;,and B5:

By =(cc2/2) (dc)
B =(cc, +bby) (cb)/2
B; =(bb, +aa,) (ba)/2.

Sketch the M dx? diagram using the following values:
cc3 =By, bb3=B;+B;, and aa;=B,+B,+B;.
4. The deflections can now be found from the equations, for instance,
Yo =aaz[EI

Example 4.4. As an example, the first period of vibration T is computed for the
process column used in Example 1.2 in Section 1.6, and shown here in Fig.
4 .21 without the reboiler.

The vessel is divided into six sections and the center of gravity of each section
is assumed to be at its geometrical centers (points @ to f) and to be the loading
points of forces equal to the weights W of the respective sections. The moment
values are computed at each loading point as well as at each point where the
moment of inertia / of the vessel shell changes. In Fig. 422 the M/I diagram is
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v w W
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" i.d— =
o
d 19’

: l1© 0.525 | 10
e j‘i’ 0.75 | 15
A—1®
f 10 1.0 | 10

’LG)
85 Fig,4.21.

sketched and applied as a fictitious loading diagram to the conjugate beam.
Since the moment of inertia 7 of the shell changes at point 3 astep will appear
there in the moment diagram. The subsequent numerical integrations yield the
values for computation of the deflections y.

The values of =Wy and T Wy? are calculated in Table 4 4,and T is calculated
as follows:

7.9483 X 10° |1/
= —_——— = 17611)=1. 1
n[386X 663920] 27(0.17611) = 1.11 sec/cycle

say T = 1.15 sec/cycle.

Table 4.4.

POINT y (in.) w(b) Wy (Ib-in.) wy? (1b-in.?)
a 15.1 20,000 302,000 4.56 x 10°
b 11.5 20,000 230,000 2.645 x 10°
c 7.58 10,000 75,800 0.575 X 10°
d 3.87 10,000 38,700 0.1498 x 10°
e 1.11 15,000 16,650 0.0185 x 10°
f 0.077 10,000 770 -

Swy, Twy?: 663,920 7.9483 x 10°
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Fig. 4.22. See page 118 for explanation of figure.
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0.75
I, =mX 4,0313° X 2 =12.85 ft*
0.50
I, =aX25213X T =2.09 ft*

M: M, =20 X 16 =320 kips-ft
M; =320 +40 X 8 =640
M, =640 +40 X 9.5 =1,020
Mgz =1,020+50X 19=1970
M, =1970+60X 19.5 =3,140
M;=3,140+75X 15 =4,265
M, =42654+85X5=4,690

MJI: My/I, =25 kips/ft®
Majl; =497
My /I, =306
M,JI, =488
M/, =942
M,/I, = 1502
My, =2040
My /I, = 2244

2244 +20
Max)I: Lz_ﬂ

X 5 =10,710 kips/ft?

2,040 +1,502
———'2—‘)( 15= 26,565

37,275
+
ioZ_é_@iz X 19.5=23,880

61,155
942 +48
2—2-§ X 19 =13,585

74,740
488 + 306
%—— X9.5= 3,760

78,500
49.7 +25
9—72——>< 8= 300
78,800
25

> X 16=__ 200
79,000

10,710
— X
2

Mdx? I 5= 26,775 kips/ft

10,710 + 37,275

X 15=_359,890
386,665

X 19.5=_959,700
1,346,365
1,291,000
2,637,365

37,275+ 61,155
2

+
61,155 +74740 o

+
74740+ 78500, o5 = 727900

3,365,265

8=_629,200
3,994 465

X 16 =1,262,400
5,256,865

78,500 + 78,800 %
2

78,800 + 79,000

Deflections:
BT
6 3
re= 3’§Z4XX1(1)8 xxlzltg =0956
6 3
DR o
Ye = %‘3(816—744 =0.0926
Yr= %22—168“‘ =0.0064
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4.8. ILLUSTRATIVE EXAMPLE

Detailed mechanical computations are to be prepared for the process column
with the design data given below.

1. Design Data

Shell inside diameter: 5 ft 6 in.
Shell overali iength: 160 ft
Support skirt height: 10 ft
Operating hydrostatic head: 10 ft above the bottom t.l1.
Operating pressure: 180 psig
Design pressure: 220 psig
Operating temperature: top half,-45°F
bottom,-10°F
Design temperature: -50°F
Corrosion allowance: % in.
Material: shell, SA 516 gr. 55 S, =55,000/4 = 13,750 psi, use S, = 13,700 psi
skirt, top SA 516 gr. 55  (Charpy V-notch impact tested)
bottom SA 285 gr. C
PWHT: yes
X-ray: full
Weld efficiency: 100 percent
Trays: C.S. perforated, number 90, weir height 4 in.
Cold insulation thickness: 5 in.
Flange rating: 150 1b min.
Minimum hydrostatic test pressure: 330 psig
Location: Houston, Texas.

The design and fabrication shall comply with the requirements of the applic-
able subsections of the ASME Pressure Vessel Code Section VIII, Division 1,
1977 Edition, up to and including 1977 Winter Addenda.

2. Shell Thickness Required for Internal Pressure

Shell thickness:
t = PR;/(SE - 0.6P) = (220 X 33.06)/(13,700 - 132) =0.536 + C.A.
=0.536 +0.063 =0.599 in.
Use 3 -in.-thick plate.

P =(13,700 X 0.5625)/(33.06 +0.6 X 0.5625) = 230 psi
Pyne = (13,700 X 0.625)/(33.0 + 0.6 X 0.625) = 256 psi
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2:1 ellipsoidal head thickness, (min.)

tn = PD;/(2SE - 0.2P) = (220 X 66.125)/(2 X 13,700 - 44)
=0.532 + C.A. = 0.532 +0.063 = 0.59 in.

Use 3 =in.-thick plate.

Bottom:

tn = (224 X 66.125)/(2 X 13,700 - 44) =0.542 +0.063 = 0.605 in.

For bottom head use the same thickness as the bottom shell section: 1% in.
thick, as computed from the wind loads.

3. Shell Thickness Based on Combined Wind, Weight and Pressure Loads

Effective shell diameter D,:

D, = (o0.d. column + 10 in. ins.) + (0.d. 6-in. pipe + ins.) + platform + ladder
=(67.25+10)+(6.625+6) +6 + 12 =107.9 in.=9 ft.

Basic wind pressure p = 35 psf. (See remarks at end of example.)

WIND
PRESSURE w=B X D¢ X Py
HEIGHT ZONE (psf) (1b/ft OF HEIGHT)
0’ to 30° 25 w=0.6X 9 X 25 =135

30’ to 50’ 35 w=0.6X9X 35=189

50’ to 100’ 45 w=0.6 X 9X 45 =243

100’ to 170’ 55 w=0.6X9X55=297
Wind loads

1,, = (4M X 12)/(nD* X 144) =0.106 M/D? 1b/in.

At section 2: 1,, = (0.106 X 732,650)/5.5* = 2,570 Ib/in.
At section 3: 1,, =(0.106 X 2,075900)/5.5% = 7,274
At section 4: 1,, =(0.106 X 2,772,500)/5.5% = 9,715
At section 5: 1, =(0.106 X 3,533,900)/5 52 =12.383
At section 6: I, =(0.106 X 3,934,850)/5.5% = 13,790.
Weight loads

Iy = W/12aD 1b/in.
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/\Mp = 5,000 Ib-ft Computation of Wind Loads and Moments
"'l | |’"?7'g hd Wind load (Ib) Shear (Ib) Moment (Ib-ft)
T M, = 5000
2 , 297 X 70 =
s g1 20,790
]
2
20,790 732,650
| @+
160’ £
S
s Q 50 12,150
N
Il
2
32,940 2,075,900
IERE
n 20’ 3,780
2 36,720 2,772,500
1Ll — FF ®
5 2,700
2 39,420 3,533,900
1 \ @_ © 30’
0 13+ I l 1,350
i ®—= 40,770 3,934,850
l Moment at base Mp = 3,934,850 Ib-ft
Fig. 4.23.
At section 2: 1;=94850/(12 X 7 X 55) = 4571b/in.
At section 3: l3=164900/(12X 7 X 5.5) = 795
At section 5: l3=246,850/(12 X 7 X 5.5) =1,190
At section 6: 13 =278,750/(12 X X 5.5) =1,342.

Shell thickness computations

At section 2:
(a) Windward side:

ly-13+PR[2=2570- 457 + (220 X 33.325)/2 = 5,785 Ib/in.
required shell thickness:

t=5,785/13,700 + C.A.= 0422 + 0.0625 = 0.489 in.
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Hoop pressure thickness governs, use %-in. thick plate.
(b) Leeward side:

I, +13=2,570 + 457 =3,027 Ib/in.

Code allowable stress B =13,700 psi in compression (buckling). Actual stress
in compression:

S, =3,027/0.5625 = 5,381 psi.

At section 3:
(a) Windward side:

I, - Iy +(PR/2)=17274- 795 + 3,670 = 10,149 Ib/in.
required ¢ = 10,149/13,700 + 0.0625 = 0.740 + 0.0625 = 0.803 in.

Use % -in.-thick plate.
(b) Leeward side:

1, +1;=7274 +795 =8,069 Ib/in.
Code allowable stress B = 13,700 psi. Actual stress:
S, =8,069/0.8125 = 9,950 psi.

At section 5:
(a) Windward side:

l,-lg+(PR[2)=12383~-1,190 + 3,670 = 14,863 Ib/in.
required # = 14,863/13,700 + 0.0625 = 1.085 + 0.0625 = 1.147 in.

Use 11%-in.-thick plate.
(b) Leeward side:

I, +1;=12383+1,190 =13,573 Ib/in.
Code allowable stress, B = 13,700 psi. Actual stress:

S, =13,573/1.125 = 12,064 psi
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4. Support Skirt Design

(a) Skirt thickness at section 5, based on the attachment weld:
tae =(lw +12)/ES, =13,573/(0.8 X 13,700) = 1.24 in.

Use 13 -in.-thick plate.

(b) Anchor bolts:
At skirt base 6 flare the skirt to 11 ft to accommodate anchor bolt number.

Tension:

L, - 1y = (3,934,850 X 4)/(m X 11.52 X 12)] - [278,750/(n X 11.5 X 12)]
=3,158 - 643 = 2,515 Ib/in.

Required bolt area:

Ap =(mX B.C.X 2,515)/(N X S,)
=(mX 115 X 12X 2,515)/(20 X 15,000) = 3.62 in.2

Use 20 2%-111. bolts with the stress area 4.00 in.?
spacing = (11.5 X 7)/20 =21.8 in.

Maximum stress in bolt under empty condition (W, = 134,800 Ib.):

S§=(3,158~134,800/r X 115X 12) X B.C./N X 4,
=15,450 psi < 18,000 psi

(c) Base details:
Base ring thickness: material A285 gr. C, S, = 16,700 psi no wind, 22,200 psi
with wind.

Wind + operating weight:

Ly +1g = (3,158 X 11.52/112) + (643 X 11.5/11) = 4,122 Ib/in.

Bearing pressure:

p=(, +13)/b=4,122/9.5 = 0.435 kips
ty, =(0.15 X 0.435 X 6.1252 X 20/222)/? = 1 48 in.

Use 13 -in.-thick plate.
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Weight only:

t, =(0.15 X 0.071 X 6.125% X 20/16.7)"/> =0.67 in.

Skirt-to-base weld:

leg size w = (1, + 1g)/fw =4,122/(2 X 1.33 X 13,700 X 0.55) =0.21 in.

Use - -in. fillet weld all around on both sides.
Top ring thickness:

£, = [(4.13 X 15,000 X 4 X 1.25)/(4 X 20,000 X 3.5)] Y2 = 1.05 in.

Use 1 in. thick plate.
All other dimensions taken from Table A3.1 at the back of this book.

(d) Stresses at sharp cone-cylinder intersection of skirt support shown in Fig.
424 (for stress formulas and their derivation see Section 8.6):
At the cone-cylinder intersection:

D =69.75 in.
a =15 degrees
n=1

Windward side, tension:
I=1,-1;=12383-1,190=11,193 Ib/in.
P, = (41/D) = 642 psi
Leeward side, compression:
=1, +1;=-13,573 1b/in.
P, =-778 psi

Stresses in cylindrical shell:

o =(P.R/t) (0.5 £ X/R/t)
=(-778 X 34.87/1.375) (0.5 £ 0.155/34.87/1.375)
=-25254psi and +5,524 psi
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f 5'-6 i.d. J|
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Fig. 4.24. Support skirt detail.

Oom =P.YR/1)*? =-778 X 0.088 (34.87/1375)*2 =-8743 psi < 1.33S,

or - 8,743 - (25,254/2)=-21370 psi < 2§,
Stresses in conical shell:

o1, = (P.R/t) [(0.5/n cos @) + UN/R]t)
=(-778 X (34.87/1.375) [(0.5/1 X 0.964) +0.155/34.87/1 375 ]
=-25,629psi  and -5,155 psi
Om =-8,743 psi < 1338,

or -8,743-25,629/2 =-21,560 psi < 25,
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5. Deflection Due to Wind—Corroded Condition (Fig. 4.25)

Wind load | Wind shear Wind Moment of inertia
moment 4 Remarks
® W (Ib) Q (Ib) M (1b-fo) 1 (ft%)
M, = 5,000
5.5
i.d. L0 20,790 J=ard:  |E=29%10°psi
1 ’ 317 =4.176 X 10° psf
F-I
16
6
| H ® 20,790 {0.733 X 10
o
=
]
= L, =50"| 12,150 463
1B_ A,
16
® 32,940 |[2.076 X 10°
1 L;=40"| 6,480 6.48
1=
6
) ® 39,420 | 3.53 X 10
[ )
equivalent
13 L,=10"| 1,350 I = 7(8.8)° 1%
40,770 |3.935 X 105| = 245.31
- ®
17
Fig. 4.25.
[2079>< 104X 70 5% 10 ]
Y1 =176 % 109 X 3.19 2 =0.0678 ft
52 X 10? 2.079 X 10" X 50 1.215X10*X50 7.33X 10°
Y2 = 5 + + =0.1021
4.176 X 10° X 4.63 8
4% X 10? 329><1o4><40 6.48 X 10® X 40 2.076 X 10°
y3= 5 + =0.0892
4.176X 10 ><698[ 3 8 2
2 39X 10* X 10 135X 103X 10 3.53X 10°
Ya= 1(; [ ! +1 0 +3 10 =0.0002
4.176 X 10° X 245.31 3 8 2
70 X 50 [2.079 X 10* X 50 1.215X 10* X 50 ]
A, = + +733X 10%| =0.2451
172 74176 X 10° X 4.63 2 6
120 X 40 329X 10 X 10 6.48 X 103 X 40 ]
3= + +2.076 X 108 =0.4926
173 74176 X 10° X 6.48 [ 2 6
160 X 10 394X 10* X 10 1.35X 10° X 10 ]
Ay = + +3.53 X 10%| =0.0058
174 7 4.176 X 10° X 245.31 [ 2 6 53

1.0022 ft
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Maximum deflection at the top:
y=12.03in.

12.03/1.70 =7.07 in.

per 100 ft of height in corroded condition (approved by client).

6. Fundamental Period of Vibration—Uncorroded Condition (Fig. 4.26)

10-1¢ thk  40-1% thk ® soqm @ 70°-§ thk ®
}
Ia| 1, =68241ft 1, = 4.956 ft* I, = 3.500 ft*
d B b a
O1® |
2 g
o N X~ K4
/M ® \n 3 &
-
©
N Q ol ~
=
2 3|8 2 ©
< cn)~ T = 3
0 NS (=]
—15' 5’ f=— 20’ 20° 25° 25’ 35"
I 5
Mdx 2 2 @
183 S @ - L —
I~
©
=
o | B .~ 5
"8E g g s s o
22 ° ~ N fro]
g - < ~ /
/ 'Eya

Fig. 4.26.
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Deflections:
12.765 X 10® X 103
= =3.056 f
YaT Tox 105 X 144 S0oeft
4236 X 10°X10° Lol4
YT To9% 105 X 144
0.4769 X 10° X 103
= =0.114
Ye=TI9% 10° X 144
1020 X 103
= =0.030
YdZ59% 10° X 144
y w
POINT (in.) (kips) Wy wy?
a 36.68 95 3,485 127,815
b 12.17 70 852 10,368
c 1.37 82 112 154
d 0.03 30 0.9 —
Swy, Zwy?: 4,449.9 138,337
Period:

T =2m(138,337/386 X 4 ,449)!/2 =1.783 sec/cycle

Say T = 1.85 sec/cycle.

7. Investigation of Possible Wind-caused Vibrations
First wind critical velocity:

V, =3.40d/T =3.40 X 6.38/1.85 = 12.0 mph.

Second critical velocity:

V, =625V, =6.25 X 12 =75 mph > 60 mph.

Equivalent load at top:

F =0.00086 X 35 X 6.38 X 170 X 12* =4,685 Ib.

Moment at bottom T.L.:

FX 160 =752,175 1b-ft.
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Wind moment as computed is higher, no further stress check is required.
Estimated cyclic lifetime:

Longitudinal cyclic stress at BTL: 0.106 X 752,175/5.5% =2,635 Ib/in.
Stress range S, =2 X 2,635/1.125 = 4,685 psi.

Stress concentration factor § =2 0.

Number of cycles to failure: N = (780,000/2 X 4,685)° =4.06 X 10° cycles.
S.F.=20; N/20=2.03 X 108%.

Safe vibration time: (2.03 X 10® X 1.8/3,600) X (1/24 X 356) = 12 years.

8. Field Hydrotest in Corroded Condition

Maximum stress at any point in the vessel should not exceed 0.8 S, during the
hydrotest.

Maximum allowable: S, = 13,700 psi
Yield strength: S, =30,000 psi

Maximum allowable ratio of hydrotest stress/design stress:

0.8 X 30,000

< 1.75.
13,700

Pressures in the vertical column during hydrotest (see Fig. 4.27):

9
16
—T1 @
I 70
6 |
1 @
B_ ] 50
16
1
®
L 40
1
T
3

Fig.4.27.
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Minimum test pressure at top: 1.5 X 220 = 330 psig
Liquid static head to section 2: 71.4 X 0.434 = 31
Test pressure at 2 361
Liquid static head from 2 to 3: 50 X 0.434 = 22
Test pressure at 3 383
Liquid static head from 3 to 4: 40 X 0434 = 18
Test pressure at 4 401
Liquid static head from 4 to bottom: 1.4 X 0.434 = 1

Test at bottom 402

Maximum allowable test pressure for 150-1b
flanges at bottom: 425 psig > 402 psig.

Pressure stress ratios for shell:

T _PR; + 0.60)/t _ Pu(R;+0.61)

<1.75
S,E S, Et
361 (33.063 + 0.6 X 0.5625)
At section 2: RT, = =157<1.7
section 277713,700 X 1.0 X 0.5625 ST<LT5
, 383 (33.063 + 0.6 X 0.8125)
At sect 3: RT; = =1. .
sectiont Ts="3i00x10xo0sizs 1 12<1P
. 401 (33.063 +0.6 X 1.125)
At sect 4: RT, = =0. <l1.
section s=T3700x 10X 1025 0876<LT
P(D; +027)
F : =
or head RT ISEt
. 402 (66.125+0.6 X 1.125) _
At bottom: RT = 2X 13700 X 1.0 X 1.125 =087<1.75
9. Approximate Weights for Design
(1) Operating weight W,:
To section 2
Top head, 3 in. thick, 2:1 ellipsoidal 1,200 1b
Shell, % in. thick, 472 Ib/ft X 70 ft 33,000
Top demister with support 200
Tray supports, 2 in. X % in. thick, 35 Ib/ring X 45 1,600

Manbholes, 2, 20-in., 750 1b X 2 1,500
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Nozzles (estimated) 500
Clips for platforms and ladder (estimated) 500
Insulation, cold, 5 in. thick, 90 Ib/ft X 70 ft (6,300)
Platforms 3, 3 X 25 ft* X 35 Ib/ft? (2,650)
Piping (estimated) (5,000)
Ladder 20 Ib/ft X 70 ft (1,400)
Operating liquid on trays, 1,482 Ib/ft X 45 X (4 + 1)/12  (27,000)
Trays, 310 Ib/tray X 45 (14,000)
W, atsection2 94850 1b
Shell, § in. thick, 660 Ib/ft X 50 ft 33,000
Tray support rings, 25 X 35 Ib/ring 900
Manbholes, 2, 20-in., 800 Ib X 2 1,600
Nozzles (estimated) 500
Clips (estimated) 500
Insulation, 50 ft X 90 Ib/ft (4,500)
Platforms, 2 X 25 ft2 X 35 1b/ft? (1,750)
Piping (estimated) (3,000)
Ladder, 20 1b/ft X 50 ft (1,000)
Operating liquid, 1,482 Ib/ft X () X 25 (15,500)
Trays, 310 lb/tray X 25 ' (7,800)
W, at section3 164,900 1b
Shell, 1;% in. thick, 900 Ib/ft X 40 ft 36,000
Tray supports, 35 Ib/ring X 20 700
Manbholes, 2, 20-in., 850 1b X 2 1,700
Nozzles (estimated) 500
Clips (estimated) 500
Insulation, 90 1b/ft X 40 ft (3,600)
Platforms, 2 X 25 ft? X 35 Ib/ft? (1,750)
Piping (estimated) (3,000)
Ladder, 50 ft X 20 Ib/ft (1,000)
Operating liquid, 1,482 Ib/ft X [(%) X 20 + 10] (27,000)
Trays, 310 Ib/tray X 20 (6,200)
W, atsection5 246,850 1b
Support skirt, flared to 11 ft, 13 in. thick 15,000
Base ring, top ring, stiffeners 3,000
Fireproofing, 4 in. thick (10,000)
Operating liquid in bottom head (1,500)
Bottom head, 2:1 ellipsoidal, 15 in. thick 2,400

W, at base 6 278,750 Ib
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(2) Erection weight:

W, =134,8001b, no trays
W, =162,8001b, with trays.

(3) Shop test weight:
Wy = 134,800 + 162 ft X 1,482 Ib/ft = 375,000 Ib.

(4) Field test weight:
W =278,750 1b - ins. 14,400 1b + 122 X 1,482 Ib/ft = 445,150 Ib

10. Remarks

1. When computations for shell thickness were first computerized, the ten-
dency was to step up the shell wall by i% in. to save on material as much as
possible. The result was too many shell sections with different thicknesses. This
did not prove to be most economical and practical for fabrication and deflection
computations. Usually, to divide a tall column into three to five sections has
proved to be satisfactory.

2. For simplicity the standard ASA A58.1-1955 was used in computing the
unit wind load in Fig. 4.23. The unit load w can be computed by the standard
ASA AS58.1-1972 without any effect on the computation procedure of the shell
thickness.

3. These computations cover the general features of the design. It is expected
that careful attention will be given to the preparation of the weld and other
details, as well as to materials quality control, fabrication, inspection, and tests.
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Supports for Short Vertical Vessels

5.1. SUPPORT LEGS

General Considerations

Small and medium-sized vertical vessels, located on the ground and limited to
the dimensions given in Table 5.1 are usually supported on uniformly spaced
columns called support legs. If a short vessel is located above ground on struc-
tural steel construction or if connected by piping to a reciprocating machine
(piston compressor), it is usually supported on a skirt to avoid any vibration
problems. To allow good access under the vessel, even for larger-diameter vessels
the number of the support legs is held to four, braced against the wind, unless
a larger number of legs cannot be avoided.

The structural shapes used for support legs are equal leg angles and I-shapes.
The two different ways to weld the angle supports to the vessel shell are shown
in Fig. 5.1. The position in (a) offers a greater moment of inertia in resisting the
external loads on the vessel. However, the angle leg has to be adjusted to the
shell curvature for welding. For larger and heavier vessels, I-shapes are used for
support legs. Again there are two possible ways to weld them to shell as shown
in Fig. 5.2. The I-shapes in (b) are easier to weld to the shell, but support legs
welded as in (a) can carry much heavier eccentric external loads. Their required

Table 5.1.
PRESSURE STORAGE
VESSELS TANKS
T Maximum D 6’0" 12°0”
D= 4 Maximum H/D 5 5
L Maximum L /D 2 as required
Ly Number of legs:

-

N=3forD <3'6"
N =4 forD > 36"

L
] N =6 or 8 if required

Maximum operating temperature = 650°F

133
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I >>1, W

(a) (b)
Fig. 5.2.

adjusting of the flange to the shell contour can be minimized by using shapes
with narrow flanges. Occasionally steel pipes are used for large storage tanks, as
shown in Fig. 5.3. Round pipe is particularly suitable for a column, since it
possesses a high radius of gyration in all directions and has good torsional
resistance. The inside of a column pipe is usually left unpainted, since the seal
welds on both ends will be adequate for protection against atmospheric damp-
ness and corrosion. Centroidal axes of pipes used as legs coincide with the center-

Fig. 5.3.
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line of the vessel shell. This eliminates the eccentricity e in the column and
base-plate computations.

The immediate task of the designer is to determine by a stress analysis the re-
quired dimensions of the following parts:

support-leg columns,

. base plate,

. leg-to-shell weld size,

. leg-to-base plate weld size,

. stresses in the vessel shell at supports,
. size of anchor bolts.

Support-Leg Columns

The loads imposed on support legs are vertical and horizontal, due to weight and
wind or seismic forces. The wind force P,, is computed by multiplying the
vertical projected exposed area of the vessel by the wind pressure for the loca-
tion times the shape factor. The minimum wind pressure is usually taken as
20 psf, which corresponds approximately to a wind velocity of 100 mph. If the
vessel is located in a region subjected to earthquakes, the seismic force P,
acting on the vessel will be equal to the weight of the vessel times the earth-
quake coefficient ¢ described in Chapter 1.

The computed wind load is horizontal and is assumed to be acting in the
centroid of the projected exposed surface. The earthquake load P, also acts
horizontally on the center of gravity of the vessel (see Fig. 5.4).

Generally, there are no additional moments from piping or other equipment
to be considered. The tops of the support legs are assumed to be welded to a
rigid vessel wall that is actually flexible. The anchor bolts are initially pre-
tightened, and as long as some compression between the base plates and the
foundation exists due to weight and the initial bolt load, the vessel will have a
tendency to overturn about the axis A-4 (Fig. 5.4) as a neutral axis and the
reactions in the columns due to the overturning moment M} will be proportional
to the distance from the axis 4-4.

The vertical reactions C in compression and 7 in tension at the support base
consist of (a) vessel weight, assumed to be equal to W/N, and (b) reaction to the
overturning moment Mj,.

Using Table 5.2, the following results can be derived. The maximum total
axial load at the leeward side (compression) is

C, =(W,/N)+ (4My/NDp)  operating conditions
Cr=Wg[N test conditions.
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direction

i
of wind
or quake

Section a-a

Elevation

Moment at base: M, =P(H + L)
Momentat T.L.: M, =PH
£1=21, +2i,

Fig. 5.4.

Table 5.2. Maximum Vertical Reaction R on Support Column Due to
Overturning Moment M about Axis A-A.

3 columns 4 columns 6 columns 8 columns
@ @
</ I A
% @
R =2M/3D, R = M/2D,

M = RD, + 2(R/2)(D, /2)

The above results can be expressed by the general formula R = 4M/ND,, .
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The maximum axial load on the windward side (uplift) is

To =-(Wo/N)+ (4My/NDy)  operating conditions
T, =-(We/N) + (4Mp/NDp)  empty.

The eccentric loads P, and P, at column top are

P, =(W,/N)+ (4M,/ND) operating conditions
P, =Wg/N test conditions

P, =4(M,/ND) - (W,/N)  operating conditions
P, =4(M,/ND) - (W./[N)  empty.

For computing the lateral load F per column from the force P, the deflections
at the base of all columns under load P are assumed approximately equal to

F=PI|ZI

where [ is the moment of inertia of the column cross section about the axis
perpendicular to the direction of the wind or earthquake and X[ is the summa-
tion of the moments of inertia of all column cross sections about the axes
perpendicular to the direction of the wind or quake.

To determine the maximum stress in column the column size has to be first
selected. Because of number of variables a direct choice of the size is not feasible
and successive trials must be made to select the most economical and safe
section.

Combined Column Stress in Compression.
(a) Operating conditions:

Axial compression: fa=C/A,

where 4 is the cross-section area of the shape.

Bending: f5 = [Prel(xle)] + [FGLY(L/O)],

where I, /c is the section modulus resisting bending of the selected shape. The

length %L was arbitrarily selected to reflect the partial restraining influence at
the leg base.
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(b) Test conditions:

Axial compression: fa=Wr[NA.
Bending: fp = Wre/N(,/c).

Maximum Compressive Stress in the Column:

f=fatfs.

Since the allowable unit stress F, in column for axial loads only is not equal
to the allowable unit stress Fj, in bending in the absence of an axial load, the
question now arises to what value should the total combined compressive stress
in column f be limited. To require that f should be no larger than the smaller
of the allowable values of F, or Fj, would certainly be conservative and easy to
apply. Specifications of some engineering companies do make this requirement,
the smaller allowable value usually being the axial allowable stress F. -

However, a more widely used procedure is the straight-line interaction method
used in AISC Handbook [34]. This method of determining the limit stress,
without determining the principal stresses, is based on the assumption that if a
certain percentage of the strength of a member has been used for axial com-
pression load, the remaining percentage may be used for bending:

[(falFa) *+ (fb/Fb)] <1 for fo/F,<0.15
{(fal Fa) + [Con fol(1 - ful Fe) Fp1} <1 for  fo/Fa>0.15.

For good design the expressions on the left should be close to one. The value of
Fp can be taken as 0.6F), the yield strength; the reduction factor C,, con-
servatively equals one. The allowable stress F, as well as F, can be obtained
directly from the AISC Manual; they depend on the slenderness ratio kL/[r
and kL[r, and the yield strength Fy. The allowable unit stresses Fg, Fp,
and F,, can be increased by one-third if the calculated stresses f, and fp are
computed on the basis of wind or seismic loads in combination with dead loads.
The end conditions of the support legs, which specify the effective length factor
k, have to be evaluated by the designer and are subject to differences of opinion.
The bottom end of the leg is flat-ended and bearing against the foundation. The
anchor bolts are rarely designed to be moment resistant. Theoretically, such a
flat end is equivalent to a fixed end, unless it kicks out and bears only on one
edge instead of on the whole surface. In practice, a flat-ended column is less
restrained at the end than required for full fixity. The support leg can therefore
be approximated by a column with end conditions between one end guided,
the other at the base fixed (k = 1) and one end guided, the other end hinged
(k =2). The value of k=15 is recommended here. If the translation of the top
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is prevented by diagonal bracing, both ends are partially rotationally restrained
and a smaller value for & could be assumed.

Base Plates

Base plates are primarily used to distribute large, concentrated vertical loads into
the concrete foundation so that the concrete is not overstressed and to accomo-
date the anchor bolts. They are shop welded to the support legs.

The loads used in connection with angle support legs are too low and practical
dimensions for base plates are usually selected. I-shape columns are used for
larger loads, and the stress distribution between the column and the base plate
and between the base plate and the concrete pedestal cannot be accurately
determined analytically. However, under an axial column load alone the bearing
pressure between the base plate and the concrete base is assumed to be uni-
formly distributed. The total downward load on the foundation is the sum of
the initial tensile load NVF; in the anchor bolts and the column loads. The size of
the anchor bolts is usually not to large, and the effect of F; is neglected. The
maximum compressive unit pressure between the base plate and concrete is

p = (Clab) * P,(d[2)/(a® b/6).

This equation can only be used if Clab =P, (d/2)/(@*b/6), since a tensile stress
cannot develop between the base plate and the concrete. This is true in most
practical cases, but the difference is small enough to make possible a base plate
where the anchor bolts are not required to resist the moment P, (d/2), (see
Fig. 5.5 and ref. 108). Dimensions 4 and b in Fig. 5.5 for the base plate are
first selected to suit the column shape.

—ef— a2 x

"\ a 1 in. min.
' 1
ol ! .'/ | 1fin. min.
base plate b .
; 1 T B
i r 1N 1 0.80h—
NPT R PR e S Y I t |
K c n
f _
prnax m
i 0.95d
et — /3
critical Section a-a
section

Fig. 5.5.
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The load C and the moment P, (d/2) are assumed to be counteracted by the
base reacting moment Ce:

Ce=P,(d[2) or e=P,d[2C.
The required K dimension in Fig. 5.5 is
K =3][(a/2)- e]
and from
K =C/(pb/[2)
the bearing pressure is
Pmax = 2C/Kb < Fp =025f,

where F), is the maximum allowable bearing pressure on concrete, per AISC
Manual Section 1.5.5. Otherwise the dimensions @ and b have to be increased.

Base-Plate Thickness. To determine the base plate thickness ¢ the AISC
method is usually used [34]. First, the dimensions m and n in Fig. 5.5 are
computed:
m=1(-095d)

%(b - 0.80h).

n

Second, the projected portions m and n are considered as uniformly loaded
cantilever beams. Using the dimension m or n, depending on the position of the
I-shape, the column base plate thickness is computed as follows:

Sp =M|Z = (pm?[2)/(t}/6) = 3pm®)/1},
tp =m (orn) X 3p/Sp)*/? in.

where S}, is allowable bending stress for the plate material (for carbon structural
steel S, = 0.6 times the yield strength), and

p=CQK - m)[bK>

is the average bearing pressure acting across the projected length of m.
The computation assumes that the base plate is in full contact with the con-
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crete pedestal. Base plates computed in this manner are usually satisfactory for
the uplift condition. Minimum base plate thickness is not less than 0.5 in.
Leg-to-Shell Connecting Weld Size

Under operating conditions in Fig. 5.4, the shear in the weld is
fs=Pi/Q2L, +h).
The bending stress is

fo =(Cd[2)+ (FLIH))/Z,,,

where Z,, is the linear section modulus of the weld (see Table 10.3). The total
combined stress in the weld is

=03 + )2,
The size of the weld leg is

w=flfw,

where f,, is the allowable unit force for fillet welds.

Base-Plate Attachment Weld

The column base plate and the column with milled end are in contact when
welded and the vertical force and moment are directly transferred from the
column into the base plate. If the column end is not milled the connecting
weld must transfer the entire column load into the base plate.

The uplift forces T, and T, and the shear force F are usually not large enough
to govern the weld size and the minimum size of % in. continuous or intermit-
tent weld is satisfactory.

Stresses in the Shell

Unfortunately, an exact, workable, analytical solution of the local stresses at
the leg-to-shell junction is not available at present time. The support legs for
short vertical drums are usually welded to the shell in the region reinforced by
the end closure. In addition to the general longitudinal stress in the shell, high
localized stresses are imposed on the shell through the welded joint. An estimate
of the average maximum stress in the shell can be made as follows.
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leg-to-shell
connecting weld

F—h_— \girth seam grind

flush under the leg

Fig. 5.6.

(2) The approximate maximum general longitudinal stress in shell at section
a-a in Fig. 5.6.is

Sy, =(4M,/nD?tE) + (PD/4tE) - (W[tnDE)  in tension,
where E is the shell weld joint efficiency and P is operating pressure, or
Sy = (4M,/nD?*t) + (W/tnD)  in compression.

(b) The maximum localized stress to cause buckling above the leg top at
section b-b is

Se =Py[Lyt
< maximum Code allowable stress for axially loaded cylindrical shells
in compression
where

L, =h+2(RH?

is the effective resisting length.
(c) The moment [(FL/4)+ (Cd[2)] can be used for determining the stresses in
shell by method discussed in Chapter 7 or in ref. 105.

If the resulting stresses in the shell are too high, a reinforcement by rings or rein-
forcing pads must be provided. Increased thickness of the bottom shell section
is often sufficient to decrease the stresses.
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Size of Anchor Bolts

Anchor bolts are designed to resist the uplift forces and to secure the legs in
position. The shear load is small and is resisted by friction. The required bolt
tension area 4, per leg is given by

Ap =(1/NS,)[(4Mp/Dp) - W] in.?

where

W = either operating weight W,, or empty weight W, Ib,
Sq = allowable tensile stress under operating or empty conditions for bolt,
N = number of leg supports.

If W>4M/Dy, no uplift exists and the minimum practical bolt size, usually
%—1 in., can be selected.

5.2. SUPPORT LUGS
Support Lugs without Stiffening Rings

Support lugs (Fig. 5.7) are limited to vertical pressure vessels with small to
medium diameters (1-10 ft) and moderate height-to-diameter ratio (H/d =
5-2). They are usually supported on structural steel or columns. If the operating
temperature is high, thermal expansion of the shell cannot be absorbed by the
supporting structure, and high stresses would consequently be induced in the
shell, special sliding bearing plates are provided to reduce friction (see Fig. A1,
Appendix A4). On small drums the top bar in Fig. 5.7 can be omitted. On larger,
heavy vessels high localized stresses would develop at the tips of the gusset

top c
bar «b G gusset ‘| |‘,.:/~_
neutral
I neutra
T
1
i“l T | (1
t ! 1
SR |
]
L1 .
— A LA
a4
center of -7 base
support area plate Ly =bsina
\' e=(d-b/2)sin a
Section a-a F =1oad per lug

Fig. 5.7. Detail of support lug.
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plates. The base plate has to accommodate one or several anchor bolts. It could
be stress checked as a uniformly loaded rectangular plate with one edge free and
other three supported. The gusset plates can be assumed to be eccentrically
loaded plates. Combined stress in one gusset due to the load F/2 consists of
bending stress and direct compressive stress. From Fig. 5.7,

(F[2)d=Rdsina and R=F[2sina
and the maximum compressive stress is
S¢ = (R[Lytg) + (6Re[L7ty).
The gusset thickness g is then given by
tg = F(3d - b)/S,b? sin® «

where S, is the allowable stress in compression.
The top bar can be assumed to be a simple supported beam with uniformly
distributed load Fd/h. The bar thickness ¢, is then given by

S = 6M/t,c* = (6/t,c*)(Fda/8h)
or
t, =0.75 (Fda)|Syc2h

where

¢ =2 in. min. and 8¢, max.
Sp = the allowable stress in bending for the bar material.

The weld attaching the lug to the vessel carries the vertical shear load F and
moment Fd.

Example 5.1. Design the support lugs for the vertical drum shown in Fig. 5.8,
with the following design data:

design pressure: P =420 psig
design temperature: 150°F
shell plate allowable stress: S, = 15,000 psi
structural steel allowable stress: S, = 20,000 psi
weights: operating, W, = 122 kips > Wr

empty, W, =47 kips
wind design pressure: 40 psf, shape coefficient 0.6
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permanent f— 70" —f
frame trolley
2k
74 / \
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_—’
pipe
3’ thrust
96" i.d. 1%
9’6"
T
20
4
6
' F
t, ]
: 1235 ! Fig. 5.8.

effective drum diameter for wind loads: D, = 12.5 ft
wind pressure per foot of vessel height: w =40 X 0.6 X 12.5

=300 Ib/ft
4 lugs required.
1. Wind loads.
SHEAR ARM M
DESCRIPTION (kips) (ft) (kips-ft)
Wind on vessel
3001b X 10 ft 3.0 5 15.0
Wind on frame
40 X 8ft X 3 ft 1.0 15.5 15.5
Trolley 2% x 7 ft - - 14.0
Pipe thrust 5.0 15.0 75.0
Total at lug 9.0 - 119.5

2. Maximum F force on one lug.

F=(4M[Ndp) + (W,/N)

=(4X 119.5/4 X 12.3) + (122/4) = 9.7+ 30.5

=41 kips.
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A7

1
=

Ly
| 1
Lfi“ L=22in.
A ;= 0.289 X 0.625
15

Fig. 5.9.

By inspection, uplift <0. Use minimum bolt size per lug =1 in. diameter, one
per lug.
3. Support lug (Fig. 5.9).
(a) Base plate: Bearing pressure,
p =41,000/12 X 15 =228 psi.

Maximum stress in base plate [46],

o =ppb*t? =0.72X 228 X 12%/1.1252
= 18,700 psi < 22,000 psi.

For 15/12=1.25,=0.72.
(b) Top bar plate thickness:

t, =0.75 X 41,000 X 15 X 15/20,000 X 42 X 19
=1.14in.

Use 11 -in.-thick plate 4 in. wide
(c) Gusset plate thickness:

1z =41,000(3 X 15 - 17)/9 885 X 17* X sin? 54° =0.61 in.
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where allowable compressive stress is

18,000 .
“‘—]*W =9 885 psi.
1+ -

18,000 \ r

(d) Size of the lug-to-shell weld:

S, =

shear: fi = F|L,, =41,000/(2 X 18 + 2 X 15) =621 Ib/in.
bending: £, = (41,000 X 15)/[15 X 19 + (19%/3)] = 1,520 Ib/in.
combined:  f=(f% +f3)"/? =1,640 1b/in.

weldleg:  w=1,640/0.55 X (20,000 X 0.6) = 0.249.

Use 1 in. fillet weld both sides for top bar and base plate, % in. 50 percent

intermittent for gusset plates.
4. Stresses in Shell (see Chapter 7).
c=3(15X20)"*> =88, B=c/r=88/57.7=0.15,
vy=r/t=57.7/1.625=355

Maximum bending stress:

M,
:C _
Op Lt tzrﬁ
=0.355(41,000 X 15)/1.625% X 57.7 X 0.15

=9,550 psi.
Combined stress:

0=9,550+ (420 X 57.8)/1.625 = 24,490 psi < 28,

Supporting Lugs with Full Reinforcing Rings

If stresses in the shell at the supporting lugs are too high and a reinforcing pad
cannot satisfactorily be used, or if even a small deflection of the shell is objec-
tionable (as on internally insulated piping), full circular reinforcing rings are
used.

As an additional safety factor the stiffening effect of the adjacent shell zone is
neglected and the required force and stress analysis is simplified. There are
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several disadvantages to reinforcing rings as compared with reinforcing pads or
increased shell wall thickness. Since rings are much stiffer than the shell they
introduce discontinuity stresses when the shell is pressurized. At high operating
temperatures they act as fins and have to be properly insulated. They protrude
from the shell and can interfere with piping or other equipment. Material used is
either low-carbon structural weldable steel or of the same quality as the shell.
The following example will describe the design procedure for sizing the ring
stiffeners.

Example 5.2. A vertical, 72-in.-0.d., internally insulated pipe section with two
supporting lugs (Fig. 5.10) is to be supported on two lugs with maximum load
W = 10,000 Ib. Determine the size of the stiffener rings.

Description of the Procedure. The vertical force W/2 per lug can be assumed
to be resisted by the shear in the welds connecting the gusset plates to the pipe.
The moment Wd/2 is carried into the rings as the force P equal to wdj2(h +t,)
acting in the plane of the ring curvature. No loading in the plane perpendicular
to the plane of the ring is assumed. (The ring design can be used as a circular
girder for large-diameter storage tanks where they are designed to carry loads
perpendicular to the plane of the ring curvature.) The force P acts radially
outward on the lower ring and inward radially on the top ring, as shown in
Fig. 5.11. If a ring is subjected to equally spaced forces P in its plane, the maxi-
mum bending moment M, is at the points of loads given by

M, = 1PR[(1/a) - cota] =K, PR,
where R is the centroidal radius of the ring.

le—72" 0.d.—=
—-{c

/%OL gussets
ARANN
Pl 1\ _%,

= = 7 !
! ;
w
2 l’d’ § bolt hole

and assumed
point of support

M

Fig. 5.10. Pipe section of Example 5.2. Top ring is continuous, bottom ring is continuous
between the base plates.
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Fig. 5.11. Top stiffening ring.

The angle between the loads P is equal to 2a. In addition to the bending
moment M, a tangent (axial) thrust T, is induced in the ring at the load points:

T, =@cota)2=K,P.
T, stresses the ring bar in tension if P forces act outward or in compression if

P forces act inward.
The resulting combined stress at the load point is

0y =(Ty/a) + M, ]Z,)<S,

where a is the cross-section area of the ring stiffener and Z, is the ring section
modulus about the axis x-x in Fig. 5.11. The bending moment at midpoints
between the loads is

M, =(PR/2)[1/sin a - (1/a)] =K3PR
the axial thrust is
T, =(P/2)(1/sin @) =K, P
and the combined maximum stress is
0, =(T2/a) + (MZ/Zx) <Sg.

The coefficients K;, K,, K3, and K, are evaluated in Table 5.3. The direct
shear V at the load point is not algebraically additive to the bending and tension
stresses and is usually small enough to be disregarded. The computed stress in

the ring will be smaller than actual, since the shell effect is neglected; however,
the forces P are transferred into the rings eccentrically, causing additional
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Table 5.3. Values of K, K,, K3, and K.

NUMBER OF
SUPPORTS K, K, K, K,

2 0.318 0.0000 0.182 0.500

3 0.189 0.289 0.100 0.577

4 0.137 0.500 0.070 0.707

6 0.089 0.866 0.045 1.000

8 0.066 1.207 0.034 1.306

stresses. Substituting the numerical values & =12 in. and d = 6 in. at load point
into the above equations: M; =0.318(5,000 X 6/12) X 37.5 =29,900 Ib-in. and
the required Z,. = 29,900/20,000 = 1.5 in.3. Use 3-in.-wide X 1-in.-thick ring.
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Design of Saddle Supports for Large
Horizontal Cylindrical Pressure
Vessels

6.1. GENERAL CONSIDERATIONS

Ideally, the saddle supports for long horizontal vessels should be located to cause
the minimum stresses in shell and without required additional reinforcement.
The actual location of the saddle supports is usually determined by the piping
and platform layout. Most of the large horizontal cylindrical vessels are sup-
ported by two saddles, preferably with 120 degree contact angle, usually on
concrete columns; sometimes the vessel can rest directly on two concrete piers.
Any settlement of the supporting structure does not change the distribution of
the load per saddle. (If multiple supports are used the reactions at saddles are
computed from the theory of continuous beams and increased by 20-50 percent
as a safety factor for settling of the supports.)

The cylindrical shell thickness is determined by the tangential stress due to the
design pressure. Since the maximum longitudinal stress (PR/2f) is only half of
the maximum tangential stress, one-half the shell thickness is available for the
longitudinal bending stress due to weight or other loadings at the midspan or
in the plane of the saddles, assuming the vessel to behave as its own carrying
beam. The load must be transferred from the shell to the saddle. The saddle
reactions are highly concentrated and induce high localized stresses in the shell.
Their intensity changes with the distance of the saddles from the vessel end
closures that reinforce the shell with their own stiffness, keeping the shell
round. The exact analytical solution of the localized stresses in the shell above
the saddles would be difficult and it is not at present available. The most fre-
quently used approximate analysis, with theoretical conclusions supported by
strain gauge measurements, was published in ref. 53 and is substantiated in
ref. 102. The discussion which follows is a summary of this method.

6.2. MAXIMUM LONGITUDINAL BENDING STRESS IN THE SHELL

A horizontal vessel resting on two supports can be analyzed as a beam resisting
the uniform load of the weight of the vessel and its contents by bending.

151



152 PRESSURE VESSEL DESIGN HANDBOOK
assumed ineffective ¢ 3
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(a) Loads and reactions Section a-a
6 = angle of contact, degrees
H = depth of head, ft.
b = width of saddle, in.
{ 2A = effective portion of shell above
f saddle, rad.
m, R = radius of shell, ft.

(b) Schematic moment diagram

NV

r = radius of shell, in.
t = shell thickness, in.
ty = head thickness, in.
L = shell length, ft.
Xo =rsin A/A
Q = load per one saddle, 1b.

Fig. 6.1. (Courtesy of Welding Journal.)

If the total weight is 2Q and the equivalent length of the vessel is taken as
L + (4H/3) in Fig. 6.1, then the weight per linear foot of the beamis w = 20/[L +
(4H/3)]. The liquid in the heads can cause only shear at the head-cylinder
junction; this can be corrected for by adding a force couple acting on the head.
The load and the moment diagrams are shown in Fig. 6.1. The maximum bend-
ing moments occur over supports and at the midspan.

Maximum Longitudinal Bending Stress S; in the Shell at the Midspan

The bending moment M, at midspan is

Ml =W(

L 1(L 2H A R (2wH\ (3H
2 )5(5' )‘WTA“WAT‘VRZ‘(T)('S‘)
_ 20 [@-2ap 2, a4 R’—Hz]
L+4H/3[ 8 37475 4
g{uz[mz - H*)/L*] __4_4}
4 1+ (4H/3L) L

= K, (QL/4) Ib-ft.
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The value of K, the expression in braces, depends on A/L, with the distance 4
being the variable. All lengths are in feet and load Q in pounds. The section
modulus is taken as Z, =nr*¢ in in.3; the resulting bending stress S, at the
midspan is given by

Sl =i12M1/Zl =i12QLK1/47Tr2t
or

S; =+30LK,[nr*t psi.

The maximum stress S, is either in tension (shell bottom) or compression (shell
top).

Allowable Stress Limits. The tensile stress +S; combined with the longitu-
dinal pressure stress PR/2¢ should not exceed the allowable tensile stress of the
shell material times the efficiency of the girth joints. The maximum compressive
stress -§; occurs when the vessel is filled with the operating liquid and under
atmospheric pressure. It should not exceed the Code maximum compressive
stress for cylindrical shells.

Maximum Longitudinal Bending Stress S; in the Shell in the
Plane of the Saddle

The bending moment in the plane of the saddle M, is equal:
2H 2 - H?
a, =20 [ 444 R ]

DAY R BN 4

1- (4/L) + [R? - H? )/2AL]}
=04 11 - b-ft.
0 { 1+ [4H/3L] Io-ft
If the shell section above the saddle is unstiffened and forced to deflect, the
high local tangential bending moments at the horn of the saddle render this sec-
tion ineffective in bending to some degree. The effective arc of the unstiffened
shell in bending is assumed to be

Y B
2A_2[180(2+6)] rad

and the effective section modulus Z, can be determined from Fig. 6.1:
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Z, =1c,

=r3t{A+sinAcosA— (2 sin? A/A)}
r[(sin A/A) - cos A]

L [A +5sin A cos A - (2 sin? A/A)]
w[(sin A/A) - cos A]

in3
for the tension side

. The stress S; is then

S| =12M,/Z,

_30L {14 [1 - U+ R —Hz)/zAL]
ar*t | L 1+ (4H/3L)

(sin A/A) - cos A

A+ sin A cos A - (2 sin? A/A)]}
=+3QLK [nr*t psi.

K, and K}

ol

0.06

008 0.10 0.12

014 016 0.18 020 022
A/L

Fig. 6.2. Plot of longitudinal bending moment coefficients K; and K 1- Dimension 4
should not exceed 20 percent of L. (Courtesy of Welding Journal.)
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The value of K;, the expression in the braces, varies mainly with the ratios A/L
and H/L and the angle A. Both K, and K; can be plotted as constants for cer-
tain set of conditions. Assuming H =0 for K, and H =R for K; and R/L =0.09
as a maximum value, the values of K; and K, are plotted in Fig. 6.2.

If the shell is stiffened by a ring stiffener in the plane of the saddle or by
rings adjacent to the saddle, or if the saddle is close enough to the end closure
(A <R/2) the effective angle 2A extends over the entire cross section, the sec-
tion modulus is

Z=nr*t
and the maximum stress is
Sy =+12M, [nr* ¢t psi.

Allowable Stress Limits. The tensile stress S; combined with the pressure
stress PR/2t should not exceed the allowable tensile stress for the shell material
multiplied by the joint efficiency of the girth seam. Maximum compressive stress
S1 should be less than the Code allowable stress in compression.

6.3. MAXIMUM SHEAR STRESSES IN THE PLANE OF THE SADDLE

The distribution and the magnitude of the shear stresses in the shell produced by
the vessel weight in the plane of the saddle will depend a great deal on how the
shell is reinforced.

Shell Stiffened by a Ring in the Plane of the Saddle Away from
the Head (A > R/2)

If the shell is made rigid enough with a stiffener the whole cross section will
effectively resist the load-induced shear stresses.

The load V in Fig. 6.3. is the total vertical load on the left side of the ring
in section a-a and is equal to

V=0-1{20/[L +(4H/3)]} (A +H)=Q(L - 24 - H)/(L + H).

The shear force across the section per unit length of arc (shear flow) g, varies
directly with the central angle ¢ and is given by

qo = Vsin ¢/nr Ibfin.
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max. g = V/ar
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Fig.6.3. Shear diagram for shell stiffened with a ring in the plane of the saddle. (Courtesy
of Welding Journal.)

The total vertical load is

2 f (Km) (sing)rdep="V.
0 nr

The shear stress at any point adjacent to the stiffener will be

Sz =qo/t =V sin ¢/nrt

_Q|L-24-H) o ok, 2|24 H
wrt L+H sin ¢ =K rt L+H ]’

The maximum value K, = (sin ¢)/m occurs at ¢ =90 degrees and K, =1/m =
0.319, hence

g 03190 [L—zA—H] y
2 rt L L+H pst.

Shell Not Stiffened by the Head (A > R/2) or Shell Reinforced by Two Ring
Stiffeners Adjacent to the Saddle

Again the effective cross section of the shell resisting the shear stresses is taken
to be reduced, with the maximum shear at the tip of the saddle. The arc of the
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Fig. 6.4. Assumed distribution of shear stresses in an unstiffened shell above the saddle.
(Courtesy of Welding Journal.)

effective cross section is assumed to be 24 =(2a/180)[(8/2) + (8/20)] or
2(m - a) in Fig. 6.4. The shear diagram is the same as for the stiffened shell,
with the summation of the vertical shear on both sides of the saddle equal to
the load Q:

7r -
Qssin ¢, . )
2-(; [r(ﬂ'-a+sinac05a}rsm¢2 de, =0.

With load V on one side of the saddle, the shear force is
V sin ¢,
r(m- o +sin a cos @)

) Q'sin ¢, [L— 24 —H]

r(m - o+ sin « cos @) L+H

q2 =

and the shear stress is

I

Sy = (K30/rt)[(L - 24 - H)/(L + H)] psi

where K =sin ¢,/(m - a+sin a cos o). The maximum value of K > occurs at
¢, = a, for § = 120 degrees, K5 =1.171 and for 6 = 150 degrees, K5 =0.799.
The angles in formulas with trigonometric functions are in radians.
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Shell Stiffened by Heads (A < R/2)

If the saddle is close to the end closure the shell is stiffencd on the side of the
head. A large part of the load Q inducing the tangential shears will be carried
across the saddle to head and back to thc hcad side of the saddle, with an
assumed distribution as shown in Fig. 6.5.

The shear forces g5 due to the saddle reaction Q are resisted by an arc 7 - «
shell slightly larger than the contact angle 8/2 of the saddlc and are acting
upward.

The shear forces in the reinforced section ¢, are acting downward. The resul-
tants of the vertical components of both shear forces must be equal:

5 2[ (Qsin¢2>< @- sina cos a )(sin¢2)rd¢2ZQ(a~sinacosa)/7r.

mr - atsinacos o

The shear stress in the shell arc from « to 7 is given by

St =q /tz(Qsinqﬁz)( o - sin o cos « )
2 3 Trt - a+sinacosa

or
, KII
S5 = L1 psi
rt
y
Gt
Qssin ¢,
9 = T ar
o B
o
EEVAIR .
max. g3
0/2_| 0/2
y
Q

_Qsing, [_a—sinacosa
9= "7 [w—oz +sin acosa]
Fig. 6.5. Shear distribution in a shell reinforced
¢ = general angie by its heads. (Courtesy of Welding Journal.)
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in the shell plate and

v _ K30
Sy =—2% psi
rth

in the head plate, where

K" = sin¢2)( o - sin & cos a >
27 . .
™ 7 - o+ sin a cos a

The value of K, is maximum when ¢, =a. For § = 120 degrees, maximum
K’ =0.880; for 6 = 150 degrees, maximum K =0.485.

Allowable Stress Limits. The tangential shear stress should not exceed 0.8
times the allowable stress in tension.

6.4. CIRCUMFERENTIAL STRESS AT THE HORN OF THE SADDLE

The saddle reaction Q causes tangential shear forces in the shell cross section in
the plane of the saddle, as evaluated in the previous section. These forces origi-
nate tangential bending moments and bending stresses in the shell, with the
maximum bending stress at the tips of the saddle. Using the solution for bending
moments in a ring with symmetrically applied tangential forces (g = Q sin ¢/nr)
an approximate solution can be derived for maximum stresses in an unstiffened
shell and a shell reinforced by its end closure (see Fig. 6.6).

In the ring portion of uniform cross section fixed at the saddle horns, the
circumferential moment My, at any angle ¢ is given by

o ¢, 3sinf cosp sin §
M¢,—ﬂ{cos¢+2sm¢ 2 8 + 3 (cos¢ B)

1

4

[9 ___4-6(in B/8)? + 2 cos? B ] }
(sin B/B) cos B+ 1 - 2 (sin B/B)*] )

The moment M, is maximum at ¢ = 3:
Mg = K¢ Qr lb-in.
where K is the expression in braces divided by 7, with 8 substituted for ¢.
The shear forces in an unstiffened shell are not distributed as in a stiffened

shell, but are more concentrated at the tip of the saddle, giving bigger tangential
shear stresses but smaller bending stresses.
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Fig. 6.6. Load and circumferential moment Mg diagram in the shell ring in the plane of the
saddle. (Courtesy of Welding Journal.)

To be able to utilize the derived equation for My and to bring the resulting
bending stresses in the shell in agreement with the actual measured stresses, a
fictitious resisting width of shell plate is taken as equal to 47 or L/2, whichever
is smaller.

Further, to include the reinforcing effect of the head, the coefficient K¢ in the
equation for Mg was adjusted to K3

Mg =K;Qr,
where

K3 =K6 for A/R >1
Ky =Ks/4 for A/R<0S5

gradually increasing between the two values. A plot of K is shown in Fig. 6.7.
The resulting bending stresses in psi are

Mg _, 6KsQr _ 3K3Q

= =+ =+ =
Sp 7 e Y for L >8R
6K;0R 12K50R
=% =+ f .
So=% " pn e or L <8R

The compressive stress due to the direct reaction P has to be added and was
assumed to be equal to Q/4 for shells without stiffeners. However, the resisting
width of the shell wall was taken only as the saddle width plus 5¢ on each side
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Fig. 6.7. Plot of circumferential bending moment coefficient K3 for maximum stress at
saddle horn. (Courtesy of Welding Journal.)

of the saddle, since the reaction P is located at the tip of the saddle. (A more

liberal value of 0.78+/r7 each side of the saddle instead of 5¢ can be used [125].)
The resulting direct stress is

S, = Q2 .
4t(b + 10¢)
Since the sum of the two stresses is maximum when compressive, pressure

stresses do not add to the above stresses. The resulting combined maximum
stress at the saddle horn is given in psi by

[ 3K30
Sy =- - for L >8R
3T MG +100) 222 orL
12K50R
83 = 9 12K0 for L <8R.

S 4t +100)  Le?

Allowable Stress Limits. The computed maximum stress S; should not

exceed 1.25 times the allowable stress for materials with equal tensile and com-
pressive yield strength.

Note 1. Stress S3 may be reduced by using a wear plate between the saddle flange and the
vessel shell. The combined thickness of the wear plate and the shell can be used in the above
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formulas if the wear plate extends 0.10r in. above the saddle tips and the minimum width of
the wear plate is (b + 10¢) in. The thickness of the added wear plate should not exceed the
shell thickness 7.

Note 2. Due to the high concentrated local stresses at the saddle horns, weld seams in the
shell should be located away from them.

6.5. ADDITIONAL STRESSES IN A HEAD USED AS A STIFFENER

The shear forces g, and g5 in Fig. 6.5 have variable horizontal components
which cause additional secondary stress additive to the pressure stress. The in-
duced stress in dished heads would be a combination of direct membrane and
bending stresses and therefore difficult to evaluate analytically. However, if the
head is replaced by a flat disk, the stresses become varying tension stresses
across the entire vertical cross section, permitting an approximate solution ap-
plicable to practical design purposes.

The summation of the horizontal components across the section y-y in Fig. 6.5
is equal to the resultant force H:

H=J(; (;Q-r-sinqbl) (cos ¢,) rdo,

™ .
0 . a - sin o cos &
- f (—sm¢2 . (cos ¢2) rdo,
o« \Tr - a+sin o cos o

=(0Q/2)[sin? of(m - a+ sin a cos )] .

The total force is resisted by the area 2rt;, and the average tension stress will
be equal to H/2rt;. Assuming the maximum stress to be 1.5 times the above
average stress, then

Ss = (1.5/2rt,)(Q/2)[sin* of(m - a + sin « cos )]
or
Ss =K, QJrty,
where

K, =3 (sin® @)/(m - o+ sin a cos a).

For 0 = 120 degrees, K, =0.401, and for 6 = 150 degrees, K, = 0.297.
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Allowable Stress Limits. The maximum stress S; combined with the pres-
sure stress in the head should not be larger than 1.25 times the maximum allow-
able stress in tension for the head material.

6.6. RING COMPRESSION IN THE SHELL OVER THE SADDLE

To compute the compression stresses in the shell band in contact with the
saddle and corresponding saddle reactions a frictionless contact between the
shell and the saddle flange is assumed.

The sum of the tangential forces acting at both edges of the saddle on the shell
band directly over the saddle, as shown in Fig. 6.8, cause a ring compression
stress in the shell band.

The maximum compression will be at the bottom at ¢ = 7. The saddle reac-
tions Ry are perpendicular to the shell passing through the center O and do not
contribute to the shell compressive stress.

The total ring compressive shear force at any point A at an angle ¢ in the shell
over the saddle will be equal to the summation of tangential shear forces on the
shell arc above that point. The summation of the shear forces at both sides of

the saddle is
4 ¢
T¢=_f 43rd¢2'j q,rdo,
[

a

= Q[(-cos ¢ + cos @)/(m - o - sin & cos a)]

y

o /

/ B 6

[ [ o

A
g3 (shear force in shell)
max. R, R, (saddle reaction)

Q

Fig. 6.8. Compressive load in shell and saddle reactions. (Courtesy of Welding Journal.)
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with the maximum value at ¢ =:
Tr =Q( + cos @)/(m - a + sin a cos @) Ib.

If the effective resisting shell width is taken as b + 10z, the maximum stress in
compression is

S, = Q [ l1+cosa ]
Q

B t(b+10f) L7 - a+ cos asin
or
Ss =KsQ/ft(b + 10¢) psi
where for 6 = 120 degrees, Ks = 0.760 and for 6 = 150 degrees, K5 = 0.673.

Allowable Stress Limits. The maximum compressive stress S5 should not
' exceed one-half the yield strength and is not additive to the pressure stress. If
wear plate is used the combined thickness with the shell thickness can be used
for computing stress Ss, provided the wear plate extends #/10 in. beyond the
horn and its minimum width is (b + 10¢) in.

From the tangential shear forces Ty the radial saddle reactions Ry can be
derived:

Rgrdg =Ty d2 + Ty dg)2
Ry = Ty/r = (QIP)[(-cos ¢ + cos B)/(r - -+ sin B cos B)]

in Ib/in., where the angle 8 was substituted for the angle a. For ¢ = 7 the reac-
tion Ry becomes maximum:

R, =(Q/N[Q + cos B)/(m - B +sin B cos B)] .

The horizontal component of the reaction R, will cause tension across the
saddle with the maximum splitting force F at the vertical centerline:

F=f Q[ "°°S¢+°°sﬁ](sm¢)rd¢
8

r| m-pB+sinfcosf

0 [1 + cos B - (sin? B)/2 ]

m- f+sin B cos 8
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or
F=KsQ
where for @ =120 degrees, Kz =0.204, and for 6 =150 degrees, Kg =0.260.

The effective resisting cross-sectional area of the steel saddle or of the reinforc-
ing steel in a concrete support should be within 7/3 distance from the shell.

Allowable Stress Limits. The average tension stress due to the force F should
not exceed two-thirds of the allowable tension stress of the saddle material, since
the tangential bending stresses which have been neglected tend to increase the
total splitting force.

6.7. DESIGN OF RING STIFFENERS

If the stresses due to the saddle reactions become excessive and wear plate
dimensions too large, a ring stiffener in the saddle plane (preferred) or two
ring stiffeners adjacent to the saddle are used.

Stiffener in the Plane of the Saddle

The distribution of the tangential shears transmitting the weight Q into the ring
is known and shown in Fig. 6.9. The equation for the bending moment M,
induced in the ring by shear forces is given in Section 6.4. The maximum
moment occurs at ¢ =f:

Mg =K¢Qr

where for § =120 degrees, K¢ = 0.0528, and for 6 = 150 degrees, K¢ =0.0316.

| (""\ &

3
3
@,
E
©
-
—_—f =
T,

6/2{6/2

Fig. 6.9. Forces acting on stiffening ring in plane of saddle. (Courtesy of Welding Journal.)
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The direct tangential force Pg at the point of My = Mp is given by

0 Bsinf cos 8

Py = ™ [2(1 - cos f8) - cos 6] ¥ r(1 - cosp) (Mg - My)

where M, is the bending moment at ¢ =0 or
Pﬁ = K7Q

where for 8 = 120 degrees, K; = 0.340, and for 6 = 150 degrees, K, = 0.303.

Assuming the size of the reinforcing ring of a cross-sectional area a(in.?) and
of the section modulus Z =I/c in.? of the ring, the combined stress in the ring,
maximum at ¢ =4, is

Se =~ (Pgla) = [Mg/(I]c)]
or
S¢ =-(K;Q/a) + [KsQr[(I[c)] psi.

The added ring, usually of uniform cross-sectional area, is attached by welding
to the outside of the shell so as not to obstruct the flow or prevent cleaning,
and to the saddle horns.

Allowable Stress Limit. The stress S¢ in compression should not exceed one-
half the yield strength in compression; the stress S¢ in tension, with added pres-
sure tensile stress, should not exceed the allowable stress in tension.

Stiffeners Adjacent to the Saddle

The arrangement of two reinforcing rings adjacent to the saddle, for instance
for a thin-wall cylindrical vessel supported directly on concrete piers, is seldom
used.

If the stiffeners are placed close to the saddle (see Fig. 6.10) the rings will
reinforce the shell section between. The tangential shear stresses will be dis-
tributed in rings as in Fig. 6.3, in section a-a, on the side away from the saddle.
However, the shear distribution on the saddle side above the saddle will be
similar to that shown in Fig. 6 4 for unstiffened shells.

The maximum bending moment in the rings occurs near the horizontal center-
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max. R
min. 10t +b

]

M

|
I

¥
T_Qj

W
Fig. 6.10. Two stiffeners adjacent to the saddle.
line and is given by

M, =KQrln

where for 6 =120 degrees, K¢ =0.0577, for § = 150 degrees, Kg =0.0353,and
n is the number of rings used. The maximum tangential thrust P, is given by

P, =K4Q|nn

where for § =120 degrees, K5 =0.265, for § =150 degrees, K, =0.228,andn
is the number of rings used. The maximum combined stress in the ring is

S = -(Pp/na) * [Mp/n(]/c)]
or

S6 =-(K7Q/na) * [KsQr[n(Ifc)] psi.

The allowable stress limit is the same as for the ring in plane of the saddle. The
K coefficients for the above formulas are summarized in Table 6.1.

6.8. DESIGN OF SADDLES

Design Remarks

The design loads for the saddle supports are the operating weight, combined
with wind or earthquake loads, the friction force between saddles and founda-
tion, and the test weight (see Fig. 6.11). The friction force is caused by expan-
sion or contraction of the vessel shell if the operating temperature varies from
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earthquake
/ load £, earthquake P, or
! wind load PW

— Q 2Q f,Q |
weight friction X
force |
S | S S S
Elevation Side view

Fig. 6.11. Design loads for horizontal vessel support saddles.

atmospheric temperature. For small, temperature-induced shell-length changes
saddles with the supporting structure can be made strong and flexible enough
to tesist the thermal forces. However, if a larger temperature movement of the
vessel is expected, a special self-lubricating bearing plate with a low friction
coefficient f, must be provided to reduce the expansion forces. A typical ar-
rangement is shown in Fig. A2, Appendix A4.

Usually, unless the location specially requires it, the wind load can be dis-
regarded in computations. If the stresses due to wind or earthquake loads are
added to the other load stresses the allowable stresses can be increased by
one-third.

Material. Steel plate materials commonly used in construction of saddles are
A 283 grade A or C, or for low design temperature (below 32°F) A 516. Allow-
able design stresses per AISC Specifications:

tension: S, =0.6S,,
shear: S; =048,
bending: Sp =0.66S).

Stress analysis. Saddle support components: the top flange, the web, the
stiffeners, and the base plate with connecting welds are investigated for the
maximum stresses.

The wear plate between the top flange and the vessel, if added to reduce the
local concentrated stresses in the shell wall, is considered to be a part of the
vessel.

Top flange. The design width of the top flange varies from 8 to 18 in. For
computation of the thickness fy, the flange can be considered as one-inch canti-
lever strip of length b/2 or more accurately c. However, with stiffeners and web
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\(o.r. vessel
1

T ' web
N
| | T ! anchor bolt
Fm =0.80 X o.d. vesselﬁ—; [ "J Ltw Zi(;;;se(tte;?lﬁt— i)
O_J_» ¢

Fig. 6.12. Typical detail of saddle support for large horizontal vessels.

welded to the flange, it can also be assumed as consisting of plates with three
sides fixed and one free. The latter approach is more refined and gives a smaller
thickness 77, see ref. 52 and 109.

The web carries the compressive load from the weight as well as any bending
due to thermal expansion force or earthquake.

Stiffeners reinforce the flange, the web, and the base plate. Together with the
web they can be taken to be short columns, carrying the vertical load due to
weight and bending moment due to the thermal expansion force at the saddle
base. The approximate number of stiffeners is N = (m/24) + 1 (see Fig. 6.12),
including the out-stiffeners. The stiffener thickness is % in. minimum for vessels
up to 6 ft in diameter and % in. minimum for vessels with diameter larger than
6 ft.

Base Plate. Compressive bearing pressure between the base plate and concrete
is assumed to be uniform and limited by the allowable bearing pressure on the
concrete foundation. The thickness ¢ is computed the same way as the thick-
ness for the flanges.

Anchor bolts. Since the wind moment is not large enough to cause an uplift,
the minimum size of the anchor bolts %-1 in. can be used to locate the saddles.
However, they must be designed to overcome any thermal expansion or earth-
quake forces.

Welds. Generally, the flange-to-shell weld is continuous all around. Welds
connecting web to flange, web to base plate can be intermittent. Welds connect-
ing stiffeners to the flange and to the base plates are continuous. Usually, the
minimum weld sizes (§ -5 in.) based on plate thicknesses are satisfactory.

Example 6.1. Determine (a) the maximum stresses in shell, and (b) the required
plate thicknesses for the support saddle for the horizontal drum shown in
Fig. 6.13.
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The design data are as follows:

design pressure: P =200 psig 15

design temperature: 300°F

X-ray: full 12 d,

saddle width: b =12 in. - Sl -

corrosion allowance: § in. | H; L’l

material: shell, SA 516 gr. 60 | | | .
saddle, SA 283 gr. C - Eﬁ -

vessel weight: empty = 130,000 Ib |'6'+5' , 50 5

liquid = 470,000 Ib 6]

total weight = 600,000 1b A/ =5/60 = 0.0833

load per saddle: Q = 300,000 1b R/L =6.05/60 = 0.10

saddle angle of contact: 6 = 120 degrees
Iiig. 6.13.

(2) Stresses in shell. (1) Maximum longitudinal stress due to bending at the
midspan:

3K,OL _, 3(065)(300,000)(60) _, 1y o

Sy =12 2 2
writ 7(72.625)(1)

K, taken from Fig. 6.2. Longitudinal stress in shell due to pressure:
SE = (P[2t)(r + 0.6¢) = (200/2 X 1)(72.125+0.6) = 7,273 psi.
Total combined stress:
7213 +2,120=9,333 psi < 15,000 psi.

(2) Tangential shear stress in plane of saddle,4 >R/2,K; =1.171:

S5

_K30 [L -24- H] _ (1.171)(300,000) [60 -10- 6]
L+H (72.625)(1) 60+ 6

=3,220 psi < 0.8 X 15,000 = 12,000 psi.

rt

(3) Circumferential bending at horn of saddle A/R = 2 =0.833, K3 =0.041. To
reduce the stress use %-in. thick wear plate. L = 60 >8R =48.
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) Q  3K;Q0_ 300000  3(0.041)(300,000)
4t(b+10r)  2t? (4)(1.25)(24.5) 2(1.25)?

S;3 =
=-2,450- 11808 =-14258 <-1.25S5, =1.25 X (-15,000) =-18,750 psi.

(4) Ring compression in shell over the saddle, K5 = 0.760:

g - Ks0 _(0.760)(300,000)
5

= = = 7445 psi - y
[b+100 . (125)@2as) 45 psi<S,/2=16000 psi

(5) Stresses in shell due to temperature expansion (Fig. 6.14):
Expansion:  Al=alAT=7.10X 107® X 50 X 12 X (300° - 70°) = 0.98 in.
Provide lubrite plates at one saddle as shown in Fig. A2, Appendix A4.

Friction coefficient: fo =0.10.
Shear force at the saddle base: fo X @ =30,000 Ib.
Xo =7 sin 60°/rad. 60° = 60 in.

Bending moment f,Q(84 - x4) = 30,000 X 24 = 720,000 1b-in. is counteracted
by the weight of the vessel, Qb/2. Use 8 1-};-in ~diameter anchor bolts.
At the sliding saddle the nuts on bolts are hand tight and secured by tack
welding, while the nuts and bolts at the fixed-end saddle are fully pretightened.
The friction force f,Q, in addition to the weight Q, is transmitted into the
supporting structure.

centroid of
saddle arc
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(b) Saddle design. (6) Top flange thickness 4.

P"__Q_[ 1 +cos B ]=3oo,ooo[ 1-1 ]
m

“rolm-B+cossing] 735 |n- 2n+(0.866)(-0.5)
300000 05 \ _ ,
T (0.615) =3,318 Ib/in.

Bending moment:

My = (Pr/b)(b/2)(b]4) =P, b/[8 = (3,318)(12)/8 = 4,980 Ib-in.
Flange thickness:

tr=(6M/S,)"* = [(6)(4,980)/(0.66)(30,000)] /2 =1.228 in.

Use 1.25-in.-thick plate.

(7) Web thickness. Use —;—-in.-thjck plate minimum. Calculate the maximum
allowable height 4 of a l-in.-wide strip column %-in. thick under P,. Area
a=1X —;— in.? min. radius of gyration ¥ = 0.289¢,,. From

P_ 18,000

a 1 <h)2 ’
1+—— (=
18,000 \k

h=1t,[(1,500/P,)(18,000¢,, - P,)] '/
=0.5[(1,500/3,318)(18,000 X 0.5 - 3,318)] /2
=25in.>8.25 in.

We get

(8) Base plate thickness. Maximum stress:

S =M/Z = 3 (Q[2m)(b]2)/(t}]6)
or
1y = [(Q)/26,400m] V> = [(300,000)(12)/(26,400)(115)] /2 = 1 in.

Use 1-in.-thick plate. Bearing pressure:

300,000/(12)(115) = 220 psi < 750 psi allowable.
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(9) Maximum horizontal splitting force:
F=KgQ =(0.204)(300,000) = 61,200 Ib.
Area required of bottom cross section:
F[(0.66 X 18,000)=5.5in.2.

Area available (Fig. 6.15):

I——12——4 11
2

| —

N

[»—124 Fig. 6.15.
(12)(1)=12  in2?

(0.5)(825)= 4.12
(12)(1.25) = 15.00
31.121in2.

(10) Welds connecting flange with wear plate.

total length = (73.5)(2)(n/3) + (2)(12) = 178 in.
shear in weld =30,000/178 = 170 Ib/in.
Use 1 -in. weld all around.
(11) Stiffeners.
N=m/24+1=6

including the end stiffeners. Spacing: about 23 in.
ty =05 in.

Notes to saddle design computations. (1) A more accurate estimate of plate thicknesses
and some resulting savings could be obtained by using more refincd analytical procedures
instead of simplifications made in the above; however, it is questionable whether additional
work is justified in view of all assumptions that have to be made. (2) Structural steel is a
comparatively cheap material. If the utmost use is made of the material, any later changes
in the design are bound to be very costly or the safety factor will have to be reduced.
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Local Stresses in Shells Due to
Loads on Attachments

7.1. INTRODUCTION

In addition to the stress concentrations at the shell openings induced by the
internal operating pressure, the localized stress effects of external loadings
acting on nozzles and structural attachments such as supporting lugs are of
primary importance.

High, concentrated stresses at such attachments due to combined internal
pressure and local external loadings such as piping reactions on nozzles, can be a
source of failures if proper reinforcement is not supplied. These stresses must,
therefore, be evaluated. Because of the lack of geometrical symmetry a complete
theoretical analysis of such localized stresses is too complicated for practical
design work. A fully satisfactory analytical solution has not yet been accom-
plished at the present time.

However, within certain limits present theoretical analyses provide the designer
with adequate design criteria. The methods described in sections 7.3, 7.4, and
7.6 can be used whenever external loads are transmitted into the shell, under
internal pressure or no pressure, by a nozzle or a clip. The procedures are not
applicable to shells with external design pressure, where shell buckling may
occur.

7.2. REINFORCEMENT OF OPENINGS FOR OPERATING PRESSURE

Openings in vessel shells have to be reinforced for operating pressure (external or
internal) in compliance with Code rules, which specify within certain limits the
amount of removed metal by the opening to be replaced. It must be adequate
for the design temperature and the design pressure.

If a tall column is to be hydrotested in a vertical position in the field,
the reinforcement of all openings must be sufficient for the test pressure at the
location. Essentially, the reinforcement provides sufficient strength for the
weakened area to prevent excessive stress intensification around the opening.

Reinforcement is usually provided by a separate, welded reinforcing pad, by
an increased amount of weld metal, by excess thickness in the shell and the

175
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Fig. 7.1.

nozzle wall, or by using a heavier plate for the entire shell section or inserted
locally around the opening.

Any shell thickness required for wind, weight, or earthquake loads in addition
to the shell thickness needed for pressure cannot be used for reinforcement
under operating conditions, or for any other sort of reinforcement.

Standard practice in vessel design is to replace all removed metal area by an
opening:

A=dXt

where

A = the total cross-sectional area of reinforcement required
d = the diameter of the finished opening (corroded)
t = the nominal shell thickness, less corrosion allowance.

There are three important points to keep in mind for design of efficient
reinforcing pads.

(1) Do not over-reinforce. Adding more material than required creates a too
“hard” spot on the vessel, and large secondary stresses due to shell restraint
can be produced in consequence.

(2) Place the reinforcing material adjacent to the opening for effectiveness.
Code section UA-7 recommends placing two-thirds of the required reinforce-
ment within a distance d/4 on each side of the opening.

(3) Use generous transition radii (r; and r, in Fig. 7.1) between the shell and
the nozzle to minimize stress concentrations resulting from a grossly discon-
tinuous junction under internal pressure. The results of tests show that even a
minor outside radius 7, has a large influence on the resulting peak stresses. The
stress concentration factors at nozzles on a spherical shell subjected to internal
pressure are plotted in ref. 57.

7.3. SPHERICAL SHELLS OR HEADS WITH ATTACHMENTS

A nozzle (or any other attachment) on a hemispherical head can be subjected
to the following main external loads (see Fig. 7.2):
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" (‘\ R = mean radius of the corroded spherical head
+pP ro = outside nozzle radius
ty = nozzle neck corroded thickness
t = head corroded thickness
tp = reinforcing pad thickness; if used, it is
additive to head thickness ¢ in stress
computations

Fig. 7.2. Hemispherical head with a centrally located nozzle under principal loads.

1. radial load +P (+ outward, - inward),

2. bending moment M,

3. torque 7,

4. shear force V.

The shear stress in the shell at the nozzle o.d. due to the torque T is

7 =(T/r,)2nr,t = T|2nr’t
and the maximum shear stress in shell due to the force V is
T =V/ar,t.
These are usually small enough to be disregarded.
In most instances, the main governing stresses are associated with the bending
moment M (including Va) and the radial force *P.

From Section 3.1 the biaxial principal stresses at the o.d. of the nozzle, o;
and oz, can be expressed by the following general equations:

- = Y y
0:=0y, =K, ; t K, o
N, oM,

0L, =0x =K, TiKb 2

where

x = coordinate in longitudinal direction of shell.
y = coordinate in tangential (circumferential) direction of shell.
Ny, = tangential stress resultant, Ib/in.
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M,, = tangential (circumferential) moment, Ib-in./in.
N, = longitudinal stress resultant, Ib/in.
M, =longitudinal moment, Ib-in./in.

K, , Kp = stress concentration factors depending on the material and geometry
of the junction. For static loads, K, and K; may be taken as equal
to one, since the peak stresses exceeding the yield point are redis-
tributed in ductile materials as used in vessel construction.

The stress resultants V), and N, and the bending moments M, and M, are
computed using thin-shell theory in ref. 54. To be of practical use, these theo-
retical results are expressed as a dimensionless general shell parameter plotted
against the attachment parameter. The graphs are updated in ref. 56, which is
currently used by designers for computing the stresses around attachments in
spherical and cylindrical shells. However, the designer is chiefly interested in
the maximum stresses in order to provide an adequate reinforcement. In order
to simplify computation the following steps can be taken to determine the
maximum stresses adjacent to the attachment.

1. Maximum Stress Due to Radial Load *P. The maximum stress in the shell
will be the longitudinal (meridional) stress oy, in tension, given by

max. oy, = 0y =Ny/t + 6M, [t

where for +P, N, is tensile and for —P, N, is compressive. This equation can be
restated as follows:

0 =0x = (P/tz)[(Nxt/P) + (6Mx/P)]

where the values of N, /P and M, /P based on rigid-insert theory are given in
ref. 56. The initial equation can also be rewritten as

oy, = CP(P/tz).

The values of C,, = (Nyt/P) + (6M/P) are plotted in Fig. 7.3.

For +P the maximum o; determined by the above formula can be added
directly to the membrane tensile stress due to internal pressure. However, for
~P the stress resultant N,. is negative, causing compressive stress, and the maxi-
mum oy, is

o, = 0 == (N /) + (6M /1) = (P[1*)[- Nxt/P) + (6M/1*)]

or

o) =Ch(P[f*).
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The values of Cp =~ (Nyt/P) + (6M,/t*) are also plotted in Fig. 7.3. The bend-
ing moment component M, contributes considerably more to the resultant stress
than does the N, component. The resulting tensile stress oy, is directly additive
to the pressure stress.

The stress factor C, == (Nyt/P) - (6M/t*) =-C, would determine maximum
compressive stress -0y, which is not additive to the pressure stress, but can
govern under no-pressure conditions.

2. Maximum Stress Due to Moment M. The maximum stress due to M will
again be the longitudinal stress o,. Based on the rigid-insert assumption, this
stress is given by

max. oz, = 0, = (N,/t) + (6M,/t?)
= (M/1* \JR?) [(Nyt/M) /Rt + (6My/M)\/Rt]

or
o =C,(M/t* /Rt) (in tension).

The values of C,, = [(Ny?/M) (R2)'/? + (6M,/M) (Rt)"/?] are plotted in Fig. 7.3.
Here the bending tensile stress oy produced by M at point B in Fig. 7.2 is
algebraically additive to the membrane stress due to the internal pressure.

The shell parameter (abscissa in Fig. 7.3) U =ro/(Rt)"/? is for round attach-
ments. The shell parameter for square attachments can be approximated by U =
¢1/0.875(Rt)"/*, where c¢; is equal to one-half the attachment side. For a
rectangular attachment with maximum side ratio a/b < 1.5, ¢; can be roughly
approximated by ¢, = (ab)'/?/2.

The above procedure for finding the local stresses in spherical shells or hemi-
spherical heads can be used in determining local stresses at attachments in crown
sections of standard ellipsoidal or torispherical heads. The crown (dished)
radius at the attachment is used as the mean radius R. All attachments should
be placed away from the knuckle region, an area of concentrated pressure
stresses.

Example 7.1. Determine if the reinforcement of the centrally located nozzle
in a standard 2:1 ellipsoidal head (Fig. 7.4) is satisfactory for the following
design data:

Design pressure: p =250 psig
Design temperature: T = 450°F
M and P are thermal expansion loads
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Material: SA516-60,S, = 15,000 psi
Reinforcing pad thickness: 0.625 in.

(+1,)/t, =125
Dished radius: L =09D; =65.4 in.

7"\ M =20,000 ib-ft
nozzle size —P =20,000 Ib
10 in.

t, = 0625

L

T.L. 2

Fig. 7.4.

Minimum head thickness ¢ required for pressure is
t =pD;/(2SE - 0.2p) = (250 X 72)/(2 X 15,000 X 1- 0.2 X 250) = 0.6 in.

Use 3 -in.-thick plate.
(a) Checking stresses at nozzle outside diameter.
U=ro/[L(t+1,)]"* =5.375/(65.4X 125)> =0.6
Stress due to P:
op, = CpP/(t +1,)? =0.29 X 20,000/1.252 = +3,712 psi.

Stress due to M:
07, =CuM/(t + 1) [R(t + 1,)] '/
=1.21 X 20,000 X 12/1.25% X 9.04 = +20,560 psi.
Stress due to internal pressure p:
or =pL[2(t +t,) =+ 6,540 psi.
Total stress:
0 =30,812 psi <1.25(15,000 + 15,000) = 37,500 psi.

(b) Checking the stresses at reinforcing-pad outside diameter.

U=r,/(L)"* =10/(65.4 X 0.625)!/* =1.56.
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Stress due to P:
= C;,P/t2 =0.07 X 20,000/0.625% = 43,584 psi.

Stress due to M:

7 =CM/(LD)'?

=0.19 X 20,000 X 12/0.625% X (65.4 X 0. 625)"/% = 18,260 psi.
Stress due to internal pressure p:

o, =pL/2t =250 X 65.4/2 X 0.625 = 13,000 psi.

Total stress:

o =34 844 psi < 125 X (15,000 + 15,000) = 37,500 psi.

7.4. CYLINDRICAL SHELL WITH ATTACHMENTS

A nozzle (or any other attachment) on a cylindrical shell can be subjected to
the following external loadings, as shown in Fig. 7.5:

radial load P (+ outward, - inward),

longitudinal moment M, in plane xy,

tangential (circumferential) moment M, in plane xz,
. torque T in plane parallel to yz,

. shear V (tangential V, longitudinal V).

The shear stress in shell due to the twisting moment T is

ARSI

7= (T/ry)2ar,t = T)2nr5t

@ cylindrical shell t,, = nozzle neck thickness
P = shell thickness
¢ vessel — 1t = reinforci d thick
~—~—g v, tp = reinforcing pa thickness
R = mean shell radius

7o = outside nozzle radius

7 A
G nozzle My,
}«9\
X
¢ I~ ",
7
= >

Fig. 7.5. Cylindrical shell with a radial nozzle under principal types of loads.
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and the maximum shear in shell due to V;, or V; is
T =Vyar,t ot Vilart.

7 and 7' are usually small enough to be disregarded.

The main stresses in most practical cases are associated with the moments M,
M; (including Vya and V,a), and the radial load P. As in the case of spherical
shells, the equations for ¢; and o, at the attachments were originally published
in ref. 55 and are updated in ref. 56. The charts plotted in Figures 7.6, 7.7,7.8,
79, and 7.10 allow direct determination of maximum stresses due to P, Mj,
and M,, important for design purposes. Since these charts were developed on the
assumption that the attachment is rigid, the nozzle neck thickness has to be
properly reinforced.

The parameters for cylindrical shells are as follows:

shell parameter: y =R/t or R/(t + t,) if reinforcing pad is used

square attachment: §=c/R where c is the half-length of the loaded square area

cylindrical attachment: 8 =0.875r,/R

rectangular attachment: (8, rectangular area has to be converted into equiva-
lent square loaded area. For small side ratios (¢/b < 1.5) the equivalent ¢ =
(ab)!/? |2 can be used; for larger ratios consult ref. 56.

1. Stresses Due to Radial Load P. The largest stress in the shell occurs gen-
erally in the tangential direction at the edge of the attachment on the circum-
ferential centerline.

As in the case of spherical shells, here the tangential stress can be expressed
by a general equation:

0 = 0g = (K, No/t) + (Kp6My[t*)

where ¢ is the cylindrical coordinate in circumferential direction of shell, and
taking K,,, K equal to unity,

0 = 0 = (Np/t) £ (6My]t?)
or

0 =0y = (P/t*){[Ns/(P/R)Y] + (6My/P)}.

The values of Ny/(P/R) and M /P are given in ref. 56. The value N is positive
(in tension) for +P loads and the stress factor Cp, = [Ny/(P/R)7] + (6My/P) is
plotted in Fig. 7.6. The maximum o; in tension is then given by

0, =Cp(P/1?).
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For -P loads the value of N is negative (in compression) and the stress factor
Cp = [-Ny/(P/R)Y] + (6My/P) and plotted in Fig. 7.7. The maximum tensile
stress is given by

o = Cp(P/1).

The o, obtained by the above equations can be algebraically added to the
pressure stress.

2. Stress Due to Tangential Moment M,. The maximum stress in the shell
occurs generally in the tangential direction on the circumferential centerline of
the attachment and can be written as

0r = 0y = [No/(M:/R* )] (M/R? Bt) + [My/(M,/RB)] (6M,/R1*B)
= (M,/t* RB) {[Ny/(M/R*B)Y] + [6My/(M/RB)1}

or
0 = C(M,/t*RB)

in tension at point B. The values of C; = [Ny/(M,/R*B)y] + [6My/(M,/RP)] are
plotted in Fig. 7.8 from data in ref 56. Stress o, is additive to pressure stress.

3. Stresses due to Longitudinal Moment M;,. The curvature of a cylindrical
shell makes the longitudinal stiffness greater than the circumferential stiffness.
The longitudinal stress can become larger than the tangential stress o, and govern
the design condition of no internal pressure. However, the total combined
tangential stress due to M;, and pressure stress will generally be larger than the
combined longitudinal stress. The maximum combined stress occurs on the
longitudinal centerline at the attachment-shell joint.

As before, the equation for the maximum tangential stress o, can be written as

0¢=Cpr(ML/*RP)

in tension at point C. The values of Cp,, = [Ny /(M /R*B)Y] + [6My/(M/RB)]
are plotted in Fig. 7.9 using the data from the ref. 56.
The maximum longitudinal stress oy, is given by

o7, =Cp, (ML /t*RB)

The values of Cprj, = [N /(My/R*B)y] + [6M, /(M /RB)] are plotted in Fig.
7.10.
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Fig. 7.9. Stress factor Cy; for cylindrical shells.
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Example 7.2. A structural clip is welded to the cylindrical shell all around and
subjected to external static loads, as shown in Fig. 7.11. Estimate the maximum
stresses in shell.

S, = 15,000 psi.

Shell parameter:
¥=R/t=60.25/0.5=120.5
Attachment parameters:
c=(14X10)"2/2=592
$=5.92/60.25=0.10
Stress from + P:
0; =CpP/1*
=0.60 X 1,000/0.5% = 2,400 psi
Stress from My, :

07 = Cr(ML/t*RpB)
=03 X 50,000/0.52 X 60.25 X 0.1 =9,960 psi

support clip

—
+P = 1000 Ib

i LA
g )

M, = 50,000 Ib-in.

a0

R =

(o]

0—

internal pressure
p = 100 psig
Fig. 7.11.
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Stress from pressure:
o, =pR/t
=100 X 60.25/0.5 = 12,050 psi

Combined stress:
0=2,400 +9,960 + 12,050 =24 410 psi <2§,,.

No increase in clip dimensions is required.

7.5 DESIGN CONSIDERATIONS

The following are some design considerations pertaining to sections 7.3 and 7.4.

1. Rigid-insert theory does not provide a good approximation of stresses in
the shell if the nozzle body consists of a thin-wall, flexible pipe, even if the pipe
is satisfactory for pressure and load stresses. The actual o;, becomes smaller and
the tangential stress o, becomes much larger. The maximum membrane stress
resultants Ny, N, become much higher than those for a rigid insert. In addition,
the peak stresses can occur across the base of the nozzle instead of in the shell.
To prevent this, the section of the nozzle welded to the shell and under heavy
external loads should be made thick enough so that the distribution of forces
into the shell will approach the distribution assumed in rigid-insert theory, which
assumes a continuous shell under the attachment. This is particularly important
for larger-size nozzles.

2. The computed stresses are nominal and do not include the stress concen-
trations at the nozzle-shell junction. Peak stresses can become important for
fatigue analysis. The stress concentration factors for cylindrical nozzles on
spherical shells under pressure and various types of loads can be found in ref. 57.

3. Size of reinforcing pad around attachment. If the maximum stress at the
attachment is too high, the shell must be reinforced by a reinforcing pad or the
thickness of the reinforcing pad required for internal pressure must be increased.
The width of the reinforcing pad is usually calculated so that the stresses at its
edge will be below the allowable stress. This is done by assuming the reinforcing
pad to be the attachment, as was done in Example 7.1. The width of the rein-
forcing pad, unless intermediate welds are used, should not exceed 16z, or
16(z - C.A.), otherwise the pad or shell carrying heavy bending stresses can fail
in buckling. To avoid stress concentrations at corners of square or rectangular
pads or structural clips under high loads (Fig. 7.11.) the corners are slightly
rounded.

4. Generally, the loads are given as shown in Figs. 7.2 and 7.5. However, if
the loads are given in arbitrary planes, for instance on a hillside nozzle, then
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they must be decomposed vectorially into main vessel planes (meridional,
tangential, and perpendicular to the meridional plane) before the stresses are
computed. Each type of load has to be treated separately and the final stresses
added. In most cases, the combined stress at the nozzle-shell junction will be
the maximum. According to measurements, stress attenuates rapidly with
distance from the junction.

5. The maximum combined calculated stress in the vessel wall cannot exceed
the allowable stress for the design condition, as shown in Table 2.1.

6. The minimum distance of the attachment from the edge of the cylindrical
shell (open or closed) in the above analysis is R/2. For smaller distances from the
cylinder end the stresses decrease substantially, and can be adjusted by using
plotted curves presented in ref. 55.

7.6. LINE LOADS

Structural plate clips welded to the shell transfer loads into the shell basically
as line loads, usually along meridional lines or parallel circle lines. The analysis
in the preceding sections deals with localized, uniformly distributed loadings
over a finite, square area; the results of such an analysis cannot readily be ap-
plied to line loads. The analytical methods for solution of line-load stresses, as
in ref. 59, are quite involved and prohibitively time consuming for practical
design.

However, the stress at such clips under loads can be estimated by a simplified
approach suggested in ref. 7. The maximum stress under the clips in Fig. 7.12,
subjected to a radial load P, longitudinal moment Mj,, and tangential moment
M,, is compared with the maximum stress under uniform circumferential line
load, as shown in Fig. 7.13. The unit load f (Ib/lin. in.) to be used for loads
P, M, and M, in the equations in Fig. 7.13 are determined from the following

t

M,L/\ ,/\M

Fig. 7.12.
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uniform line load g Longitudinal bending stress [46] :
(Ib/in.) t
~ f o = 3q/28% = 1.17g RV2 /12
\ R ‘
+ + * Membrane stress:
// Otm = qRBI2t = 0.64q (R1)/2/?
where § = 1.285/(Rn)'/?
Fig. 7.13.
equations:
fi=Mp/z,
2 =M/Z;
fs =P/L

where Z; and Z, are line section moduli in the longitudinal and tangential
directions, respectively, and L is the length of the clip (see Table 10.3).

Substituting for g in the equation for oy in Fig. 7.13 and assuming that,
because of the smaller rigidity of cylindrical shells in the tangential direction
and uneven load distribution under the load P, the maximum induced stress
under M; and P will be 1.5-2 times larger than the stress computed by the
formula, the following equations can be written for maximum stress:

S = L1TR)V*f, /¢
S, = 1.75Rt)'2f, /1
S5 = 1.75R)V2 £, /1

The stresses due to My and P as well as the stresses from M, and P, can be
added algebraically. Membrane stresses due to internal pressure have to be
superimposed on these stresses.

While this simplified procedure provides the designer with only comparative
resulting stresses, they are within the range of stresses as measured under actual
conditions. Furthermore, this simplified method affords the designer a quick
check of problems that otherwise might remain unchecked and provides a safe
design, as proven by experience.

Example 7.3. A structural clip is welded to a 10-ft-diameter cylindrical vessel
shell with a design pressure 120 psig. The clip is subjected to the following
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Zy=L*/6=42.6 in? Fig. 7.14.
mechanical loadings:

My, =2,000 ftdb.
P=+1,500Ib.

Estimate the maximum stress in shell at clip.

Code allowable shell stress: S, = 15,000 psi.

Maximum line loads (see Fig. 7.14):
fi =My/Z, =2,000 X 12/42.6 = 565 Ib/in.
fs =P/L =1,500/16 = 94 Ib/in.

Stress from P and M, :

0, = [L.1TROYV? [ 1(fy + 1.5f3)
= [(1.17)(60.3 X 0.5)"/2/0.5%](710)
= 18,245 psi.

Stress from pressure:

oy, = (120 X 60.3)/(2 X 0.5) = 7,240 psi.

Combined maximum stress:

0=25,485 psi <2S,.
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Discontinuity Stresses

8.1. INTRODUCTION

As discussed in Chapter 3, industrial pressure vessels consist of axially symmetri-
cal elements of different geometries, different shell thicknesses, or different ma-
terials. If the individual shell components are allowed to expand freely as separate
sections under internal pressure, each such shell element would have an edge
radial displacement AR and an edge rotation 6 of the meridian tangent that
would differ from the edge radial displacement and the edge rotation of the
adjacent shell component. Since the shell elements form a continuous structure
and must deflect and rotate together, at junctions these differences in radial
displacements and rotations result in local shell deformations and stresses re-
quired to preserve the physical continuity of the shell. Stresses induced by such
interaction of two shell components at their junction (an abrupt change in
geometry of the vessel shell or a structural discontinuity) are called discon-
tinuity stresses.

Discontinuity stresses can be analyzed by a general analytical method which is
beyond the background and available time of the average designer. In practice,
an engineering method that makes it possible to solve such complicated shell
problems in a relatively short time is preferred. Since such method uses edge
forces and edge moments as unknown quantities, it is called the force method.
The force method offers a solution of local bending and shear stresses in bound-
ary zones of junctions, where membrane theory is ineffective since it does not
include any bending across the shell thickness or any perpendicular shear in its
basic differential equations.

Discontinuity stresses themselves are usually not serious under static loads
such as internal pressure with ductile materials if they are kept low by the design,
but they become important under cyclic loads. Under a steady load they are
considered to be of self-limiting nature, and higher allowable stress is permitted
for the combined stress. Discontinuity stresses have to be superimposed on the
membrane stresses caused by all other loadings, such as internal pressure, vessel
weight, wind or earthquake loads, and thermal stresses. The general trend to-
ward higher allowable stress values, larger vessels, and thinner shells of high-

195
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strength materials makes it more important to evaluate all local stresses, including
discontinuity stresses.

The principles of the force method can best be explained using the following
problem. A large-diameter pipe is rigidly anchored at intervals in concrete
blocks, as shown in Fig. 8.1. If subjected to internal pressure of intensity P, the
pipe will expand and the radial displacement will be AR. At section 0-O, AR
will be equal to zero since the pipe growth is prevented by the rigid concrete
anchor and discontinuity stresses will be induced in the pipe wall. The force
method divides such cases into two separate problems.

In the membrane solution [Fig. 8.1(b)] the built-in restraint at section 0-0 is
released (as in any statically indeterminate problem) and principal pressure

(@) (Rt)l/2 = length of zone where discontinuity
stresses are significant.

i

e

|
)

Qo
0 0
(b) Membrane solution (c) Force-method solution
AR = radial displacement due to pressure P w,, = radial displacement due to the end
0 = end rotation of shell due to pressure force Q¢ and the end moment My
P is zero. 6o = end rotation due to Q¢ and M.

Iig. 8.1.
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membrane stresses and radial deformation are computed:
0;=PR[t, 0;,=0, AR=Ro,E=R?P/tE.

In the force-method solution [Fig. 8.1(c)] the released edge of the pressurized
shell at section 0-O is subjected to the shear edge load Qo (Ib/in.) and the edge
monent M, (Ib-in./in.) uniformly distributed along the pipe circumference at
section 0-O to bring the pipe edge in agreement with actual conditions. The
unknowns to be computed here are the redundant force Qo and moment M.
Once they are known the stresses in the pipe shell can easily be determined. The
final state of stress at section 0-O is the result of superposition of membrane
pressure stresses plus the stresses due to Qp and M, or discontinuity stresses.

For most shell common forms the formulas for the edge deformations w, and
6o due to the edge loads Q, and M, have been derived using bending theory and
are available to the designer. It is this availability of existing solutions that makes
this method particularly attractive for a practicing engineer.

The influence coefficient is the deformation wy or 6, at the shell section edge
due to the unit values of the edge loads (Q, = 1 Ib/in.) and unit bending moment
M, =11b/in.).

The maximum discontinuity stress (membrane plus bending) sometimes occurs
at the loaded edge of the shell component where the total stress curve has a non-
zero value slope. However, when solving for the maximum stress, in addition to
the loaded edge stress the designer must always check the nearest location to the
edge where the combined stress curve has a zero slope. Because of bending
stresses both the inner and outer surfaces must be checked for maximum and
minimum stresses. The location where the various combined stresses are maxi-
mum away from the loaded edge can be obtained by minimum-maximum
theorem. The principal stresses developed in the shell at any location away from
the loaded edge are expressed in terms of deformation w(x) and bending mo-
ment M(x), which in turn are expressed in terms of computed forces Q, and M,
and the variable x, representing the distance from the loaded edge of the shell
in the direction of decreasing stress. The location of the maximum stress can be
obtained by equating the first stress derivative with respect to x to zero. How-
ever, analysis of this type is beyond the scope of this book. For all practical
purposes the combined stress at the junction of a discontinuity can be taken as
the maximum stress to be compared with the allowable stress.

In gencral, a shell component at a structural discontinuity can have the follow-
ing boundary conditions:

1. free edge, Qo =0and M, =0

2. fixed or built-in edge, wo =0 and 6, = 0, (see Fig. 8.1)

3. elastically built-in (elastically restricted) as at junctions of two shell com-

ponents (see Fig. 8.3).
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It should be pointed out that an important part of discontinuity stress analysis
is the correct handling of signs. The usual sign convention is as follows:

(a) Radial shearing edge force Q, is positive when outward and tends to in-
crease radius R.

(b) Longitudinal edge bending moment M, is positive when causing tension
on the inside surface of the shell wall and tends to increase R. However, it may
cause either plus or minus rotation 8.

(c) Radial deflection AR is positive when it increases R.

In solving the discontinuity problems calculator accuracy is required.

8.2. PROCEDURE FOR COMPUTING DISCONTINUITY STRESSES
BY THE FORCE METHOD

The procedure for analyzing the discontinuity stresses by the force method can
be summarized in the following steps:

1. A composite vessel shell under investigation is divided into simple shell
elements, each with a single (or gradually changing) principal radius of curva-
ture and thickness and made of a single material.

2. The edge radial displacement and rotations w,, and 8, of the elements due
to internal pressure are computed.

3. Any possible deformations due to other external mechanical or thermal
loads are added: w; and 0,.

4. Edge shear force Qp and edge moment M, are applied. Directions are as-
sumed at this point. Equilibrium of forces at the junction requires that shear
Qo and moment M, at the edge of one component be equal and of opposite
direction to those at the matching edge of the other component.

5. Using existing, tabulated formulas, the edge displacements w, and rotation
0, of each shell element at junctions due to Q, and M, respectively, are com-
puted in terms of unknown edge forces Qp and M.

6. Total radial growth at one edge w;, = wp, + w; + w, is equated to the total
radial growth w, at the second matching edge. Similarly, total edge rotation 0,
of one edge is equated to total rotation of the second edge 0, .

7. The two resulting linear equations are solved for the unknowns Qy and M, .
A negative sign in the resulting values of Qg or My would indicate that the direc-
tion of Qy or M, is opposite to the direction originally assumed.

8. Discontinuity stresses caused by Qo and M, are computed.

9. To obtain the total stress at the junction, discontinuity stresses must be
superimposed on pressure stresses, thermal stress, etc. Shear stresses perpendic-
ular to the middle surface of the shell are neglected, since they are usually much
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smaller than longitudinal and tangential stresses and a biaxial stress state is
assumed.

8.3. CYLINDRICAL SHELLS

The following discussion gives the formulas for end deflections w, and end rota-
tion 6, in the plane 0-O in Fig. 8.2 under the radial shear line load Q, (Ib/in.)
and the edge moment M, (lb-in./in.), uniformly distributed on the circumference.

In most practical cases, the length of the cylinder exceeds the attenuation (de-
cay) length 2(Rt)'/?, so the effects of Qo and M, at one end of the cylinder do
not influence the effects of the loading conditions at the other end of the
cylinder.

For thin-wall vessels the bending effects of the edge loadings, replacing the
actual boundary or joint conditions, are confined to a narrow zone. In most
rotationally symmetrical, geometrically complicated vessels this narrow zone can
be replaced by an equivalent cylinder and an estimate of deformations as well as
discontinuity stresses can be made on the basis of simple cylindrical formulas,
as described below:

1. Radial displacement of the midsurface of a closed-end cylindrical shell
due to the internal pressure P is given by

PR;R
AR=w=-—
>

[1- (»/2)] in.

There is no end rotation due to the internal pressure: 6 = 0.
2. Radial displacement w, at section O-O due to the edge load Q, and bend-
ing moment M, :

Q , Mo

Yo T op T pp ™

(0]

L >2VRt
Qo . .

( _ _ sign convention:

PRERRE i
My p R, R R, +w0f @

X — —&—L—l—l— R

Mq

D _L Force Q, and moment M, are

T positive as shown.
fe r
(0]

Fig. 8.2.
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where

3(1 - 2\11/4
ﬁ=[_(1'22t12}lj| >

for v = 3/10, 8= 1.285/(Rt)"/*] and
D=Ef[12(1 - v?).
End rotation 6, due to Qo and M, at section O-O clockwise is given by

Qo

M
-0 = —2— + =2 rad.

3. The principal stresses due to edge loadings Qo and M, at section O-O are

o =(Np/t) £ (6My[t*)=+6M,/[t>  (bending only, Ny, =0)
07 = (N]t) £ (6M4[1*) = (Ewo[R) + (6vM, [t*).

o, consists of the tangential membrane stress due to a change in radius R equal
to wg, which causes a tangential strain in shell equal to wo /R per unit length of
circumference and a stress Ewy/R. 0, can be either tensile or compressive, de-
pending on the sign of deflection w, . Further, since the sides of the unit element
are here assumed to be restrained and unable to accommodate the rotation
caused by the moment M, stresses equal to +6pM/¢* resulting from the Poisson
effect are produced in the tangential direction.

4. Combined stresses due to internal pressure and edge loadings Q, and M,
are

o1, = (PR/21) * (6Mo/1*)
0¢ = (PR[f) + (Ewo/R) = (6vM]1?)
o, =-P[2 (average).

5. Once edge loadings Q, and M, are known, deformations w(x) and (x) and
loadings Q(x) and M(x) at any distance x from the edge are given by

-Bx -Bx o

w(x) =2 2[303(; px 0,+ (cos2 zicD sin fx) M,
-Bx . Bx

) =& (cosfx +sinpx) , e cospx

28D 0 8D 0



DISCONTINUITY STRESSES 201

e™P* sin Bx
8
Q(x) = [e7P*(cos fx - sin fx)] Qo - [28e™* sin x] M.

M(x)= Qo t+ [e‘ﬁx(cos Bx + sin fx)] M,

Example 8.1. The top half of a non-Code vertical drum is constructed from
0.313-in.-thick stainless steel plate A240 Type 304L and the bottom half from
0.625-in .-thick (including corrosion allowance) carbon steel plate A285 gr. C.
The following design data are given:

Drum i.d.: 120 in.

Maximum operating pressure: 70 psig

Periodic peak operating temperature: 650°F
Eg=25.1X10® and E, =25.3 X 10° psi

0y =9.87 X 107® and o, =7.33 X 107° in./in./°F
Stainless steel type 304L:

S, =13,700 psi

Satm = 15,600 psi

S, =25,000 psi

Sy, at 650°F = 15,200 psi

Determine the combined maximum stresses at the stainless-to-carbon steel
shell junction in Fig. 8.3.

1. Shell deformations at junction due to the pressure P:

Radial deflection: w; =PR;R[1 - (v/2)1/E,t, =+13,617 X 107° in.
w, =+27,330 X 107° in.
Rotations: 0, =6, =0rad.
Q
0 Oo
: wd |
1 , 0 My 1)
ST~ 1] {
- ~ .
1 ' 1 e / RERE Assumed positive directions of
R, P I, Qo and M, as shown. Eccen-
R, L Ry tricity e disregarded.
Shell 1, Shell 2,
carbon steel stainless steel

Fig. 8.3.
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2. Deformations due to the rise in temperature AT = (650°-70°) = 580°F:

Radial growth: 8§, =a,R, AT =+256,415 X 107¢ in.
8, =+344335 X 1078 in.

Rotations: 0, =0, =0rad.

3. Equating the summation of all deformations of the carbon steel shell to
the summation of all deformations of the stainless steel shell end,

8, =0209, D, =0.568X 10°
8, =0296, D, =0.071X 10°.

. Qo M, Qo M,
Def tions: +6, + + =wy t0, -5 — F :
eformations Wy 1 25?1)1 2521D1 w» 2 ZﬁgDz 2B%D2
. Qo M, Qo M,
Rotations: + = - .
262D, BDy 283D, B.D,
and

0, = 335 Ib/in.
M, =360 Ib-in./in.

4. Total combined stresses g;, and o4:
(a) Carbon steel shell:

o = (PR, [2t,) * (6M,/t3)=3,378 + 5,530
=+8,910 psi (inside)
=-2,150 psi (outside)

0, = (PR/t;) + (Ecwo[Ry) * (6vMo[t})

where

oo Qo Mo
° 28D, 261D

=+39,560 X 107 in.

Hence

0:=6,756 + 16,600 £ 1,660 = + 25,020 psi (inside)
=+ 21,700 psi (outside)-
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(b) Stainless steel shell:

o7, =6,726 ¥ 22,050 = +28,780 psi (inside)
=-15,324 psi (outside)

0,=13,450- 25715+ 6,615 =- 18,900 psi (outside)
=-5,650 psi (inside)
Do M,

=- 20 1 0 61616X 107 in.
260D " 28D ’ n

Wo

Summary. The calculated oy, in the stainless steel shell is far too high. The

failure in the actual vessel occurred as a fissure parallel and close to the circum-

ferential weld seam at a point where probably o, in combination with the

residual weld stress first exceeded the ultimate fatigue strength. An occasional

inspection would not prevent final breakthrough, since the fissure would origi-
nate on the inside of the vessel shell.

8.4. HEMISPHERICAL HEADS

The following discussion gives the formulas for the solution of effects of the uni-
formly distributed line edge shear Q, and the edge moment M, on a hemi-
spherical head (Fig. 8.4). The sign convention used is as follows: wyq is positive
outward (increase in radius of curvature); 6, is positive outward.

1. Radial displacement of the midsurface due to the internal pressure P:

w = (PR*/Et) (1 - v) in.
0 =0 rad.

2. Radial displacement at section O-O due to the loadings Q, and M, in
Fig. 8 4:

wo = Qo (2RNEF) + Mo (2N2/EX)

My Edge loads Qg and M,
— W are positive as shown.
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where
N=BR=[3(1 - v*)/(R1)*]'*R.

End rotation 6, due to Q, and M :
0o = Qo(2N\*EL) + Mo (4N3/REY).
3. The principal stresses due to edge loadings Q, and M, at section O-O are

07 = (N,[t) £ (6M,]1*) = (Ewo[R) + (6vM,[1*)
01, = (N /1) £ (6M,[1?) = +6M, [1*

4. Combined stresses due to internal pressure P and the edge loads Q, and M,
at section O-O are

o, = (PR/2t) + (Ewo/R) * (6vM,[t*)
or, = (PR/2t) + (6M,/1?)
0, = -P/[2 (average).

The discontinuity stresses at the hemispherical head-cylindrical shell junction
are less significant than at the semiellipsoidal, torispherical, or conical head-
cylindrical shell junctions. This could be an important factor in selecting a
hemispherical head as an end closure for a large-diameter pressure vessel subject
to high operating temperatures in addition to internal pressure.

Example 8.2. Determine the discontinuity stresses at junction of a top hemi-
spherical head and cylindrical shell of a large-diameter vertical vessel (Fig. 8.5)
with the following design data:

Design pressure: 150 psig,

Hydrotestpressure: 225 psig,

X-ray: full,

Design temperature: 700°F,

Inside radius: R; = 120 in.,

Material: SA 515 gr. 60, S, = 14,300 psi, v = 0.3, £ =24.8 X 108 psi.

1. Shell thickness due to pressure is

. PR; 150 X 120 127
§ SE-06P 14300-06X 150 )
PR; 150 X 120

ty = = =0.63 in.
hT OSE-02P 2X 14300- 02X 150 n
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Fig. 8.5.

2. Edge deformations:

Shell—pressure:

w=(PR;RIEN[1 - (v/2)]

_ 0.85X 150X 120.63 X 120
24.8 X 10° X 1.27

=58,784 X 107¢ in.
6 =0 rad.

Shell—edge loads:

wo =-(Q0/26°D) + (Mo /26?D) =-96 X 1075Q, + 10 X 107°M,
0o =+(Q0/26°D) - (My/8D) =10 X 1075Q, - 2 X 107 M,.

Head—pressure:
w = 2(1- v)(PR*Ef) = 48,637 X 107% in.
0 r

1
2
0 rad.

Head—edge loads:

wo = +Qo(2RNEt,) + My (2N*/Ety) = 273 X 1075Q, +40 X 107°M,
00 = +Qo(2N\YEty) + Mo(4\}[RE1,) =40 X 1070, + 12X 1075M, .

205
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Total shell edge deflection = total head deflection:
58,784 - 96Q, + 10M, = 48,637 + 273Q, + 40M,.

Total shell edge rotation = total head edge rotation:
IOQQ - 2M0 = 40Q0 + 12M0'

Hence

M, = -108 Ib-in./in.

(in the opposite from that assumed), and

0, =36 Ib/in.

3. Combined stresses at section O-O:
Shell:

o, = (PR[2ty) ¥ (6M/[2) = (150 X 120.63)/(2 X 1.27) ¥ (6 X 108/1.27%)
=7,146 ¥ 404 = +6,742 psi (inside)
=+7,550 psi (outside).

0; = (PR]ts) + (Ew,[R) + (6vM]17)
=14,293 - 932 ¥ 121 =+13,240 psi (inside)
=+13,482 psi (outside)

wo =-4,536 X 1078 in.

Head:

oy, = (PR/2ty) + (6Mo]f3) = 14,323 T 1,633 = +12,690 psi (inside)
=+15,956 psi (outside)

o, = (PR/2ty) + (Ewo[R) = (6vM|[t},)
=14,323 + 1,131 ¥ 490 = +14,995 psi (inside)
=+15,944 psi (outside)

we =+5,500 X 1076.

Check total deflection:
Shelt: 58,784 - 4,536 = 54,248 X 107¢ in.
Head: 48,637 + 5,500 = 54,137 X 107° in.

Note: Any discontinuity stress will be further minimized by the plate taper at joint, as
required by the Code welding detail in Fig. UW-13.1.
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8.5. SEMIELLIPSOIDAL AND TORISPHERICAL HEADS
Semiellipsoidal Heads

In semiellipsoidal heads both principal radii of curvature are functions of the
location (see Fig. 3.12.) The solution of edge deformations in terms of edge
loadings becomes difficult, and bending theory does not provide ready-to-use,
closed-form formulas for the deformations, as is the case with cylindrical shells
and hemispherical heads. Approximation methods have to be used, which con-
sume more time than is available to a vessel designer.

However, the most commonly used and commercially available 2: 1 ellipsoidal
head is satisfactorily designed using the Code formula with low acceptable dis-
continuity stresses.

If for some reason an ellipsoidal head with a higher R/A ratio is used and dis-
continuity analysis has to be performed, the following references will be of help
to the designer: 59, 61, 63, 64, 101, 103, 107, 20, and 22.

Torispherical Heads

Discontinuity stresses are due to sharp changes in the radius of curvature at
points @ and 2 (Fig. 3.14). Since these points are in practice close together,
the edge loadings affect each other to a large degree and again the analysis be-
comes prohibitively involved for routine vessel design work.

Since the total combined stresses in the knuckle region are several times higher
than in standard 2:1 semiellipsoidal heads under the same pressure loading, the
torispherical head is less suitable for high-pressure jobs (above 150 psi).

The references given in the discussion of semiellipsoidal heads can also be used
as an assistance in estimating discontinuity stresses in torispherical heads.

8.6. CONICAL HEADS AND CONICAL REDUCERS
WITHOUT KNUCKLES

Conical heads and conical reducers without knuckles are frequently utilized in
pressure vessel and piping design. The thickness of a conical head or a conical
section under internal pressure P with a half apex angle a <30 degrees is com-
puted by the simple Code membrane stress formulas and the Code rules requir-
ing a reinforcement of the cone-cylinder junctions. No special analysis of
discontinuity stresses is normally required.

The question now arises, how to check a cone-cylinder junction with o smaller
than 30 degrees subject to external loads in addition to the internal pressure P,
or with an angle « larger than 30 degrees. In such cases a more detailed analysis
of discontinuity stresses at the cone-cylinder junction is in order.

The equations for the edge forces and moments for conical shells, being
dependent on the cone apex angle (2a), are much more complicated than for
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cylindrical shells. While a number of exact solutions for the cone-shell edge
displacements and forces under internal pressure and other loadings have been
presented during the last decade, some in tabular form, they are suited rather to
special jobs than to standard work in everyday pressure vessel and piping design.

The following discussion is an analysis of the localized stresses at the cone-
cylinder junction, replacing the cone with an equivalent cylinder at the junction
point under investigation. The resulting stress equations, based on much simpler
cylindrical edge force formulas, are presented in forms readily applicable in
standard design.

The stresses computed according to these formulas are in good, workable,
overall agreement with the stresses calculated by more exact analytical methods.
Also, design stress limits are suggested here to help the designer in evaluating a
design for safety.

The whole analysis presented here is based on the ref. 60, carried out for dif-
ferent ratios of n = cone thickness/cylinder thickness.

Influence Coefficients

For the sake of convenience, the edge radial displacement AR and the edge rota-
tion 6 due to a unit edge load (Qo =1 Ib/in.) and a unit edge moment (M, = 1
Ib-in./in.) are calculated for both cylinder and cone, replaced here by an equiva-
lent cylinder (Fig. 8.6). These values are known as influence coefficients.

Cylinder. The radial deflection w(=AR) and rotation 6 of the edge due to
shear unit force Qy = 1 Ib/in. is given by

w=1/2Dg
0o o
Qo Qo
cylinder, Qo cos
A ) My
’ % f 4, w, w, €Os «
R
l L2
-— — }
axis/% cone
0 R |cosa
= tCOng

tcylinder

equivalent cylinder
at point A

Fig. 8.6. Unit edge load diagram at cone-cylinder junction.
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where = [3(1 - »*)/R**]*/* Forv=0.3, 8 = 1.285/(R1)"/2.

9=1/2D8* =wB, D=Ef[12(1 - ).

The end deflection AR and rotation 8 due to unit moment M, = 1 Ib-in./in. are

AR=1/2DB* =wB and 6 =1/8D=2wg.

Cone (replaced by equivalent cylinder at point 4). The radial displacement
AR and rotation 6 of the edge due to a unit shear force 0, = 1 Ib/in. is given by

AR =w, cos = [(1 X cos @)/(2D.B2)] cos a=w(cos® a/n>k3)

where
B = [3(1 - v*)/(R/cos a)* (n£)* 14 = B(cos a/n)'/? = kB
D,=n*D
k = (cos a/n)!/?
6 = (1 X cos @)/(2D.p2) = w(B cos a/n’k?).

The radial displacement AR and rotation 6 of the edge due to a unit moment
My =1 1b-in./in. are

AR = (1/2DB%) cos o= w(p cos a/n>k?)
0 = (1/D.B.) = w(2B[kn>).

These results are tabulated in Table 8.1.

Table 8.1

UNIT LOAD (1 lb/in.)
PERPENDICULAR TO

UNIT MOMENT
(1 1b-in./in.)

AXIS ON END OF ON END OF
CYLINDER CONE CYLINDER CONE
Unit shear 1 1 X cos a — —
Unit moment - - 1 1
Radial displacement cos? a B cos a
AR (in.) perpen- w w - 3.3 wg w 3,3
dicular to axis n’k nk
Rotation of 2 2
28° cos 2
meridian wp —~—B 32 « 2wg? w—ﬁ3
6 (rad.) n’k kn
Circumferential E E\ cos? o E wg (E
membrane stress w|— w{— 3 wg| — —s 5 [—}cosa
(osi) R R] n3k3 R k2 \R

Forv=0.3, w=(1/2Dg*) =

(2.57/E£)(R1)%2,
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Computation of Edge Forces 7, F, and Edge Moment M

A closed-end conical reducer (Fig. 8.7) is separated from the adjacent cylin-
drical shells, by planes at junctures “L” and “S”, and the acting end forces f, F
and end moment M are applied as indicated.

Juncture L. From the equilibrium condition in the vertical direction:
f+F=CPRtan)/2=Z. 1)

Using the formulas from Table 8.1, the total radial deflection of the cylindrical
shell due to force f and moment M is equated to the total radial deflection of the
cone due to the force F and the moment M. The radial displacements of both
shells due to pressure are assumed approximately equal and cancel out.

fw - MwB = [(Fw cos® a)[n®k>] - [(Mwp cos a)[n’k?] )

where cos a/n3k? = 1/n?. Similarly, the total rotation of the cylinder edge is
equated to the total rotation of the cone edge. The end rotation of the conical
shell due to pressure is neglected. This assumption is a source of discrepancy
between approximate and more accurate analytical methods.

- fwp + Mw28* = [(FwB cos a)/n* k] - (Mw28*/n*k). 3)
After simplifying, the result is a set of three linear simultaneous equations:
ftF=2Z

f- M = (Fk[n) - (Mp[n)
-f+2MB = (F|n?) - (M2B/kn>)

juncture L T= 2—536504 juncture S
t M Sign convention used:
ﬁ_ m nt | +w deflection
H, ‘ oo % 5+ 6 rotation
t
Pt ’ F * H * I .
——

R P s
! ¢ | P R
X axis l % lMs X '

I -
R = mean radius of the larger cylinder
R, = mean radius of the smaller cylinder

Fig. 8.7. Conical reducer separated into clements with applied edge forces and end mo-
ments positive as shown.
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which can be solved for the three unknowns f, F, and M:

f=zv,
F=Z-f=2(1-V,)
M=ZQ2[B)V,

where
B k[1+n%(1 + 2kn)]
kn* +2K%n® + 2kn? +2n+k

_kn[1+V (0 - 1)]
S A +1)

Vi

Va

Both forces, f and F, are positive, acting in directions shown in Fig. 8.7 and
causing compressive membrane stress in the shell. Moment M is also positive,
producing bending stresses in compression in the outside of the shell.

Juncture S. The end force T = (PR, tan )/2 has the opposite direction to
that at juncture L shown in Fig. 8.7, and so do forces f;, Fy, and moment M.

Combined Stresses in Cylinder and Cone at Junctures £ and S

Stresses in Cylinder at Juncture L. The combined longitudinal stress o, due to
design pressure P and discontinuity moment M is given by

o1 = (PR/26) ¥ (6M[1?) = (PR/2f) ¥ (PR/2)(6/£2)(2\/Rt/1.285) V, tan

PR
= == (0.5% 4669V, VRJ tan a).

The combined tangential (circumferential) membrane stress o,,, (the Code
average discontinuity hoop stress in par. UA5e) due to the pressure P, force
f, and moment M, is given by

Otm = (PR[1) - fw(E[R) + MwB(E/[R)
= (PR/1) -~ ZV,w(E[R) + Z(2/8) wB(E/R) V,
= (PR/) -~ Zw(EIR)(V; - 2V>)
= (PR/1) - (PR[2)(E[R)(6 X 0.91/1.285%)R**IYEr*\(V, - 2V,) tan «
=(PR/)[1 - 1.285V/R[t(V, - 2V,) tan o] .

In order to obtain the total combined stress o;, the bending stress (¥ 6vM/t?) has
to be added. However, since some movement of the differential shell element
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will reduce the bending stress in the tangential direction only the stress 0z is
used in stress analysis.

The formulas for o; and 04, can be further simplified by rewriting the
equations for 07, and 04, as follows:

o1, =(PR[1)(0.5F X\/R[t), where X =4.669V, tan a
osm = (PR[t)(1 - YNV/R]?), where Y =1285(V, - 2V,) tan a.

The coefficients X and Y, covering the majority of practical cases, are tabulated
in Table 8.2 or the designer may plot them for different half apex angles a, as
suggested in ref. 60.

Stresses in Cone Shell at Juncture L. The total combined longitudinal stress oy,
in the cone shell at juncture L is given by

o1, = (PR/2tn cos a) ¥ (6M[n?1*) = (PR[2nt cos o) ¥ 6Z(2[B) V> [n? ¢
= (PR/2nt cos o) ¥ (6/n*1*)(PR/2) tan a(2/1.285)\/Rt V,
= (PR/)[(0.5/n cos @) T (4.669/n*) V,/R]t tan o]
= (PR/1)[(0.5/n cos a) ¥ UN/R/1],

where
U= (4.669/n*)V, tan a=X/n*.

The membrane tangential stress 0, in cone shell at juncture “L” is:

Osm = (PR/nt cos &) - Fw(E[R)(cos? a/n®k?) + Mw(B/n*k*)(E[R) cos
= (PR/nt cos &) - Z(1 - V) w(E[R)(k[n) + Z(2/B) V,w(B/n*)(E[R)
= (PR/nt cos &) - (1.285PR/t)\/R]t tan a {[(k/n)(1 - V)] - V> /n*)}.

Table 8.2.

a=15° a=30°
n 1 125 1.5 1.75 2 n 1 125 1.5 1.75 2
X 0.155 0.159 0.1573 0.151 0.142 X 0.325 0.335 0.330 0.317 0.300
Y 0.087 0.068 0.0647 0.058 0.054 Yy | 0.179 0.152 0.135 0.122 0.113
U 0.155 0.104 0.070 0.049 0.0356 U | 0325 0.214 0.147 0.104 0.074

a=45° a=60°
n 1 1.25 1.5 1.75 2 n 1 1.25 1.5 1.75 2
X 0.533 0.552 0.545 0.524 0.496 Xx | 0.837 0.871 0.863 0.833 0.789
Y 0.293 0.255 0.218 0.197 0.180 Y | 0461 0.383 0.334 0.300 0.271
U 0.533 0.352 0.242 0.172 0.125 U | 0.837 0.557 0.387 0.272 0.197
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By a simple substitution for ¥V, it can be shown that

{[(k/”)(l - V)l - @V, /n?)} = V1 -2V2)

so that
Otm = (PR[t) {(1/n cos a) - [1.285(V, - 2V,) tan a]/R]t }
Table 8.3. Stresses at Cone-to-Cylinder Junctures.
juncture L juncture S M, = external moment at juncture

‘ L>o /ANt W = weight at juncture
cosio D =2R or 2R
nt, t, tg = corroded shell thickness
nt t . . .
d : ) Positive (plus) sign means tension.

112 The upper sign specifies the stress on

R I
! \ a the outside surface.
o \_ A
_—— - w

P, =P + (41/D), equivalent pressure for longitudinal stress.
l= i(4M/1rD2) — (W/wD), unit longitudinal load, Ib/in.

Juncture L
Combined stress in cylinder. P.R R
. . e
longitudinal: o7, = <0.5 ¥ X‘/—)
t t
P, P R
membrane tangential: Oy = —— ( - ..P£ Y ‘)
t t
Combined stress in cone.
PeR 0.5 R
longitudinal: o =% ( FU ‘/:>
t \ncosa t
PR 1 P R
membrane tangential: Otm = —( - }3 Yv/— )
t \ncosa t
Juncture S
Combined stress in cylinder. P.R -
longitudinal: op =% <O.5 t Xy /22 >
ts tg
PR P R
membrane tangential: Opp = —= <1 + ?e Y‘/-E)
Is )
Combined stress in cone.
P.R 0.5 'R
longitudinal: ar = % <m +U -?5)
s s

PR 1 P, R
membrane tangential: Otm=—2 +-Cy, /=S
tg \ncosa P tg
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and finally

04m =PRIt[(1/n cos @) - YN/R[1].

The coefficients U and Y for the majority of practical cases are tabulated in
Table 8.2. To obtain the total tangential calculated stress o, the bending stress
(F6vM[n*t*) has to be added.

Similarly, the Stresses at Juncture S Can Be Obtained. In conical reducers the
maximum tangential compressive stress occurs at the large end, while the maxi-
mum tangential tension stress occurs at the small end under internal design
pressure.

For the convenience of the designer all the above stress formulas are sum-
marized in Table 8.3.

Example 8.3. In ref. 19, page 498, is an example of a rigorous analytical solu-
tion of discontinuity stresses at a cylinder-conical head junction with design
data as shown in Fig. 8.8, with the following results.
1. Computed stresses from ref. 19. (a) In the cylinder:
Total longitudinal stress:
-30,880 psi
o7, =5,690 F 36,560 =
+42,260 psi.
Membrane tangential:
Orm = 11,380 - 25.2(1,490) + 8.373(2,443)
=-5,712 psi.

Total tangential:
-14,852 psi

0;=-571279,140 =
+ 3,428 psi-

Material: steel E =30 X 10°%, » = 0.25

to=0.633
teone = 0
cone = 0.755 LI T
) P = 300 psi R; =24
exis
o = 45°

Fig. 8.8. Design data for Example 8.3.
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(b) In the cone:
Total longitudinal:
-20,951 psi

oL =4,764% 25,715 =
+30,480 psi.

Membrane tangential:
Otm =-5,898 psi.

Total tangential:
-11,891 psi

0,=-5989%5902 = {
- 87 psi.

2. Using the equivalent-cylinder approximation. R =24.3 in.; n=1.192;
v =0.3. (a) In the cylinder:
Total longitudinal

o, =(PR/t)(0.5 ¥ X+/R[t) = (300 X 24.3/0.633)(0.5 ¥ 0.554/24.3/0.633)
-33,487 psi outside

=5,758 ¥39,245 = {
+45,003 psi inside.

Membrane tangential:

Otm = (PR/1)(1 - YA/R[t) = (300 X 24.3/0.633)(1 - 0.256~/24.3/0.633)
=11,516 - 18,267 =-6,750 psi.
Total tangential:
- 18,524 psi

0¢=Opm ¥ (6VM/[1?) = -6,750 ¥ 0.3(39,245) =
+ 5,024 psi.

(b) In the cone

Total longitudinal:

oy, = (PR/H)[(0.5/n cos o) ¥ UN/R]t]
= (300 X 24.3/0.633)[(0.5/1.192 X 0.707) ¥ 0.387+/24.3/0.633 ]
-20,782 psi

=6,832F27,614 = {
+34,446 psi.
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Membrane tangential:
0tm = (PRID[(1/n cos &) - Y~/R]t]
= (300 X 24.3/0.633)[(1/1.192 X 0.707) - 0.256+/24.3/0.633]
= 13,666 - 18,267 =-4,601 psi.

Total tangential:
-12,881 psi
0;=-4,601+F03X 27,614 =
+ 3,683 psi.

The stresses as computed by this approximate analysis are in good and reason-
able workable agreement with stresses calculated by the more exact method.
Wherever the stresses differ they are on the conservative side. A better agreement
would be reached by using » =0.25 and R = 24 in.; however, since a Code de-
signer would use »=0.30 and midsurface radius in computations, the same
values were used here for comparison.

Suggested Allowable Stresses and Stress Ranges at Cone- Cylinder Junctions

The calculated total longitudinal stress o7 with predominant bending stress
component can be very high and exceed the yield stress. As pointed out in ref.
60, the longitudinal stress cannot exist in the vessel wall in calculated intensities
exceeding the yield point of the material.

A hydrostatic test can be assumed as the final fabrication operation here; it
produces a local yielding in the vessel wall.in the longitudinal direction, pro-
vided no local buckling occurs. (Of course, any visible localized deformations in
the shell due to the hydrotest are objectionable, since they tend to increase the
existing flaws in the base material and welds and initiate new cracks in the less
ductile heat-affected zone adjacent to the weld as well as they introduce un-
desirable large residual stresses.)

When the shell is subsequently pressurized at the design pressure the induced
o7, should remain below the yield point. However, the relaxation of the longi-
tudinal stress o7, by yielding will increase the tangential component membrane
stress by an amount equal to roughly one-half of the reduction in longitudinal
stress [74].

Using this reasoning, the maximum allowable stresses per Code Division 1
par. UAS3, 45,E in the longitudinal direction (membrane + discontinuity bend-
ing) and 1.5S,E in the tangential direction (membrane hoop + discontinuity
hoop), as compared with the computed localized stress o7, and 04y, , are assumed
rather as the maximum allowable stress ranges.

The following are the maximum allowable design stress limits for 04, and of,
based on experience and using Code Divisions 1 and 2 as a guide.
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Maximum Allowable Tangential Membrane Stress 04, in Cone and Cylinder.
1. Design pressure plus any operating external mechanical load

Om <1338,  or 04, +(0,,/2)<2S5,<S,.
2. Hydrotest pressure:
Otm < 2Satm O Opy +(0/2) <3Sa1m < Sy,

where S, is the Code allowable stress at the design metal temperature and Satm
is the Code allowable stress at room temperature.
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Thermal Stresses

9.1 GENERAL CONSIDERATIONS

Whenever there is a considerable difference between the vessel operating tem-
perature and atmospheric (assembly) temperature, thermal expansion problems
occur. Generally, the effects of externally applied mechanical loads and the ef-
fects of thermal expansion are separated and independently analyzed and only
the final effects of total combined stresses are considered when comparing to
maximum allowable stresses.

Thermal (or temperature) stresses in a structural member are caused by tem-
perature changes and accompanying dimensional changes. In addition to being
subject to a change in temperature, to develop thermal stresses the structural
member must be restrained in some manner. The constraints of the member in
the usual thermal stress problems that occur in the vessel design may be divided
into external and internal constraints. This division is convenient, since the
analytical procedures for solving the two types of problem differ. Internal
constraints are usually the more difficult to solve.

In thermal analysis the first task is then to compute the elastic stresses in the
part due to these constraints. It is assumed that the thermal stresses are within
the elastic range on the stress-strain curve of the construction material. If the
temperature is high enough the creep may become significant and have to be
considered. Induced thermal stresses can easily exceed the yield strength of the
material. However, thermal stresses are self limiting; this means that a small
local plastic relaxation will reduce the acting force, as described in Chapter 2.

9.2. BASIC THERMAL STRESS EQUATIONS

A body can be visualized as composed of unit cubes of uniform average tempera-
ture. If the temperature of a unit cube is changed from T to T'; and the growth
of the cube is restrained, there are three cases to consider.

1. Restraint in the x-direction. A stress o, is induced:

0, =-aE(T, - T)

218
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in compression for Ty > T, where « is the coefficient of thermal expansion
(in./in./°F).
2. Restraint in x- and y-directions.

0y, =0y =-aE(T, - T)/(1 - »).
3. Restraint in all three directions (x, y, z).
0, =0y, =0, =-af(T, - T)/(1 - 2v).

These equations are the basic equations for direct thermal stresses under ex-
ternal or internal constraints, and represent the maximum thermal stress for the
particular constraint. They can refer to an entire body under external constraints
or to an element of a body.

The equation in 3 defines the stress for a fully restrained body or an element.
The stress is the maximum thermal stress that can be produced by a change in
temperature under external or internal constraints [16].

The equation in 2 represents the maximum stress that can be produced in a
body or an element restrained in two directions. An example would be the
stress produced at the surface of a body under sudden heating or cooling. For
steels, this would be about 200 psi/°F.

9.3. EXTERNAL CONSTRAINTS

If the temperature displacements of a body or a system of members are fully or
partially prevented by outside restraints the usual method of stress computation
is to find the dimensions of the freely expanded body and then to compute the
forces and moments required to bring the body to the restrained state and the
stresses produced by those forces.

Thus thermal problems of this type are converted into problems of conven-
tional strength of materials. Solution depends on the availability of suitable
strength formulas applicable to the problem. The temperature distribution
through the body is generally uniform.

The simplest example would be a steel pipe between two fixed walls. Any
change in temperature of the operating liquid in relation to atmospheric (in-
stallation) temperature will induce a change in the length of the pipe:

AL = ol (Ty - Tym).

If Tyym <T\ the growth AL will be positive and the total force F required to
restrain the pipe to the original length L will be

F=aab;(Ty - Tym)-
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Thermal stress is then
0=Ea(Ty - Tym)  in compression
where

a = the cross-sectional metal area of the pipe
a = the coefficient of thermal expansion of the pipe material.

Example 9.1. Determine the local stresses in the carbon-steel vessel shell at
point B and stresses in the stainless-steel (Type 304) welded-in pan tray at point
A, as shown in Fig. 9.1. At start-up the pan temperature will be the same as the
temperature of the operating liquid, 7}, while the shell temperature will be only
slightly above atmospheric temperature.

The stainless steel pan will expand to a greater degree than the carbon steel
shell. The equation for the summation of all radial growths AR is as follows:
(AR of the shell due to the internal pressure P) + (AR of the shell due to the
rise in temperature) + (AR of the shell due to the line load g at point B) = (AR
of the pan due to the rise in temperature) - (AR due to the linear force g at
point B), i.e.,

(R/E,)(0;- v01) +0o(T, - T0°)R + (qR?B2E £) = (T, - T0°)R; - (gL [3E,[)
qI(R*B/2E,1) + (4L° [Eit))] = a(T, - 70°)R; = (PR*[E t)[1 - (/D] =K
for T, = 70°F, and line load g:
q =K/[(R*B[2E 1) + (4L° [Est})]

where 8 =1285/(Rt)"/? for v =3/10.

q /i height of

L operating liquid

B )/ &
J

Al / 1 !_‘

pan tray b

cladding Lj ]
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1. Total stress in shell at point B is:

longitudinal: oy = [1.17¢R1)/? /*] + (PR/21)
tangential: o = (qRB/2t) + (PR/t) = [0.64q (RD)'/? [1*] + (PR/1).

2. Total stress in pan at point 4 is:

in tension: o, = (6qL/t*) + (liquid and pan weight/27t, R 4) <, of pan plate.

‘9.4. INTERNAL CONSTRAINTS

The shape of a body with nonuniform temperature distribution throughout
may be such that it does not permit free expansion of the individual body ele-
ments in accordance with their local temperatures, so that stresses are produced
in the body in the absence of any external constraints. This can be visualized
better if a body is assumed to consist of unit elements such as cubes or fibers,
each with a uniform average temperature differing from the temperature of the
adjacent elements.

For example, a thick cylindrical shell can be assumed to consist of thin,
mutually connected, concentric cylindrical shells. If the temperature is raised
uniformly the individual shells will grow at the same rate. However, if a tempera-
ture gradient develops, for instance with heat transfer, the cylindrical elements
will be at different average temperatures and expand at different rates. Since the
individual cylindrical elements will be constrained by each other, thermal
stresses will develop in the otherwise unrestrained shell. If the stresses become
larger than the yield strength of the material at some point, residual stresses will
be introduced in the shell upon return to the original temperature.

A detailed description of the general analytical methods for solving thermal
stresses caused by such internal constraints is beyond the scope of this book.
However, most vessel problems can be reduced to two-dimensional stresses. In
simpler cases, exact analytical solutions are possible and result in closed formulas,
which are sometimes cumbersome. For a practicing vessel engineer the rule is
to use available closed-form results, and when necessary to simplify the problem
to obtain only the most important stresses. However, the lack of derived formulas
sometimes necessitates the use of approximate methods.

In the following discussion, thermal stress problems will be described briefly,
and only as they occur in standard pressure vessel design practice.

Thin Plate Bar with Transverse Temperature Gradient

Figure 9.2 shows a thin, unrestrained plate bar, simply supported and subject
to an uneven, one-dimensional thermal gradient across height 4. Temperature T
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Iig. 9.2.

is defined in terms of the variable y. The stresses resulting from the uneven
temperature distribution can be determined by the equivalent thermal load
method.

To determine the thermal stresses in the bar we assume first that the bar is
cut into longitudinal unit fibers of the same temperature along their lengths,
which are allowed to expand freely in the x-direction. There are no shear stresses
between the fibers to consider. Second, the fibers are brought into their original
shapes by outside assumed forces.

The internal compressive stress produced is

G, =~alT().

At this point the fibers are rejoined. Since at the ends of the actual bar there is
no compressive stress o, equilibrium is restored by application of end tensile
force F, distributed across bar width 4 at the ends. At a distance away from the
end, force F will become uniformly distributed across the cross-sectional bar
area:

th/2 +h/2
F=f dde=f oFET(y)tdy
-h/2 -h/2

’ +h/2
oy =F/nt =— f oET(y)dy.
h -h/2

Since F'is distributed non-uniformly at the ends with respect to the axis z of the
bar cross section, a bending moment is introduced:

+h/2 +h/2
M= ) (dF)y=f oET(y) ty dy
s ~h/2
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causing the bending stress

n

ot = s My 12 f’

x L oET(y)y dy.

h/2
The total stress in bar away from the end in the direction of the x-axis is the
summation of the above stresses: 0, =0, + 0 * g}, Or

1 +h/2 12y +h/2

ox=—aET(y)+—f oET(y)dy £ —- oET(y)y dy.

hJ b J_npa
Example 9.2. Assuming a linear temperature distribution in the plate bar of
Fig. 9.2, with temperature T, at point O, determine the stress distribution in

the bar.

T(y)=To[1 +(2y/n)].

Aty =+h)2,

1fre 1+2 thi2 142
0, =-aFE(2Ty) +— oFET, (————X> dy +f oET, EE 4 dy
h —n)2 h o h

12021 (° 1+2 thiz 1+2
+ h3/ [f oET, (—f)ydwj aET, —h—y ydy
-n/2 0

and the stress in the unrestrained bar at point 4 is

Oy =_2QETO +Q’.ETO +(XET0 =0.

This result is in accordance with the basic principle that a uniform or linearly
varying temperature rise by itself does not generate thermal stresses in a solid
body in the absence of constraints.

However, the linear temperature distribution in the bar will cause a deforma-
tion giving it a constant curvature:

(1/R) = aT,)/[A(1 + aTo)] = (2aT,)/A.

If the bar is restrained in compression only o5 =0 and o, =-aET,. If the bar is
clamped at ends, oy =0 and again the stress is 0, =~aFET,.
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In practice, the temperature distribution will 1esemble to that shown in Fig.
9.2(b), generating high thermal stresses in the bar. The use of gusset plates or
rib stiffeners cannot be recommended on hot vessels subject to thermal gradients
of the sort which affect the bar in this example. If they are used, they must be
well insulated. The interested reader will find a thorough description of the
equivalent thermal load method as used to solve more general thermal problems
in refs. 66, 67,68, and 122.

Bar with Axial Temperature Variation

It can be shown by the above method that:

1. An unrestrainted bar with axial temperature variation is stress free. The
total strain is

L
ey =f aT(x) dx.
1]

2. A restrained bar with axial gradual temperature variation 7'(x) and average
temperature T, generates stress in the bar equal to

0, =-EaT,,

with all sections in compression.

Thick Plate with Transverse Temperature Gradient

The temperature distribution is uniaxial, the produced stress biaxial. Assuming
full restraint in the x- and z-directions,

=-oET(»)/(1 - »).

Then from the previously derived stress formula for a bar the following equation
can be written:

20ET(») E f“”ﬂ _19E f*h”
- = _ + + =" T ay.
Ox 0z 1 - h(l _ V) _nja aT(y) dy h3(1 h/2 a (y)y 34

For a linear temperature distribution T(y) =T, [1 + (2y/h)] in a plane (Fig.
9.3) with edges clamped (an approximation to a thick vessel wall) at point B
(the inside of a shell with a high operating temperature), the stresses are

0x =0; == [20ETo /(1 - )] + [eETo/(1 - v)] =-aETo/(1 - v).
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Fig. 9.3.

During a thermal shock (sudden application of hot or cold fluid of temperature
Ty to the surface of the plate) the magnitude of the stress at the surface of the
thick plate with an average temperature T, and surface T after the contact with
the fluid is given by

o0 =Ea(T, - T5)/(1 - v) =Ea(T, - Tp)/(1 - »).

Uniform Hot Circular Spot in a Large, Thick Plate

If a circular hot spot of temperature 7; with radius a develops in a shell, for
instance due to a crack in the inside shell refractory, in an otherwise cold plate
of temperature T (Fig. 9.4), the maximum stress is given by:

inside the hot spot: 0,=0;,=-aFE(T, - T)/2;
outside the hot spot at distance r:

o, =-aE(T, - T)a*[2r?
0, =oE(T, - Ta?[2r%.

These stresses are maximum stresses since any rise in the cold plate tempera-
ture will relieve them.




226 PRESSURE VESSEL DESIGN HANDBOOK

Thick Cylindrical Shell with Radial Temperature Distribution

For the case of a thick-wall cylindrical shell with free ends, the stresses due to a
radial distribution of temperature through the wall are given by

oF 2 _ 2 b r
o, =(1 TP [;2 - Z2 f T(r)r dr"j T(r)rdr}

2 b r
o [’J_a j T(r)rdr~~j T(r)rdr- T(r)rz]

O’Z(l—v)r2 b?-a® a

oF 2
LT

b
-_ d -
bz_f_L T@)rdr T@ﬂ
where

a = inside radius (see Fig. 9.5)
b = outside radius
r = radius of the point under consideration
T(r) = gradient temperature of the point under consideration as a function of
r. In practice determined by a heat-transfer computation.

Stresses 0, and o;, are algebraically additive to the pressure stresses.

Fig. 9.5.

Assuming that the thermal gradient is linear, the gradient temperature is
Tr)=@-rT,/(b- a).

At r=b, T}, =0 or reference temperature; at r =a, T = T,. The maximum stresses
are:

of T,
atr=a: 0,=0p = 2 [

Lo a-v)

2b+a ]
3(+a)
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atr=b: =g, = DT
R - 30t
For thin shells with @ = b, the maximum stresses are:
atr=a: 0, =0y =- T
‘ LT - )
atr=b: ;=0 =+ £,
2(1-v)

which is one-half the maximum thermal stress for two-dimensional constraints.
The linear temperature gradient generates the smallest thermal stresses from all
possible temperature distributions. For medium- and thin-wall cylinders the
assumption of a linear temperature gradient is satisfactory.

Spherical Shells with Radial Temperature Gradient

In a spherical shell the principal stresses o, and o, at the point under considera-
tion are given by

wa [P -a® 1 (P 1 ("
0,.=1——:; [;3—“*;3 ’FJ; T(r)er ‘F . T(r)r2 dr

2Wa [ 277 +a> 1 J"’ " 1 J" 1
e s dr+— | T dr-— :
1 - [2(b3 ) P T(r)r* dr yE . (r)r* ar > T(r)

In practice most process vessels operating at high temperatures are thermally
insulated, in which case the temperature of the shell wall will be uniform and
equal to the temperature of the operating liquid. However, heavy tubes in heat
exchangers will be subject to temperature gradients.

O

Thin Cylindrical Support Skirts of Hot Vessels with Axial Thermal Gradient

In addition to the stresses produced by the vessel weight and wind or seismic
moments there are thermal stresses in the cylindrical skirt supports of hot vessels
generated by the temperature gradient from the skirt-shell joint down in axial
direction.

The additional stresses in skirt supports will consist of the following:

1. Temperature gradient stresses will be produced by the temperature distribu-
tion alone in the cylindrical shell, regardless of whether the end is free, clamped,
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or fixed. (A linear axial thermal gradient by itself does not produce any stresses
in the cylinder, but it does cause expansional shell deformation.)

2. Discontinuity stresses will arise because the skirt end is welded to the shell.
At the skirt-shell weld junction the skirt and shell temperatures will be nearly
the same so that no radial difference in expansion occurs. However, from the
joint down along the skirt any temperature gradient will cause an angular rota-
tion of the skirt end, which is restrained by the welded joint equivalent to the
clamped boundary condition of the skirt end.

3. In addition to the above stresses of thermal origin, the design vessel pres-
sure will produce a radial deformation in the shell, which will cause stresses in
unpressurized skirt.

Support skirts should be designed (a) with a thermal gradient moderated by
insulation (internal and external), so that the combination of thermal and other
stresses will be within the acceptable stress ranges at the welded joint, and (b)
long enough to reduce the temperature difference between the bolted-down base
of the skirt and the concrete base, in order to prevent any possible distortion of
the skirt.

Temperature Gradient. To perform thermal stress analysis of the cylindrical
support skirt of a vessel, or at least to inspect quantitatively the magnitude and
effects of thermal stresses, the temperature profile of the support skirt must be
known. The skirt height is usually given by process requirements, and in practice
the minimum height of a support skirt is rarely below 6 ft. At this length the
skirt support can be assumed to be a semi-infinite cylinder insulated inside and
outside, as shown in Fig. 9.6.

T |,
2__ ZADMIMINIEMINIMIIINMININNY ] [
T, ‘ SN )
|
dx i i G
14 '.’f
7 Lo ¢ _ R

hj, h, = film coefficients, Btu/ft?-hr°F
k;, ko = transverse conductivity of insulation, Btu/ft?-hr=°F, thickness in in.
C = metal conductivity, thickness in in., Btu/ft?-hr-°F
R = thermal metal resistance of plate to axial heat flow, hr->F/Btu
= 144/Ct
T = temperature of cylinder at x = =
(T4 - Ts) = total temperature drop
T (x) = shell temperature at distance x under given ambient conditions.

Fig. 9.6. Semi-infinite cylindrical shell insulated outside and inside.
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Examining a strip of unit width on such a cylindrical shell, insulated on both
sides, with temperature T, at its end and with constant temperatures T; and T,
adjacent to the insulation, the temperature distribution is given as a function of
the distance x from the end by

T(x) = (Ta - Ts)e_mx + Ts

where

Ts = (T:G; + ToG,o)/(G; + G,)
1/G; = (t:/ki) + (1/h;)
1/Go = (to/k0) + (1/h,)

m = [R(G; +G,)]'/?

At x =0 the gradient becomes maximum:
dT(x)/dx =-m(T, - T,) °F/ft

This equation can be used for estimating the skirt metal temperature at the base.
The maximum gradient of up to 30°F/in. is considered acceptable.

The analytical determination of thermal stresses due to a thermal gradient in
a semi-infinite cylinder depends on the solution of the differential equation for
the temperature radial growth w of the free cylinder due to the temperature
distribution T'(x) from the end in the axial direction:

d*w/dx* + 4p*w = - (Eta/DR) T(x)

where

a = coefficient of thermal expansion
D =Er*[12(1 - v?) flexural rigidity of the cylinder
B=[3(1-v*)R*]Y*

and the longitudinal moment M}, and the transverse shear Q at any location:
My =-Dd*w/dx*, Q=-Dd*w/dx>.

The solution and application of the results of these equations to various bound-
ary conditions is beyond the scope of this book. The interested reader will find
further information in refs. 18, 70, and 73.

Generally, it can be said that computed thermal stresses in many cases exceed
the yield point, but since they consist primarily of self-limiting thermal bending
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Fig. 9.7. Schematic illustration of temperature profiles under various types of insulation.

stresses they are compared rather with the allowable stress range than the
allowable stresses [69, 8].

Support skirts for hot vessels are successfully designed if the temperature
gradient at the skirt-shell weld joint in Fig. 9.7 is minimized by the shell insula-
tion extending 2-3 ft below the skirt-shell weld and with the crochet space
left open, as shown in Fig. 9.8.

This design is satisfactory even for large-diameter vessels with considerable
radial expansion. However, some difficulties such as weld cracking have been
encountered on large-diameter vessels in cyclic thermal service accompanied
sometimes by thermal shock. For such vessels a support skirt lapped to the
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skirt-to-shell
/ weld joint

4
/ . . .
/ air pocket is effective

in moving the maximum
/ temperature gradient
y from the weld down.

L R NN,

\\\\\\\‘l\s

"L T R ERE R NN

[LE Vs g e 00 0]

L/’/

0°100° 300°  500°600°

Ilig. 9.8. Schematic illustration of temperature profile for insulated and fircproofed skirt
with air pocket.
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bottom cylindrical shell portion would seem to be a more suitable design for
even and better heat transfer. A more involved analysis becomes necessary here.
Short, longitudinal slots located below the weld joint have not proven com-
pletely successful in practice for relieving thermal stresses, since they weaken
the shell and behave as discontiuities [74, 75].

9.5. THERMAL STRESS RATCHET UNDER STEADY
MECHANICAL LOAD

Application of a steady mechanical load to a system subject to a cyclic operat-
ing temperature may result under certain conditions in cycling of combined
thermal and mechanical stresses and a progressive increase in the plastic strain
in the entire system. This action of cyclic progressive yielding is called thermal
ratcheting and may lead to large distortions of the system and ultimately to
failure.

The basic explanation of this phenomenon is given in the following descriptive
example. A rigid slab M of weight W (Fig. 9.9) is supported by metal cylinder
A with cross-sectional area @ and bar B with cross-sectional area b. It is assumed
that both materials behave in an elastic-perfectly plastic manner.

First Half of the Thermal Cycle

The initial stress 0; induced in the cylinder and the bar, both of uniform tem-
perature T, is

0; = W/(tl + b)

and is given by point A4 = B on the stress-strain curve in Fig. 9.10.

MRS IR 'o\"‘«‘."

{‘ OO $ o y Ay [Ay B
“a- ‘-4. - .\" ,"~ Y 4
T : cylinder A ) / / /

L Lo L1, I (Ee)
bar B o J / /

" (E, ) U; A, [ As
0
Ey =E,, a,>a w e(Al)‘l~'—

o
L B, B,
Wsa > o,, Wh > o,

€y —eteCp ol

Fig. 9.9. Fig. 9.10.
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If the temperature of the system is raised to Ty, the free length L of the
cylinder increases by AL = (o, ~ ;) L(Ty - T) over the free length of the bar,
and a portion of the load carried by the cylinder will be transferred to the bar.
The stress in the cylinder will drop to the point A, on the curve, and if the in-
crease in temperature is large enough, yield stress o, will be induced in the bar
B. The produced strain is given by the point B, , where the cylinder takes over a
part of the load to prevent further yielding of the bar and the force equilibrium
in the system is restored.

The tensile stress at point 4, in the cylinder is given by

aoy =o0;(a +b)- 0,b.

The strains in the cylinder and the bar produced by weight W differ only by the
amount AxAT, or

e(By)=e(4,) + AaAT.

Since the system forms a continuous structure the total increase in the common
length must be the same for the cylinder and the bar. However, the part of the
bar elongation e(B); ) is now permanent.

Second Half of the Thermal Cycle

The system is cooled to initial temperature T and the situation is now reversed.
The free length of the bar has been increased by the permanent plastic elonga-
tion and the bar unloads a portion of its load along the line B; =B,. The
cylinder takes over this part of the load. Assuming area a is such that yield stress
is induced, the cylinder deforms partially plastically to point 4, . However, no
plastic deformation occurs in the bar.

Since the final lengths of the bar and the cylinder must be the same, point
A, lies on the same vertical line as point B, . The tensile stress o, in the bar at
point Bj is given by

bo, =oi(a +b) - gya.

At the end of the next thermal cycle the final state of stress-strain will shift to
point B, in the bar and to point 4, in the cylinder, as indicated by dashed lines
in Fig. 9.10.

The lengths of the bar and the cylinder are permanently increased in each
cycle and the permanent elongation e, at the end of the cycle will be, from the
stress-strain diagram,
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ep =DaAT +e(d;) - e(Y)- [e(By) - e(B,)]
=AaAT - [e(Y) - e(41)] - [e(B1) - e(B2)]
=AaAT - [(0y, - 04)/E] - [(oy - 02)/E].

Substituting for o; and o0, in the above equation, we get

€p = AaAT - (0y/E) + [0;(a + b)[aE] - (0,b/aE) - (0y/E)
+ [0;(a + b)/bE] - (0ya/bE)
=AaAT - [(0), - 0;)/ET[2 + (b/a) + (a/b)] .

If 0y, - 0; is very small and can be disregarded, ep is maximum and equal to
AaAT.

It is important to note that the above system acts as a continuous structure.
Therefore ratcheting can not develop in joints like the flange-bolt joint. A
practical example of thermal ratcheting would be the cyclic growth of a thick
cylindrical shell of uniform material subject to internal pressure and fluctuating
operating temperature which develops a radial thermal gradient through the
wall. The design rules of Code Division 2 should then be applied.

9.6. DESIGN CONSIDERATIONS

In the design of pressure vessels the designer tries to eliminate or at least mini-
mize thermal stresses as much as possible. Several methods in use are discussed
here.

1. One of the simplest and effective ways to avoid external constraints is by
using floating construction, which eliminates external constraints. An example
of floating construction is shown in Fig. 9.11, where a heat exchanger is at-
tached to a process column by two brackets. The top bracket carries the entire
weight of the heat exchanger, while the bottom bracket with slotted holes
supports the heat exchanger horizontally and provides for the vertical differen-
tial thermal expansion. The nuts on bolts in the bottom bracket are hand tight
and secured by tack welding. Another example are the horizontal and vertical
drums on sliding support plates.

2. If external constraints cannot be entirely eliminated, local [flexibility
capable of absorbing the expansion is provided in the form of expansion joints
or a flexible structural member. An example would be the pan-to-shell joint
shown in Fig. 9.1, which can absorb the radial growth of the pan without
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Fig. 9.11.

causing the buckling that would occur if the pan were welded directly to the
shell.

3. Sometimes a change in design is desirable to solve a thermal problem. For
instance, in the case of a large U-tube heat exchanger too large a difference
between the in and out temperatures on the tube side caused the tube sheet to
warp and a leakage occurred. The suggested remedy was to replace U-tube de-
sign with once-through flow construction.

4. Shapes of weldments or castings that might cause a steep temperature
gradient under operating conditions can be avoided by proper contouring of
the part. Sources of stress concentration, holes, abrupt changes in cross-sections,
or mass accumulation should be minimized. Thermal expansion can be better
handled by dividing large parts.

5. Selection of proper material or combination of materials can minimize
thermal stress. Consider the bolted, flanged joint in high-temperature service
shown in Fig.9.12.
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The thermal expansion coefficient @) and a; of the bolt and flange, respec-
tively, should be approximately the same. If o), > ay, leakage of the joint occurs
at high operating temperatures and if the bolt is tightened a permanent set
occurs when the joint returns to normal temperatures. If ar>ay the bolt
becomes overstressed and permanently stretched at high temperatures. On
return to lower temperatures the joint leaks.

6. A temperature gradient can be moderated by selective use of insulation,

as was done by insulating the top of the support skirts for hot vessels in
Fig.9.8.



10
Weld Design

10.1. INTRODUCTION

Today, welding is the most commonly used method of fabrication of pressure
vessel shells. Structural, nonpressure parts such as stiffening rings, lifting lugs,
support clips for piping, internal trays, and other equipment are usually at-
tached to vessel wall by welding as well. Welded joints, instead of bolted joints,
are sometimes used for piping-to-vessel connections to obtain optimum leak-
proof design where desirable, as with lethal fluids or in high-temperature service.

A structure whose component parts are joined by welding is called a weldment.
A weld is defined as a localized union of metal achieved in plastic and molten
states, with or without the application of pressure and additional filler metal.
Basically, there are three welding methods:

1. Forge welding is the oldest method, applicable to low-carbon steel. The
joint is not particularly strong.

2. Fusion welding is a process that does not require any pressure to form the
weld. The seam to be welded is heated, usually by burning gas or an electric arc
to fusion temperature, and additional metal, if required, is supplied by melting
a filler rod of suitable composition.

3. Pressure welding is used in processes such as resistance welding, which uti-
lizes the heat created by an electric current passing against high resistance through
the two pieces at the contact interface.

The most widely used industrial welding method is arc welding, which is any
of several fusion welding processes wherein the heat of fusion is generated by
an electric arc.

Residual stresses in a weld and in the region adjacent to a weld are unavoidable
and complex, but they are not considered dangerous when static loads are ap-
plied. If the weld residual stress is superposed on the stress caused by an external
load and exceeds the yield point of the material, a small amount of local plastic
yielding will redistribute the stress. This is particularly true for ductile materials,
and one important requirement for a good weld is high ductility. In order to
prevent loss of ductility in the heat-affected zones, only low-carbon, nonharden-

236



WELD DESIGN 237

= % -

(a) Double V-groove (b) Single V-groove (c) Double bevel groove (d) Double fillet-welded
butt joint angle joint tee joint tee joint

!~5T> 1|n|—| -

(e) Double fillet-weldedi (f) Single fillet-welded (h) Two fillet (k) Single bevel groove
lap joint lap joint with weld corner corner joint with
plug welds joint backing fillet weld
!
(g) Edge joint

Fig. 10.1. Some forms of welded joints in combination with different weld types.

able steels with less than 0.35 percent carbon content are used as construction
material. Carbon is an effective steel hardener; however, with the usual manga-
nese content of 0.30-0.80 percent it does not cause any difficulties when
present in steel up to 0.30 percent. In addition, the residual stresses in heavier
plates are usually removed by post-weld heat treatment. Cooling after welding
causes dimensional changes in the weld due to temperature reduction and phase
change; these changes may result in occasional cracking in the weld or the heat-
affected zones. Fortunately, the steel lattice expands as it becomes ferritic at
lower temperature, but contracts because of the reduction in temperature.

For design purposes, welds can be divided into three basic types, calling for
different design methods and different design stresses: groove, fillet, and plug
welds. Welded joints are described by the position of pieces to be joined, and are
usually divided into five basic types: butt, tee, lap, corner, and edge.

The types of joints should never be confused with the types of welds. In Fig.
10.1 the basic types of welded joint in combination with different types of
welds are shown. For a designer, the immediate task is to select the joint design
and the type of attachment weld, and to compute its size.

10.2. GROOVE WELDS

Groove welds can be subdivided according to the edge conditions, as shown in
Table 10.1. All types of grooves shown can be used in butt, tee, or corner weld
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Table 10.1. Types of Groove Welds.

SINGLE DOUBLE
Square = 3

joints. Butt or tee joints with V or double-bevel groove welds are used exten-
sively, particularly where cyclic loads are expected. They are easier to design
than fillet welds, but harder to fabricate. The edge preparation required depends
on the plate thickness and is usually specified by the applicable code. Detailed
weld bevel dimensions may differ for shop and field welds and are subject to the
approval of the welding engineer. A careful fit-up is required for butt joints, but
a slight mismatch may be permissible. In the absence of specifications, ref. 82
can serve as a guide. Edge beveling or grooving primarily aids weld penetration.
Some welding processes (e.g., automatic submerged arc welding) are capable of
very deep penetration, while others (e.g., manual arc welding) are not.

The strength of a groove weld is based on the cross-sectional area subject
to shear, tension, or compression and the allowable stress for the weld metal,
which is the same or nearly the same as the allowable stress for the base metal.
Stresses in groove welds are computed from standard formulas for stresses in
tension, bending, or shear and combined in the standard manner. The complete
penetration groove is the most reliable of all weld types. There is no significant
stress concentration due to weld shape, since the force lines are smooth and
continuous. Joint efficiency depends on the type of weld examination, the
welding procedure, and type of load. It is usually given in applicable codes and
ranges between 0.80 and 1.00.
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tensile stress
from force P: S =P/TL <ES,

L shear stress
p / from force F: Sg = F/TL <ES,;
I
T

t 1
’ ™\ weld

F fusion face v
. reinforcement
— root opening weld

Sq = allowable tensile or compressive stress of the base metal
Sqs = allowable shear stress of the base mctal
E = joint efficiency for the groove welds
T = width of the groove weld equal to the thickness of welded plate at joint
L =length of the welded joint

Fig. 10.2. Full-penetration double V-groove butt joint.

Determining Groove Weld Size

In Fig. 10.2 a typical butt joint is shown (both welded parts are in the same
plane) with full-penetration double V-groove weld. It can be seen that point 4
where the weld reinforcement reenters the base metal is a source of some stress
concentration and potential failure under repetitive load. Removal of the weld
reinforcement, by grinding flush, increases the fatigue strength of the weld and
is therefore required by some codes.

In Fig. 10.3 a butt joint with incomplete-penetration groove welds is illus-
trated. If the weld metal is not removed by gouging on the root before welding
the other side, or if the depth of penetration is not full, the welded joint be-
comes an incomplete-penetration weld with a lower joint efficiency. Because of
its poor strength under cyclic operating conditions this weld type is used mainly
for connecting nonpressure parts to the vessel shell under static loads where fillet
welds would be too large. The resisting weld area equals to (#, + A, ) L.

In Fig. 10.4 a tee joint with a full-penetration double-bevel groove weld plus
fillet weld on each side is shown. The throats of the fillet welds may be included
in computation of the critical stress-resisting area. However, the main purpose

h1
< |

) 7 S——
S

hy

Fig. 10.3. Butt weld with incomplete-penetration double V-groove weld.
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Fig. 10.4. Tee joint with double-bevel groove weld.

of the fillet welds here is to reduce the stress concentration, so the resisting area
is equal to T times L.

To summarize, in order to determine the maximum stresses in a groove weld of
the width T the standard stress formulas are used with properties of the weld
critical section (resisting area a, section modulus Z, and polar modulus J). The
different computed stress components at the same location are combined
analytically or by the Mohr circle, and the maximum shear and principal stresses
are evaluated. They are compared with the allowable weld stresses based on the
allowable stresses of the base metal times the weld joint efficiency.

Example 10.1. Check whether the size of the weld connecting the lifting lug to
the vessel wall in Fig. 10.5 is adequate. Use the impact factor 2 for sudden loads.
Assume the maximum allowable stress for the groove weld to be equal to the
strength of the lifting lug material.

F =60,000 Ib
e = 10— )
_\/\_'\ 18-in. Sch. XStr. pipe
t
L t=0.50in
7 Zy, =117in’°
r a=27.47in’
- T Y Material: SA106 gr. B
o=x Ll S, = 35,000 psi
H VT
I.d_,' N vr SMAW
N 1
3158 45°
16

Fig. 10.5. Lifting lug.
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Bending stress: S =M/Z, = 2Fe[nr*t
=2 X 60,000 X (10/117) = 10,260 psi.

Shear stress: Sg=2F[a=2 X 60,000/27.5 = 4,370 psi.
Combined maximum shear:

Se=1[(Sp/2)* +821'2 = [(10,260/2) +4,370*]/2 = 6,740 psi.

Combined maximum tension:

S =(Sp/2) + [(Sp/2)* +S2]1Y2 =(10,260/2) + 6,740 = 11,870 psi.

Safety factors:
in shear: S.F.=0.6 X 35,000/6,740 = 3.12

in tension: S.F.=35,000/11,870 =295
Both safety factors are acceptable.

Note. Both maximum stresses in shear and tension must be smaller than the allowable de-
sign weld stresses in tension and shear for weld. Also the stresses in the shell have to be
checked.

10.3. FILLET WELDS

A fillet weld is a weld with an approximately triangular cross section, joining
two surfaces at right angles. The size of a fillet weld is specified by the leg length
w (see Fig. 10.6) of its largest inscribed right triangle (in Europe, by its throat
thickness ¢). The 45-degree fillet weld with equal legs is the most economical
and therefore generally used. Since no edge preparation is required the cost is
low, but so is the allowable stress. Stress concentrations at the root or at the toe
can cause failure under variable loads. The main weld definitions are shown in
Fig. 10.6. In stress computations no credit can be taken for the weld reinforce-
ment. A one-sided fillet weld in tee or lap joints should be avoided because of its
very low static and fatigue strengths. The face of the fillet weld may vary from
convex to concave.

Stresses induced in fillet-welded joint are complex because of the eccentricity
of the applied load, the weld shape, and notch effects. They consist of shear,
tension, and compression stresses. Distribution of stresses is not uniform across
the throat and leg of a fillet weld and varies along the weld length as well. In
Fig. 10.7 an approximate stress distribution in a transverse weld is shown. A
large stress concentration is apparent at the root of the fillet weld. Under such
conditions it becomes nearly impossible to obtain correct maximum analytical
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(a) Double fillet-weld tee joint (b) Double fillet-weld tee joint

with partial-penetration
bevel-groove welds

T = welded part thickness
w = weld leg
t = weld throat, the shortest distance from root to face of the fillet weld. For a 45-degree
weld, £ = 0.707w.

Fig. 10.6. Definitions relating to fillet welds.

stress formulas. For practical reasons it is important to have a simple method of
stress analysis to compute the proper amount of the fillet weld and to provide
adequate strength for all types of connections for static or fluctuating loads.
However, excessive welding may be a major factor contributing to an increase
in welding cost, residual stresses, and distortions.

In order to determine the nominal (average) stresses and the size the fillet
welds from standard tension, bending, and torsion stress formulas, weld section
properties such as area, section modulus, and polar modulus must be computed.
These properties of the critical sections can be computed by treating the critical
section of the weld in two ways: as an area or as a line.

= | T
H shear bending

i "
bid,
X b

/B ¢

/

[sy]
5]

tension

Fig. 10.7. Schematic distribution of main stresses in transverse fillet weld of a tee joint.
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Determining the Size of a Fillet Weld by Treating the Critical Section as an Area

Basically, there are two directions of applied loads on the fillet welds: parallel to
the weld length and transverse to the weld length.

The average shear and normal stresses have been computed for both cases using
simplified freebody diagrams (Table 10.2). The simplified approach gives dif-
ferent maximum (average) stress values for transverse and parallel welds. Further
difficulties arise when both weld types are used in combination. Welded connec-
tions in practice consist of a group of welds subjected to one or more types of
loadings simultaneously. A number of simplifying assumptions have to be made
to arrive at practical, unified design formulas applicable to both types of welds
and giving safe welded connections when compared with the test results.

1. The critical resisting area for both types of welds or their combinations is
the minimum cross-sectional area at the throat plane and equal to the weld
throat thickness times the effective weld length. It disregards the possibility that
another section can actually be subject to higher combined stress. The exception
is Code Division 1, where the leg size is used instead of the throat in computa-
tions of the critical area of a fillet weld. However, the lower joint efficiency
compensates for the increased area in this case.

2. The nominal stresses are computed by substituting the properties of this
weld area (area a, section modulus Z, or polar section modulus J) into the stan-
dard stress formulas for tension, bending, or torsion.

3. If several stresses in different planes must be combined at the same location
to determine the maximum stresses, the conventional analytical formula for
determining the combined maximum stress can be used, as was done for the
groove welds. However, it can be seen even from the simplified diagrams in
Table 10.2 that the maximum induced stresses (normal or shear in fillet welds)
are hard to define and use in formulas for combined stress. Therefore, in the case
of fillet welds an alternative procedure is to treat any stress on the weld throat,
regardless of direction, as a shear stress. If a fillet weld is then subject to com-
bination of stresses S;, S,, S; (shear or tensile) acting at right angles to each
other, the resultant stress is considered as a vector sum of all three stresses:

S=(S7+53 +s})"2.

All stresses to be combined must occur at the same location. This totally arbi-
trary approach lacks analytical justification, but it gives conservative weld sizes
in agreement with tests and is frequently used for simplicity. It is left up to the
designer which approach he prefers to use.

4. The maximum resulting stresses are limited by the allowable stress of the
base metal, assuming the weld metal to be stronger, times the joint efficiency
for the fillet welds. A transversely stressed fillet weld can sustain higher loads
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than one stressed longitudinally (parallel). Some specifications allow the use of
a higher allowable stress for transverse welds. However, if transverse welds are
used in combination with parallel welds, the lower allowable stress for parallel
welds must be used.

5. When parallel and transverse fillet welds are used together it is assumed that
the load is uniformly distributed between the welds. Distribution of the shear
stress is uniform throughout the weld sections. Bending stress is linearly distrib-
uted according to beam theory. (If two or more types of welds—groove, fillet, or
plug—are combined in a single joint, the allowable capacity of each is computed
with reference to the group to determine the capacity of the entire group of
welds.)

6. The moment of inertia about the longitudinal axis of the weld cross section
is disregarded.

7. Stresses computed by stress formulas are nominal, due to external loads
only. The effects of stress concentrations, residual stresses, and shape of weld
are neglected for static loads.

8. The effect of possible deflections of the parts connected by welding on the
stresses in the weld is neglected. The parts are assumed to be rigid.

These assumptions result in conservative weld sizes. Considering the possible
variations in weld quality, however, they seem to be justified.

A considerable disadvantage of this method is that the throat size ¢ of the fillet
weld has to be first assumed for stress computations. If later the maximum stress
is too far from allowable stress the computations must be revised. However, this
procedure is very suitable for checking existing welds.

Example 10.2. A structural clip with double fillet weld is subjected to forces F
and P as shown in Fig. 10.8. Consider the effects of both forces separately and
combined. Joint efficiency F is based on the weld throat width ¢.
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(a) Critical weld cross-section properties.

Area: a=2tL=1414wL.
Section modulus: Z, =0.707wL?/3.

(b) Stresses from force P.
Bending: S, =M|Z,=PelZ,.

Direct shear: S, =P[2tL =P[1.414wL.
maximum S = (S2 + 53)!/? <ES,.

(c) Stresses from force F.

Shear: S5 = F[2tL = F[1.414wL <ES,.
(d) Maximum combined stress due to forces F and P.
maximum S = [(S; +83)* +S3]Y/? <ES,.

Notes. The whole load is transmitted through the fillet welds only and no credit is taken for
possible bearing between the lower part of the clip and the vessel wall. The assumption that
the shear S is carried uniformly in welds is generally accepted.

Example 10.3. A thin support clip of a length L with fillet welds is subjected to
force F, as shown in Fig. 10.9. Determine the stresses in the welds. Joint effi-
ciency F is based on the weld leg w.

Bending stress: S, =q/wL  where q=Fe/w+T).

Shear stress: S, =F[2wL.

Combined maximum stress: S = (S3 +53)"/? <ES,.

Fig. 10.9.
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Fig. 10.10. Structural clip subjected to an eccentric twisting load P.

Example 10.4. Determine the maximum stress in the fillet weld around the clip
shown in Fig. 10.10.

(a) Critical weld cross-section properties.

Throat area: a=2bt+dt.

The procedure for determining the polar moment of inertia J of the total weld
area of a weld joint is as follows. (1) The polar moment of inertia J, of each
straight section of the weld area with reference to its own centroid and to the
centroid of the entire weld is computed

Jo = (L3)12) + (L3t/12) + (L) r?
and disregarding L£3/12
Jo = Lt[(LY12) + 2]

where 7, is the distance from the origin O to the centroid of the weld section
(see Fig. 10.11). The formula is valid for both positions. (2) The polar moment
of inertia J of the entire weld is the summation of all J,’s of the individual weld
section areas. In Fig. 10.12 the total moment J is

J=2bt[(b*/12) +r2] +dt[(d*/12) + n?]
where
re=(x2 +y§)‘/2

n = (2br)(b/2)/(2bt +dt) = b*/(2b + d).
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Fig. 10.11. Fig. 10.12.

(b) The maximum torsional stress S is at point 4:
Sy =Ple+b-n)rma/J where Fmax = [(b- 1) +(d[2)*]"2.
This stress can be resolved into a vertical component
Sy =8, cosa
and a horizontal component
Sy =S, sin a.
(c) The direct shear stress is
S, =P/(2bt + dt).

S, is vertical and additive to Sy .
(d) The maximum shear stress at point A combined is

S=1[(S, +Sy)* +S%]1* <ES,.

Treating the Fillet Weld Critical Section as a Line

This method is simpler and more direct than the previous one. It permits finding
the weld size directly. Actually, it originated from the “weld area method” by
using linear moments of inertia, polar and rectangular, of the weld outlines in
the standard design stress formulas. It can be shown that the properties J and /
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of thin areas are equal to the properties J,, and I, of a weld section treated as
a line, multiplied by its uniform thickness ¢, with negligible error; for instance
Z=2Z,t.

Instead of unit stress S in psi the result in standard design formulas is unit
force f=S8 X t in Ib/lin. in. of weld length. If several forces fin different planes
are acting at the same point they are combined vectorially. This gives a clearer
and mentally more acceptable picture than does the previous method. The linear
moments J,, and I,, and the linear section modulus Z,, of a weld outline can
easily be computed by using the parallel-axis theorem or by direct integration.
For convenience the J,, and Z,, values of some commonly used weld outlines
are given in Table 10.3.

The required weld leg w is then determined by dividing the resultant computed
unit force f by the allowable unit force f,,,. The entire design procedure to com-
pute the resultant f can be summarized as follows:

1. Draw a freebody diagram of the attachment to be connected with a fillet
weld and all acting forces and moments.

2. Draw the proposed weld outline and select orthogonal reference axes x, y,
z, usually axes of symmetry with the reference point O in the centroid of the
weld outline. Compute the linear properties of the total weld outline (length L,
Jw,and Z,,, as required).

3. Determine all forces and moments with reference to the weld outline. If
required, they are resolved into components.

4. Using conventional stress formulas with linear properties, the maximum
unit forces fy, fy, f; due to all external loads are computed and, if at the same
location, they are vectorially added in the resultant force f:

=2+ +2)\2.

5. The maximum allowable unit force f,, in 1b/lin. in. on an equal-leg fillet
weld w equal to one inch is given by

f,p =0.707ES,

where S, is the maximum allowable stress of the base metal and £ is the joint
efficiency of the fillet weld, based on throat area. If E' is based on the weld leg
area, then f,, = ES,,.

6. The required minimum weld leg is then

w = flf,, (in.).

The disadvantages of the above method is that it cannot readily be applied to
combinations of fillet welds with different throat thicknesses, and possible error
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Table 10.3. Linear Z,, and J,;,, of Compound Weld Sections.

OUTLINE OF THE

SECTION MODULUS
Zy ABOUT AXIS

POLAR MODULUS J,,
ABOUT CENTROID

WELDED JOINT x-x (in.%) O (in.?)
0 d? &3
1. VAR Zyw=— Ty = —
d x—4¢ X w 6 w 12
b
odx - X Zw w
i | 3 6
P 3 2
I e Zw=bd et
1_4_*__.
=r=b 2 3
| I _ d (b +d)
4. by g’ N Zy=bd +—— W= —
i 3 6
e 2 3
2b + 2 +d)?
eyl Sl CE )
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L, _2bd+d®
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Table 10.3. (Continued)
SECTION MODULUS POLAR MODULUS J,,
OUTLINE OF THE Z., ABOUT AXIS ABOUT CENTROID
WELDED JOINT x-x (in.?) O (in.?)
4bd +d?
Zy=———
ﬂ 3 d>@b *d)
(2)JW il
8. Ix—= X—r 4bd* +d° 6(b+d) 6
d O dg = —
= W 6b+3d
“2(b+4d)
9 , Zy=bd+ L (), B H3ed 48
o 1 =0 wbdt W
g d? @), _2b°+6bd* +d>
0. YV, T, Zyy=2bd + — = — ——————
[ o 6
—*_ d2 3 3
11. «x x d ZW=1-v~=1'rr2 JW—“—d~—=£—
! 4 4 32

! Distance between vertical welds negligible.
2 Distance between vertical (horizontal) parallel welds negligible.

in the computation of I, for welds of high ratios of ¢ to the depth of the weld
outline. However, it shortens design time, is of acceptable accuracy, and its use
is recommended here.

Example 10.5. Determine the size of the fillet weld for the plate support clip

in Fig. 10.13, S, = 12,000 psi for base metal, £ =0.55 based on the weld leg.
(a) Weld properties:

L=2d=6X2=12in.

«=2d¥6=12in.?

Weld length:

Linear section modulus:

(b) Unit forces due to V.
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Fig. 10.13.
Bending: fi=VelZ,=2,550X 6/12 =1,275 Ib/in.
Shear: f> = VL =2,550/12 =215 Ib/in.
(¢) Unit force due to H.

Shear: fs =HJ2L =2,550/12 = 215 Ib/in.

(d) Weld size due to combined forces V and H:
F= 1 + )7 + 3112 = [(215 + 1,275)% +2152] /2 = 1,505 Ib/in.
Leg size: w = fIf,, = 1,505/(0.55 X 12,000) = 0.228 in.

Use %-in. fillet weld all around. Corrosion allowance is added only if the vessel is
not painted or exposed to a corrosive environment.

Primary and Secondary Fillet Welds

According to the importance and the magnitude of the load transmitted, fillet
welds can be subdivided into primary and secondary.

Primary welds carry the entire load in some way, and if they fail the structure
fails. The welds must be as strong as the other members of the structure. An
example is the weld connecting a support skirt to a vertical vessel subject to
external loads. All such welds are generally designed as continuous.

Secondary welds, on the other hand, are welds subject to comparatively light
loads or no loads at all, only holding the structural parts together. A good
example are the vertical welds on built-up saddles for horizontal drums. Ob-
viously, they need not be continuous or excessively large. However, AWS Specifi-
cations [79] recommend a minimum fillet weld size based on the thicker plate,
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Table 10.4. Recommended Minimum Weld Sizes for
Thick Plates (AWS).

THICKNESS T OF THICKER MINIMUM LEG SIZE OF
PLATE WELDED (in.) FILLET WELD w (in.)
3<T<gz 1
3<T<1} &
11<r<2} 3
24<T<s6 i
6<T 3

as given in Table 10.4. With a minimum size given the cost of welding can be
reduced by using intermittent welds. The size of the intermittent weld can be
computed from the condition that the strength or the areas of both (continuous
and intermittent) must be equal:

weL =w;(xL) and  x=(w./w;)100

in percent of length L of the continuous weld, where w, is the leg of the re-
quired continuous weld and w; is the leg of the required intermittent weld. The
recommended lengths and spacings of the intermittent welds of leg size w;
expressed as a percentage of w, are given in Table 10.5. All fillet welds for
structural nonpressure attachments, inside and also outside, welded to the pres-
sure parts, where an occasional inspection for corrosion is difficult, should be
continuous or with intermittent strength welds and seal welds between. The
minimum length of an intermittent fillet weld is 1% in. or 4 times plate thick-
ness, whichever is larger. The minimum practical size of the weld leg w is % in.
used for strength welds, and % in. for seal welds.

Example 10.6. If w, = % in. and the required minimum weld leg size is w = —15—6 in.,

the required length of the intermittent weld w; in percent of the length of the

Table 10.5. Intermittent Welds.

PERCENT OF LENGTH OF LENGTH-SPACING FOR
CONTINUOUS WELDS INTERMITTENT WELDS
60 3-5
50 2-4 3-6 4-8
40 2-5 4-10
30 3-10

25 2-8 3-12
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continuous weld w, is x = (3/5)100 = 60 percent. Use Tsé -in. weld, 3 in. long on
5-in. centers with 2-in. gap between the welds.

10.4. PLUG WELDS

A plug weld is a circular weld made either by arc or gas welding through one
member of a lap or tee joint. Plug-weld holes in thin plates are completely filled;
in heavier plates (% in. thick and over) they are only partially filled. '

Plug welds in vessel construction are used most often to fix the corrosion
resistant lining to the base metal. They are sometimes used as strength welds
in single lap joints, reinforcing pads, or nonpressure structural attachments,
and then only in addition to other types of welds.

Determining Plug Weld Size

Code Division 1 allows only 30 percent of the total load to be carried by plug
welds if they are used (UW-17). The allowable working load on a plug weld in
shear or in tension can be computed by the Code formula:

P=0.63(d- 3)S,
where

S, = the allowable stress in tension of the base metal
d = the bottom diameter of the weld hole, limited to T+  <d <2T+ }
T = the plate thickness being welded.

The weld spacing should be equal or larger than 4d.

Similar to plug welds, but not too often used in pressure vessel design, are slot
welds for transmitting larger loads than plug welds. Fillet welds in slots or holes
cannot be considered as plug or slot welds.

Example 10.6. Determine the combined load capacity of the plug weld and
fillet weld in the single lap joint shown in Fig. 10.14.

Plate materials: SA515 grade 60, S, = 15,000 psi, £ = 0.50 based on weld leg.
Allowable force on plug weld: P=0.63(d- %)2 15,000 = 5,320 Ib.
Allowable force on fillet weld: F=4X 0.4375X 0.50 X 15,000 = 13,130 Ib.

Total allowable load per spacing: P+F=184501b.
(5,320/18,450) X 100 = 29 percent < 30 percent.

Efficiency of the joint: (18,450/4 X 1 X 15,000) X 100 = 62 percent.
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weld leg for computation:
=1_1_7.
W=37 16 ~ 16 M

Fig. 10.14.

10.5. DESIGN ALLOWABLE STRESSES FOR WELDED JOINTS

An important responsibility of the designer is to select a proper allowable work-
ing stress or safety factor for the pressure or structural attachment welds used in
the vessel design. Weld metal properties should equal or be very close to those of
the base metal. However, usually too much attention is given to the higher
strength of the weld deposit metal and too little to the heat-affected critical
areas of the adjacent metal.

It is advantageous for the designer to be able to express the strength of the
weld material in terms of the strength of the base metal modified by some
efficiency factor E' to compensate for possible variations in the weld quality and
approximations in the stress computations.

Code Division 1 specifies in Table UW-12 and paragraph UW-12 the maxi-
mum allowable joint efficiencies for welded joints of main pressure vessel seams,
with certain limitations. The joint efficiencies depend on the type of weld and
the degree of radiographic examination. Paragraph UW-15 gives the allowable
stress values in terms of percentages of the plate material for groove and fillet
welds of nozzle and other connections. Paragraph UW-18 specifies the allowable
load on fillet welds connecting nonpressure parts to vessel pressure parts as equal
to the product of the weld area based on the minimum leg dimension w, the
allowable stress in tension of the material being welded S,, and the joint effi-
ciency of 55 percent.

Code Division 2 requires for all pressure shell welds a full radiographic exami-
nation. The strength of welds so inspected is considered to be the same as the
strength of the base metal (AD-140). All welds, groove or fillet, joining non-
pressure parts to pressure parts (AD-920) must be continuous, with strength
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defined as the design stress intensity value of the welded material (weld metal
if weaker) times the nominal weld area and multiplied by a Code reduction
factor. Nominal weld area for fillet welds is the minimum throat area, with
t not less than % in. Welds subjected to fluctuating stresses must be designed
and evaluated according to design values based on fatigue analysis, as
described in Code Appendix 5.

AISC Specifications [34] are often used for the design of structural parts con-
nected to a vessel, such as lifting lugs, supports, etc. The permissible design stress
for groove welds with full penetration can be taken the same as for the parent
material if prescribed electrodes are used. The allowable stress for the fillet weld
throat area is given in terms of the specified strength of the weld metal, depend-
ing on the electrode used. Here the nominal composition of the electrode must
be considered by the designer when selecting the joint efficiency for the weld.

Summary. Allowable joint efficiencies for welds are usually given in the
applicable codes and specifications. In the absence of definite rules the designer
has to estimate the efficiency E. A good engineering practice would be to
select (in terms of decimal fractions):

for groove welds: E =0.80-1.00

for fillet welds: E =0.60-0.80 (based on throat area)
E =0.45-0.55 (based on leg area)
for plug welds: E =0.60-0.80

for forged welds: £ =0.80.

The upper efficiency values would be used for welds examined by radiographic,
magnetic particle, or liquid penetrant examinations.

The term joint efficiency is considered by some as a holdover from riveted
construction with a definite ultimate strength and is replaced by terms such as
reduction or reliability factor.

The allowable stresses for welds under fluctuating loads will be substantially
lower than the allowable stresses for welds subject to static loads only. They
will be based on the endurance strength Sy of the base metal and related to the
number of working cycles N. For instance, the endurance limit of butt-welded
joints could be taken as Sy = 0.85Sy . In addition, concentration factors have to
be used in computing the maximum stress in the structural part.

10.6. STRESS CONCENTRATION FACTORS FOR WELDS

Stress concentrations in welds are due to geometry of welded joints, defects
and imperfections in the welds, and also the different metallurgical structures
of the weld metal, the metal in the heat-affected zone, and the base metal.



WELD DESIGN 257

Table 10.6. Stress Concentration Factors.

Reinforced full-penetration groove-weld butt joint g=1.2

Toe of transverse fillet weld B=1.5
End of parallel fillet weld g=2.17
Groove-weld T-joint with sharp corners =2.0

The effects of these factors on stresses induced by steady loads in a ductile
weld material can be disregarded. However, if the weld is hard and brittle, or
under shock, or fluctuating loads, the influence of stress concentrations be-
comes significant. The stress concentration factors in Table 10.6 are used to
ensure safer welded connections.

10.7. DEFECTS AND NONDESTRUCTIVE EXAMINATIONS OF WELDS

The most common weld defects can be summarized as follows:

poor weld shape due to misalignment of the parts being welded,

cracks in welds or heat-affected zones of the base metal,

pinholes on the weld surface,

slack inclusions or porosity in the form of voids,

incomplete fusion between weld beads or weld and base metal,

lack or insufficient penetration of the weld metal in joints,

undercutting, an intermittent or continuous groove adjacent to the weld left
unfilled by weld metal.

A good weld design starts with the designer. However, the final well welded
connection depends on many factors. Well prescribed welding procedure, good
fit-up of parts being welded, supervision, and weld examination are required to
ensure good quality welds in addition to good design. The designer usually
specifies the type of examination called for by the applicable code or as re-
quired for important strength welds. A brief review of the five most important
basic methods of inspection follows.

Thorough visual inspection (VT) is usually satisfactory for minor structural
welds. Also, all surfaces of welds to be further examined are first thoroughly
visually inspected. The liquid penetrant examination (PT) is used to examine
more important welds or welds where other methods would be hard to apply.
Both of these methods are suitable for detecting cracks or any surface defects
or subsurface defects with surface openings. If liquid penetrant inspection is
used on multilayer welds, each bead should be so examined to inspect the weld
properly. In practice at least the root and the finish passes are routinely inspected.
In vessel construction a liquid penetrant test is required after a hydrotest.

The magnetic particle test (MT) is suitable for detecting cracks, porosities,
and lack of fusion at or near the surface in ferromagnetic materials. Since this
method depends on the magnetic properties of the material tested, it can not
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be used on nonmagnetic materials such as austenitic stainless steels or aluminum
alloys. Again, at least the root and the finish passes of more important welds
must be inspected.

The most important nondestructive test method is radiography (RT). It auto-
matically provides a permanent record of the internal quality of the weld ma-
terial in the form of radiographic films. Any change in density of the weld metal
being examined, such as gas pockets, slag inclusions, and incomplete penetra-
tions, will be detected on radiographic film as a dark spot. A good radiographic
examination is hard to achieve on tee joints, and therefore radiography is used
mainly on butt joints. However, radiographs cannot be interpreted to ascertain
the absence of cracks at an angle unless many angle shots are taken.

Ultrasonic examination (UT) is frequently used today to detect subsurface
flaws such as laminations or slag inclusions in thick plates, welds, castings, etc.

These nondestructive examinations are not mutually exclusive, but rather
complementary.

10.8. WELDING PROCESSES

It would seem appropriate for a vessel designer to have a general knowledge of
the main welding processes used in fabrication of pressure vessels. Both the type
of welding process used and the welding conditions greatly affect the quality
of welds and the estimated weld efficiencies in strength computations of non-
Code welds. Selection of proper welding electrodes is usually done by welding
engineers. The following discussion presents brief descriptions of the welding
processes most commonly used in the fabrication of pressure vessels (UW-27
Welding Processes).

Shielded Metal Arc Welding (SMAW)

This form of welding is widely used. The heat for welding is produced by the
resistance of the arc air gap to the flow of electric current. Also called stick
electrode welding, SMAW is almost always done manually. As the electrode
heats, the core wire which conducts the current to the arc melts and provides
filler metal for the welded joint. The coating of the electrode breaks down to
form a gaseous shield for the arc and weld puddle as well as a small amount of
slag, which protects the weld as it cools. Shielding is very important for the
quality of weld, since it prevents absorbtion of gases from the air into the
molten metal and also prevents the loss of alloying elements during the transfer
of molten metal through the arc. The process is very versatile and provides welds
of very good quality. However, the rate of weld deposition (the weight of weld
metal deposited in a unit welding time) is only moderate, so the use of SMAW is
confined to production of small pieces such as nozzles, structural attachments,
etc., or to repair work.
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Submerged Arc Welding (SAW)

This process, almost always fully automatic, is used in the fabrication of main
vessel seams. It gives excellent welds at low cost. However, it can be used for
horizontal positions only. A continuous consumable wire coil is used as elec-
trode. Weld puddle and arc are protected by liquid slag, formed from granular
mineral flux deposited ahead of the arc. The rate of weld deposition is high.

Gas Metal Arc Welding (GMAW)

A consumable continuous wire is used as an electrode which melts and supplies
the filler metal for the welded joint. A protective shield of inert gases (helium,
argon, CO,, or a mixture of gases) is used. The process produces excellent welds
at less cost than the GTAW process (see below) with higher weld deposition
rate.

Gas Tungsten Arc Welding (GTAW)

This process is used when the highest-quality welding with difficult to weld
metals is required. An arc is formed by a nonconsumable tungsten electrode,
which carries the electric current; the filler metal, if required, is added separately
from a rod or a continuous wire. Inert gas flows around the arc and the weld
puddle to protect the hot metal. Weld deposition rate is comparatively low.

Gas Welding

Heat of fusion is generated by burning a flame of gas with oxygen. Different
gases are used, as described below.

The oxyhydrogen process (OHW) uses hydrogen for combustion. The highest
temperature obtainable is about 4,000°F. OHW is suitable for metals with low
melting points, such as aluminum.

The oxyacetylene process (OAW) uses acetylene gas. The maximum obtainable
temperature is about 6,300°F, suitable for welding most commercial metals. No
flux is used when carbon steel is welded. Almost always used manually for small
shop or maintenance welding, and suitable for all positions, OAW requires
manual skill. Welds are of good quality, but weld deposition rate is relatively
low.

The oxyacetylene flame is also used for flame cutting or flame machining, which
are important processes in the fabrication of steel. Flame cutting is basically a
chemical process. Oxygen is fed to the heated metal area through a central
orifice in the cutting torch; it oxidizes the heated metal, and the gas pressure
forces the oxidized and melted metal out of the cut. Flame cutting, either
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manual or automated, can achieve high accuracy. When low-carbon steel is
flame cut, no detrimental effect in the heat affected zone can be assumed.

Resistance Welding

The heat of fusion is generated by the resistance at the interface to the flow of
electric current. No shielding is required. Pressure must be applied for good
metal joining. Usually the process is confined to certain jobs and special equip-
ment is provided. Resistance spot welding (RSW) or resistance seam welding
(RSEW) are used to fix corrosion-resistant linings to the wall of a vessel shell.

10.9. WELD SYMBOLS

The standard welding symbols established by the American Welding Society
are commonly used by vessel designers to convey the welding information in
a concise form on shop or engineering drawings. The reader is referred to refs.
80 and 81 for a listing of these symbols.
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Selection of Construction Materials

11.1. GENERAL CONSIDERATIONS

This chapter should serve as a brief information guide for a vessel engineer who
must be familiar with commonly used construction materials to be able to specify
them correctly on engineering drawings or in material specifications for a par-
ticular job. A more extensive treatment of the selection of materials for indus-
trial pressure vessels is beyond the scope of this book, see ref. 83 to 100.

The selection of construction materials for Code pressure vessels has to be
made from Code approved material specifications. A metallurgical engineer
usually specifies the most economical materials of low first cost and/or low
future maintenance cost that will be satisfactory under operating conditions and
will meet other requirements.

There are many factors supported by experience and laboratory test results
that must be considered in selecting the most suitable materials. They include
the following:

corrosion resistance in the service corrosive environment,
strength requirements for design temperature and pressure,
cost,

ready market availability,

fabricability,

quality of future maintenance.

Generally, process equipment is designed for a certain minimum service life
under specific operating conditions. Based on a corrosion rate in mils (0.001 in.)
per year (MPY) a total corrosion allowance is established which is added to the
calculated required thickness. Typical design lives are given below for several
types of petrochemical equipment:

20 years: Fractionating towers, reactors, high-pressure heat-exchanger shells,
and other major equipment which is hard to replace.

10-15 years: Carbon-steel drums, removable reactor parts, and alloy or carbon-
steel tower internals.

261
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5-10 years: Carbon-steel piping, heat-exchanger tube bundles, and various pro-
cess column internals.

The selected material must be suitable for services of different levels of severity
from the standpoint of pressure, temperature, corrosive environments, cyclic or
steady operations, etc. Obviously, a number of divisions is possible. However,
since the choice of material for a vessel depends primarily on the service environ-
ment, it would seem practical to classify construction materials according to
service: noncorrosive, with corrosion rates negligible or very low and definitely
established (for carbon steel, a maximum of ;} in. total; otherwise an alternative
material with a better corrosion resistance is used); or corrosive, requiring special
materials other than carbon steels or low-alloy steels.

11.2. NONCORROSIVE SERVICE

In addition to corrosion resistance, the fundamental material selection criteria
are design temperature and design pressure.

In the range of cryogenic temperatures (from -425°F to - 150°F) carbon and
low alloy steels are brittle and austenitic stainless steels or nonferrous metals like
aluminum alloys that do not exhibit loss of the impact strength at very low
temperatures must be employed, (see Table 11 .1). (For a cyrogenic engineer the
dividing line between the cryogenic and low temperatures is usually -240°F,
below which temperature only so-called permanent gases remain in the gaseous
state. This distinction is not of practical significance here.)

The temperature range at which a material changes gradually from ductile to
brittle is called the tramsition temperature and is readily determined from
Charpy impact tests conducted over a range of temperatures. The designer of
Code low-temperature equipment must base his computations on the Code ap-
proved properties of the material at room temperature. However, in non-Code
work the higher yield and tensile strengths of alloys at very low temperatures
can be used to reduce weight and cost where possible. Because of the low reac-
tivity of most chemicals at very low temperatures, corrosion problems are few.

At low temperatures (from -150°F to +32°F; the Code upper limit is -20°F),
low-alloy and fine-grain carbon steels tested for notch toughness are found to
perform satisfactorily.

In the range of intermediate temperatures (from +33°F to about +800°F) low-
carbon steels are sufficient. Up to about 800°F they behave essentially in an
elastic manner; that is, the structure returns to its original dimensions when ap-
plied forces are removed and maximum stress is below the yield point. The
design allowable stress is based on the yield strength or the ultimate strength,
obtained from short time rupture tests, supplemented by fatigue or impact tests,
where fluctuating or shock stresses are involved.
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At elevated temperatures (above 800°F) marked changes in mechanical prop-
erties occur in steels. They begin to exhibit a drop in ultimate and yield strengths
and cease to be elastic, becoming partly plastic. Under a constant load, there is
a continuous increase in permanent deformation, called creep. The creep rate is
measured in percent of a unit length per unit time. Actually, some creep begins
at temperatures over 650°F, but it does not become an important factor for
carbon steels until temperatures over 800°F are reached. The design allowable
stress is then based on two criteria: (a) the deformation due to creep during the
service lifetime must remain within permissible limits, and (b) a rupture must
not occur. The allowable stresses are obtained from long-term creep tests and
from stress rupture tests at elevated temperatures. Few data, if any, are available
on high-temperature endurance limits.

Selection of steels for elevated-temperature service is generally a complex
problem and not so straightforward as material selection for lower temperatures.
The choice has to be based on several factors. At high temperatures, a number of
changes in the steel microstructure may occur which affect mechanical properties
to a high degree. The mechanical properties of alloys are affected both by chem-
ical composition and by grain size. Usually, at low and intermediate operating
temperatures, fine-grained microstructure (above ASTM No. 5) is preferred in
steels because of the resulting higher tensile, fatigue, and impact strengths and
better corrosion resistance. However, at high temperatures, where the main
requirement is a superior creep-rupture strength, a coarsed-grained material may
be preferred.

Steels used in vessel construction for elevated temperatures can be classified
into five general types:

1. Carbon steels. These vary in strength at temperatures below 650°F be-
cause of small differences in carbon content, but they all have similar properties
in the creep range. Where their use is not limited by sulfur corrosion or hydrogen
attack, they usually represent the most economical material for intermediate as
well as for elevated temperatures at low pressures. Not only are they relatively
cheap per pound, they are also comparatively easy to fabricate. Each additional
alloying element increases the cost of the steel, and often the difficulty of fab-
rication and welding as well. The final overall cost of a carbon steel vessel may
be much less than the cost of an alloy steel vessel.

2. Carbon-molybdenum steels, low chromium-molybdenum alloy steels (up
to 3Cr-1Mo) and intermediate chromium-molybdenum alloy steels (up to
9Cr-1Mo). Some of these can be used up to 1200°F, where resistance to graph-
itization and hydrogen attack is required. These steels have better creep-rupture
properties and high-temperature strength than carbon steels, and there is an
economy in using them for pressure vessels subjected to high pressure at tem-
peratures over 650°F. Furthermore, these steels may be required to resist oxida-
tion, sulfidation, or hydrogen attack.
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3. Ferritic (straight chromium) stainless steels. These are used in some
applications.

4. Austenitic stainless steels. These are the only steels assigned allowable
stresses in the Code for temperatures higher than 1200°F, up to 1500°F. A de-
crease in oxidation resistance limits their usefulness above this temperature.

5. Special high-temperature-resisting alloys. These are used for temperatures
above 1500°F. They include type 310 stainless steels and Incoloy.

A large number of high-temperature vessels are fabricated of cheaper, low-alloy
carbon steels, for instance SA 204 gr. B, with an internal refractory lining thick

Table 11.2. Description of Plate Materials.

ASTM (ASME) TYPE OF
SPECIFICATION STEEL REMARKS
A(SA)285¢gr.C Carbon General pressure vessel material; max. available
thickness 2 in; 0.28 percent C max.

A(SA)S1S Carbon Coarse austenitic grain size (ASTM No. up to 5)

gr. 55, 60,65,70

A(SA)S516 Carbon Fine austenitic grain size (ASTM No. above 5)

gr. 55, 60, 65,70

A(SA)283 gr.Cor D Carbon Structural, supports, clips

A(SA)36 Carbon Structural steel, various shapes; 0.26 percent

C max.

A(SA)204 gr. A,B,C C- ;—Mo Elevated-temperature service

A(SA)302¢gr. B I}TMn-—%Mo Steam boilers

A(SA)387 gr. 2 %—Cr—%Mo Max. 1000°F Elevated-temperature service.
gr. 12 1¢cr-1 Mo 1200°F  Each grade is available in two
gr. 11 I%Cr——z—Mo-Si 1200°F classes, Cl.1 and 2, of different
gr. 22 2zCr-1Mo 1200°F tensile strength, depending on
gr. 21 3Cr-1Mo 1200°F the heat treatment, C1.2 has a
gr. 5 5Cr-'1._,-Mo 1200°F course austenitic grain size

A(SA)442 gr. 550r 60 Carbon Fine grain practice (FGP) quality preferred for

low-temperature service

A(SA)203 gr.AorB 2 %Ni Min. operating temperature ~90°F

A(SA)203 gr.Cor D 37 Ni -150°F

A(SA)353 9Ni -320°F

A(SA)410 CrCuNiAl Max. 0.12 percent C, min. operating

temperature -125°F
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enough to keep the wall metal temperature at a level where the full strength of
the metal can be used in computing the shell thickness. Internal insulation is not
practical, however, in heat exchangers or small-diameter piping, where stainless
steels are more often used. Where an internal refractory is used, differential
thermal expansion of internals must be considered, as well as heat transfer
through internals welded to the shell, which cause shell hot spots.

Table 11.1 summarized the steels most commonly used in the vessel design at
various temperatures. Table 11.2 provides a guide for quick identification of
steels by type.

11.3. CORROSIVE SERVICE

Glass, rubber, enamel, lead, and teflon are successfully used as protective lining
materials. The use of such linings calls for specialized methods of fabrication.
However, the most common and commercially readily available corrosion-resistant
materials for petrochemical plants are stainless steels. For up to %-in.—thick vessel
shells it is most economical to use solid stainless steel plate; above this thickness
carbon or low-alloy steel shells with applied corrosion-resistant layers are used.

In general, three methods of attaching the protective layer to the carbon steel
plate are usually applied; integral cladding, strip or sheet lining, and weld over-
lay cladding.

Integrally Applied Cladding

Integrally clad or rollclad plate is fabricated in a steel mill by hot rolling of as-
semblies of carbon or low alloy steel plates (backing) and corrosion resistant
sheet (linear) which have been welded at the edges. In rolling at high tempera-
tures the pressure creates a solid-phase weld between the backing and cladding
metals. The bond strength usually exceeds the minimum 20,000 psi in shear
strength required by the Code. The thickness of the liner can be specified in
percent of backing-plate thickness, or more often in fractions of an inch. For
most applications a thickness of & —é— in. is quite sufficient and is considered
a corrosion allowance. Rarely does the thickness of an integrally applied liner
exceed 3 in.

Integrally clad plate has many advantages. It can be hot or cold formed; lightly
loaded internal support clips can be directly attached to the cladding; and the
continuous bond eliminates the possibility of any corrosive substance getting
between the cladding and the backing metal. It would seem that differences in
thermal expansion might introduce peak stresses leading to cracks in the cladding,
particularly in the region of welds, but based on practical experience, the in-
tegral cladding performs quite well at the elevated temperature or cyclic service.
However, special tests may be prescribed to prove that integrally clad plate is
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suitable for the intended operating corrosive conditions. Also, frequent service
inspections of the cladding are recommended. Diffusion of carbon from ferritic
backing steels into austenitic stainless cladding occurs at high bonding tempera-
ture, but the carburized zone is very narrow and does not affect the overall
strength or the corrosion resistance of the clad plate. Carbon diffusion can be
minimized by nickel plating of the backing plate.

Where mild corrosion resistance is required, most cladding materials are made of
straight chromium steels, types 405 or 410S. Both have lower thermal expansion
than carbon steel. For more severe corrosive service 18-8 stainless steels are
used. The grades with low carbon content or the stabilized grades have to be
used if welding is used in fabrication or a post weld heat treatment is required.
PWHT temperatures may be in the carbide precipitation range for unstabilized
austenitic stainless steel and/or in the range of sigma-phase formation; proper
attention has to be given to this in the selection of the stainless steel cladding
material, otherwise heat treatment may result in inferior mechanical and cor-
rosion properties of the cladding material.

Table 11.3 lists some frequently used cladding materials; the backing material
can be any carbon or low-alloy steel.

Strip or Sheet Lining

An alternative method to provide pressure vessels with a corrosion-resistant layer
is a strip-type or sheet-type lining attached by welding to the vessel shell. The
thickness of the alloy sheet or strip is usually 6% ——lg-in. thick. Any liner material
used for integrally clad plates can be used for sheet or strip lining.

Strip-Type Lining. Strips 3-5 ft long by 3-6 in. wide, depending on service
temperature (narrower strips for higher temperatures), are attached to the vessel
wall by a continuous weld around the edges. The welds between the strips are
%-% in. wide. Filler weld metal should be of the same chemical composition as
the liner. A soap-suds air test is conducted after completion of the weld to reveal

possible cracks and leaks in the liner or backing plate.

Sheet-Type Lining. The sheets are several feet in width and length, tightly
fitted, and attached to the vessel wall by resistance spot welds on 14 in. X 13 in.
square spacing for temperatures up to 800°F and 1% in X 1 in. spacing for tem-
peratures above 800°F. Sometimes %-in. plug welds or seam resistance welds
are used. The purpose of spot welds in addition to the circumferential attach-
ment welds is threefold:

1. The spot welds provide a tight attachment against the vessel wall.
2. Usually the protective sheet lining material has a different thermal ex-
pansion rate than the carbon steel backing and the alloy liner would buckle
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Table 11.3.
ASTM(SA) STANDARD MAXIMUM
SPECIFICATIONS FOR ALLOY CLADDING SERVICE
INTEGRALLY METAL TEMPERATURE
CLAD PLATE ASTM (SA) REMARKS CF)
Chromium steels, A(SA) Type 4108 0.08 C max. 1200
A(SA)263 405 12Cr-Al 1200, note 4
429 15Cr notes 3, 5
430 17Cr notes 3, 5
Chromium-nickel A(SA)240 Type 304L 0.03 C max. 800
steels, A(SA)264 3098 23Cr-12Ni note 6
3108 25Cr-20Ni note 6
316L 0.03 C max. 800
321 Ti stabilized note 6
347 Cb stabilized note 6
Nickel and nickel-base B(SB)127 Monel 400 500
alloys, A(SA)265 168 Inconel 600 1200
409 Incoloy 800 1200
424 Incoloy 825
Copper and copper-base B152 Cu alloy P-deoxidized
alloys, B432 No. 122 copper,
No. 102 oxygen-free,
B402 No. 706 90Cu-10Ni
No. 715 70Cu-30Ni

[

. Internal parts (trays, pans, baffles, etc.) are of the same class of alloy as the shell lining.

2. Maximim service temperature of the lining can be controlled by the maximum service
temperature allowed for the backing material.

3. The Code does not recommend the use of the Cr-stainless steels with a content of Cr over
14 percent for service metal temperature over 800°F.

4. Operating temperatures should be outside the temperature range from 750°F to 950°F,
where the material is subject to embrittlement.

5. Not suitable for welding.

6. Because of the different thermal expansions of austenitic steels and carbon steels and

grapohitization of carbon steels the operating temperature is also quite often limited to

800" F.

under high operating temperature. The spot welds keep the liner from buckling
and force the liner sections to compress elastically; in time this changes into
partly plastic deformation.

3. The spacing of the spot welds should be close enough to protect the liner
against permanent buckling in case of seepage of the test liquid behind the liner
and a sudden release of the pressure of the liquid in the vessel during a hydrotest.

Usually, sheets and strips are welded to the vessel wall after the vessel is en-
tirely welded and otherwise completed. However, sheets can be attached to the
base plate before rolling or forming. Carbon-steel surfaces are prepared (by
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grinding) to provide a suitable surface for application of the liner. A vessel
fabricated in this way is less expensive than a vessel constructed from integrally
clad plate; however, where complete tightness is required integrally clad plate
construction is preferred.

Weld Overlay Cladding

Weld overlay cladding is another frequently used method to produce a con-
tinuous bonded layer of corrosion- or wear-resistant alloy on a base metal. In
the construction of pressure vessels this method is particularly used as a supple-
ment to the previous methods; for instance, where the liner has been stripped
to allow a support bracket to be welded directly to the base metal, it must be
replaced by a weld deposit of the same chemical composition. With a weld over-
lay irregular shapes can be covered without difficulty.
There are several potential disadvantages to weld overlay cladding:

1. The procedure may distort and introduce large residual internal stresses
into the clad object.

2. A metallurgical reaction may take place, such as carbon diffusion from the
ferritic base to the austenitic weld, with resulting pollution of the alloy layer.
The thickness of the weld overlay is usually 1—35-% in. thick to provide a mini-
mum 3 in. of chemically pure cladding.

3. Differences in coefficients of thermal expansion become important for
high-temperature service (over 800°F). Each time the austenitic weld overlay on
carbon steel is heated and subsequently cooled, shear stresses of yield magnitude
arise at the fusion line.

Nozzles of small size (<4 in.) are usually made of solid alloy steel up to 800°F
design temperature; larger nozzles are lined with weld-overlayed flanges.
The weld overlay method is the most expensive of the three methods described.

11.4. BOLTING MATERIALS
Bolts for Pressure Connections

Bolting material for pressure connections must conform to the specifications
listed in the Code. Bolts are designed not only for strength but also for tightness
at the joints. In order to prevent leakage of a bolted joint, the total force exerted
by the bolts must exceed the sum of the force due to the operating fluid pres-
sure and the force necessary to keep the joint tight. The latter depends on the
gasket material and the design of the joint.

Bolts have to be tightened to some initial elastic strain and corresponding



SELECTION OF CONSTRUCTION MATERIALS 271

elastic stress. In high-temperature service, or over a long period of time, creep
occurs in the bolts and some of the elastic strain is transformed into a plastic
strain, with a corresponding reduction in stress and tightening force. This is
called relaxation. When relaxation occurs to the extent that the total force
cannot keep the joint tight, the joint leaks. Therefore, a high resistance to
relaxation is important. Since the relaxation can occur also in the flange and
gasket their properties should be checked as well.

Other important properties of bolting materials to consider in the design are
yield strength, notch toughness, notch sensitivity, ductility, and coefficient of
thermal expansion.

Allowable bolt stresses permitted by the Code include high safety factors and
take into account the fact that additional torsion and bending stresses induced
in bolts during the pretightening may become severe and also that an additional
retightening will be required. A maximum design temperature of 450°F was
specified for ordinary carbon steel bolting material because of its low resistance
to relaxation.

Austenitic stainless steels have low yield strength and tend to gall at higher
temperatures. Generally, they are used on pressure joints for low temperatures
or for corrosive service. For best results, the preload stress on high-temperature
bolting should be controlled. For other temperatures, handwrenching is usually
satisfactory. Since galling is a problem with stainless steels (particularly 300
series) it is a common practice to use slightly different alloys for bolts and nuts.
It should be remembered that unlike metals are more satisfactory in sliding con-
tact under pressure than are like metals.

In practice, SA193 gr. B8 (type 304) bolts are used with SA194 gr. 8F (type
303) nuts and their compositions are close enough to cause galling. To minimize
galling when the nuts are tightened, stainless steel fasteners are made up with a
thread lubricant such as Molykote Type G-n Paste.

Tables 11.4 and 11.5 describe most often used bolt and nut materials.

As previously mentioned, as operating temperature rises either leakage occurs
or additional stress in bolts, gasket, and flange is set up when materials with
different coefficients of thermal expansion are used for bolting and flanges.
Specification A453 with four grades (660, 651, 662, 665) covers a bolting
material with thermal expansion coefficient comparable to austenitic stainless
steels (300 series). This material, a steel with high Ni and Cr content, requires
special processing, and is not intended for general-purpose applications, but
for important joints where the additional safety factor is justified. For instance,
it is used by some valve manufacturers for bolting for nuclear austenitic stainless
steel valves. Specification A437 with two grades (B4B and B4C), a high-alloy
bolting material with 12 percent Cr could be used for special high-temperature,
high-pressure service with intermediate chrome-steel constructions of the same
heat expansion properties.
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Table 11.4. Bolts for Pressure Joints.

ALLOWABLE SERVICE

ASTM(SA) METAL
SPECIFICATION TYPE OF STEEL TEMPERATURE (°F) REMARKS
A(SA)193 gr. BT 1Cr- £ Mo ~20-1000
B16 1Cr- Mo ~20-1100 see note 1;
BS 5Cr-1Mo ~20-1200 ferritic steels
B6 13Cr (type 410) ~20- 900

A(SA)193 gr. B8 CL.1 Type 304

B8M CL.1 316 austenitic steels;
BST ClL1 321 ~20-1500 see note 2
B8C Cl.1 347

A(SA)307gr. B carbon -20- 450

A(SA)320 gr. L7 Cr-Mo QT —150 min.
B8 Type 304 —425 min. max. service
B8C 347 sol ~425 min. teran .erature
BSF 30350 ~325 min. 1005
B8M 316 ) ~325 min.
BS8T 321 -325 min.

Notes:

1. For use at temperatures from —20°F to —50°F, this material must be quenched and

tempered.

2. The identification CL.1 describes solution-treated material. When increased mechanical
properties are desired, austenitic bolting can be both solution treated and strain hard-
ened (CL2).

Table 11.5. Nuts for Pressure Joints.

ASTM (ASME) ALLOWABLE SERVICE
SPECIFICATION METAL
(SEE NOTE 2) TYPE OF STEEL TEMPERATURE (°F)
A(SA)194 gr. 1 or2 carbon -20- 900
gr. 2H carbon, QT -50-1100
gr. 3 5Cr, QT -20-1100
gr. 4 C-Mo, QT -150-1100
gr. 6 12Cr 410), QT -20- 800
gr. 7 1Cr-1 Mo ~20-1000
gr. 8F Type 303, S.Tr. -325- 800
gr. 8M 316, S.Tr. -325-1500
gr. 8T 321, S.Tr. -325-1500
gr. 8C 347, S.Tr. -425-1500
gr. 8 304, S.Tr. -425-1500
Notes

1. Impact test is required for Type 303 in low-temperature service if the carbon content is
above 0.10 percent.
2. These are the product specifications; no design stresses are required.
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Bolts for Structural Connections

Bolting for structural nonpressure parts is designed for strength only, since the
tightness of the joint is not important. Consequently, less expensive materials
can be selected with properties suitable for the design environment. For non-
corrosive service, carbon-steel bolting SA307 gr. A or B or SA325, for corrosive
or high-temperature service bolting material A193 gr. B5, B6, B8C, B8T, BS are
commonly used.

Internal bolting for lined vessels is of the same material as the lining and the
bolting for internals (trays) is usually also of the same material as the internals.
The allowable tensile or shear stresses used in stress computations are higher
than Code allowable stresses. A good guide for allowable bolting stresses for
nonpressure parts can be found in ref. 9.

11.5. STAINLESS STEELS

General Considerations

Steels with a chromium content of 11 percent or more, but less than 30 percent,
are known as stainless steels because of their excellent resistance to corrosion.
With over 30 percent chromium content they are classified as heat-resisting
alloys.

Stainless steels are basically alloys of chromium and iron. The most important
additional alloying element is nickel. Other alloying elements may be added,
including carbon, manganese, molybdenum, columbium, titanium, selenium,
silicon, and sulfur, all of which result in properties required for special service.
Stainless steels are frequently used for construction of petrochemical processing
equipment and in many other applications. Some of the reasons for this use are:
to provide the necessary resistance to a corrosive environment, thus increasing
the service life of the equipment and the safety of the working personnel; to
provide strength and oxidizing resistance at elevated temperatures and impact
strength at low temperatures; to facilitate the cleaning of the equipment.

Stainless steels become corrosion resistant (passive) because of the formation
of an unreactive film which adheres tightly to the surface of the metal. This can
be chromium oxide or an adsorbed oxygen film that acts as a barrier protecting
the metal against further attack in certain types of environment. This protective
film, which is not visible, is formed within minutes or months, depending on
the type of alloy. The formation of the film may be hastened or it may be
produced artificially by a strong oxidizing agent such as solution of nitric acid
in water. This artificial formation of protective film, or passivation, serves a
double purpose, since it also helps to remove any foreign metals or other sub-
stances that might contaminate the stainless-steel surface.

If the chromium content is less than 11 percent the film is discontinuous, and
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the corrosion resistance of such steels approaches the relatively poor corrosion
resistance of ordinary steel.

The variation in corrosion resistance appears to be dependent on the amount
of the chromium in the steel; it can be greatly improved by the addition of
nickel and molybdenum as well. Stainless steel grades 410 or 405 are less cor-
rosion resistant than those having a higher amount of alloying elements, such
as the grades 304 or 316.

No protective coatings such as paints are applied to the surface of stainless
steel parts, since they would only prevent oxygen penetration for formation of
the passive layer. All grades of stainless steel are affected in some manner by
welding heat, which modifies their resistance to corrosion and changes their
mechanical properties. Welding metal deposits are of cast structure.

Stainless steels are produced mostly by the electric furnace process. The cost
of stainless steels varies with type, form, and quantity, and not all the grades are
readily available in every form.

Based on the principal alloying constituents the stainless steel used for pres-
sure vessel and piping construction can be divided into three main groups:

1. the straight chromium group (400 series) with chromium content up to
30 percent;

2. the chromium-nickel group (300 series), quite often referred to as 18-8
stainless steels, with Cr and Ni varying in percentage; and

3. the chromium-nickel-manganese group (200 series), with manganese re-
placing a portion of the nickel.

Based on their metallurgical microstructure, these stainless steels can be clas-
sified as austenitic, ferritic, or martensitic.

Austenitic Stainless Steels

Because of their large percentage of nickel, 300 series stainless steels retain their
austenitic structure after cooling, with Cr, Ni, and C in solid solution with iron.
Under a microscope only austenitic crystals can be distinguished. These are high
chromium-nickel-iron alloys. They are nonmagnetic, highly corrosion resistant
even at temperatures up to 1500°F, and hardenable only by cold working, and
they possess high impact strength at low temperatures. The typical and most com-
monly used grades of stainless steel are grades 304 and 316. Higher-chromium-
content austenitic stainless steels (grades 309 and 310) are resistant to oxidation
and sulfur attack up to 2000°F.

The primary problem with austenitic stainless steels is grain-boundary sensiti-
zation. Most austenitic stainless steels are furnished by producers in solution-
annealed condition. Solution annealing of type 300 stainless steels consists of
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raising the metal temperature above 1850°F, where austenite acts as a powerful
solvent. With Cr, Ni, and C dissolved in the austenitic matrix, these steels offer
maximum corrosion resistance together with the maximum ductility and strength.
To retain this microstructure at lower temperatures, these stainless steels have to
be cooled rapidly to below 800°F. However, at any subsequent rise in the tem-
perature (for instance at welding) to the range of 800-1600°F carbon molecules
diffuse to the grain boundaries and precipitate out of the solid solution as
chromium carbide (Cr,C) at the boundaries (see Fig. 11.1). The effect is deple-
tion of chromium content in the thin envelope surrounding each grain. The
carbide formed is not as corrosion resistant as the metal from which it develops,
and the corrosion resistance of the envelope depleted of chromium is drastically
reduced. The stainless steel becomes susceptible to intergranular corrosion and is
said to be sensitized. If the thin envelope corrodes, the grain rich in chromium
falls out and metal begins to disintegrate. The boundary envelope poor in
chromium is also anodic with respect to the rest of the grain, and galvanic
corrosion is possible.

Sensitization of all the material may be caused by slow cooling from annealing
or stress-relieving temperatures. For instance, stainless steel parts welded to a
carbon-steel vessel shell can be sensitized by stress relief given to the carbon-steel
shell. Welding will result in sensitization of a band of material -1 in. wide
slightly removed from and parallel to the weld on each side (Fig. 11.2). These
two areas are the heat-affected zones where the steel has been held in the sensi-
tizing range longer than clsewhere and cooled slowly. The material in between,
including the weld metal, is not sensitized, since its temperature is raised well
above 1600°F and subsequent cooling is comparatively rapid.

Sensitization may not be harmful in certain environments, for instance if con-

individual
grains scattered intergranular

carbide deposits

grain boundaries
low chromium

(depleted) areas

continuous intergranular
carbide deposits

Iiig. 11.1. Schematic representation of the grain structure in Type 300 sensitized stainless
steel.
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heat-affected zones

Fig. 11.2. Heat-affected zones, susceptible to intergranular corrosion in austenitic stainless
steels.

tinuous exposure to liquids is not involved and when operating temperature
does not exceed 120°F.

The corrosion properties of sensitized steel can be restored by desensitization,
that is, heating above 1600°F to dissolve carbides and subsequent rapid cooling
(see Fig. 11.3). The effect of sensitization on mechanical properties is far less
important, being almost negligible at intermediate temperatures, and causing
some ductility loss at low temperature.

According to the degree of possible sensitization of the grain boundaries, the
austenitic stainless steels can be divided into three groups:

Group [. These are the normal-composition, so-called 18-8, chromium-
nickel steels, such as typical grades 304, 316, 309, and 310. They are susceptible
to sensitization, which means that their corrosion resistance in environments
usually encountered in petrochemical plants is reduced by welding or by flame
cutting, whether used for preparation of edges that are to be welded or for
cutting of openings. To regain full resistance to corrosion, it may be necessary
to give the weldment a final full solution annealing. However, the required quick
quenching may introduce residual stresses which are too harmful for certain
applications. To avoid impairing corrosion resistance, low-temperature stress
relieving (below 800°F), holding at that temperature for a relatively long time,
and then allowing the weldment to cool slowly, is sometimes used. Obviously,
this procedure is not very effective, since the maximum locked-in stresses after
a stress relief are equal to the depressed yield strength at the stress-relieving
temperature. In comparison with carbon steels, the stainless steels require a
much higher stress-relieving temperature and a longer holding time, since they
retain their strength at elevated temperatures.

To summarize, the standard 18-8 stainless steels in the solution-annealed state
are suitable for parts in corrosive environments, when no welding or stress relief
are required and the operating temperatures stay below 800°F.



SELECTION OF CONSTRUCTION MATERIALS 277

A. Austenite grain structure in fully annealed Type 304 (prior
to welding). Outlines of crystal grains as made visible under the
microscope by etching prepared speci with a suitable re-
agent. This microphotograph shows absence of intergranular
carbides.

B. Same as A above, except for heavy black lines surrounding
the crystals. These are the locations of carbide deposits along the
grain boundaries. Their intensity varies from light, scattered
precipitates (dots under the microscope) to heavv lines, as
shown, completely surrounding the individual grains. Whether
they are scattered or non-continuous or whether they are con-
tinuous depends on the carbon content, the ratio of combined
chromium and nickel to carbon percent, and the length of time
the metal is held within the carbide precipitation range (as ex-
plained in the text). The condition shown may be regarded as
an extremely severe sensitized condition in Type 304.

C. Same as B above, after the same area has been subjected to a
subsequent anneal for the re-dissolving of precipitated carbides
and the restoration of corrosion resistance properties. This_treat-
ment results in putting the metal back in the condition shown in A.

‘ig. 11.3. Grain structure of Type 304 stainless steel [88]. (Courtesy of Allegheny Ludlum
Steel Corporation.)
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Group II. These are the stabilized stainless steels, Types 321 or 347. Grain-
boundary sensitization is eliminated by using alloying elements like titanium or
columbium which stabilize the stainless steel by preempting the carbon: because
of their stronger affinity to carbon, they form carbides in preference to the
chromium, which stays in solid solution in iron. The carbides formed do not
tend to precipitate at the grain boundaries, but rather remain dispersed through
the metal. The creep strength of stabilized stainless steels is superior to that of
unstabilized steels. Cb is stronger stabilizing agent than Ti, making Type 347
superior to Type 321.

To summarize, stabilized grades of stainless steel in the annealed condition are
immune to intergranular corrosion. They can be welded and stress relieved and
cooled slowly in air. They can be annealed locally without sensitization of the
adjacent areas. However, under certain special heat treating conditions they can
be sensitized and become susceptible to a corrosion known as knifeline attack.
They present some problems when welded, being susceptible to cracking. Their
cost is quite high, and therefore they are used only for special jobs, such as for
operating temperatures above 800°F. They also tend to lose their immunity
to intergranular corrosion when their surfaces are carburized by the process
environment.

Group III. These are cxtra-low-carbon grades like 304L or 316L. Grain-
boundary sensitization can be minimized by using low-carbon stainless steels
with 0.03 percent C maximum, at the expense of lowered strength. The rate
of chromium carbide precipitation is so retarded that they can be held within
the 800-1500°F range for up to several hours without damage to their cor-
rosion resistance.

To summarize, cxtra-low-carbon stainless steels can be stress relieved, welded,
and slowly cooled without significantly increasing their susceptibility to inter-
granular attack. They are very often used in pressure vessel construction, either
as solid plate or for internal lining material. They are more expensive than
normal-composition stainless stcels because of the difficulty and cost of remov-
ing the carbon. However, they are not equivalent to group II, since they are
subject to sensitization if the operating temperature remains in the 800-1500°F
range for a prolonged period of time. Consequently, the extra-low-carbon grades
can be used for applications at operating temperatures up to 800°F.

Ferritic Stainless Steels

Ferritic stainless steels usually include straight chromium stainless steels with
16-30 percent chromium. They are nonhardenable by heat treatment. A typical
stainless steel of this group is type 430. The grade quite often used for corrosion-
resistant cladding or lining is type 405, which contains only 12 percent chromium;
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however, addition of aluminum renders it ferritic and nonhardenable. When
type 405 cools from high welding temperatures there is no general transforma-
tion from austenite to martensite and it does not harden in air. However, it may
become brittle in heat-affected zones because of rapid grain growth. Ferritic
steels may become notch sensitive in heat-affected weld zones, and they are also
susceptible to intergranular corrosion. Ferritic stainless steels are sensitized by
heating to a temperature of 1700°F and then air cooled at normal rates. If they
are cooled slowly (in a furnace) their resistance to intergranular corrosion is
preserved. Annealing of a sensitized ferritic stainless steel at 1450°F allows
chromium to diffuse into depleted parts to restore the corrosion resistance.

Welding of ferritic stainless steels sensitizes the weld deposit and the im-
mediately adjacent narrow bands of base material on both sides of the weld, as
shown in Fig. 11.4. The composition of electrodes used for welding ferritic
stainless steels is often such as to produce austenitic or air-nonhardening high-
alloy weld metal.

Sensitized ferritic stainless steel is much less corrosion resistant then sensitized
austenitic stainless steel. The methods used to suppress sensitization in austenitic
stainless steels are not effective with ferritic stainless steels. When ferritic stain-
less steels are heated into the 750-900°F range for a prolonged period of time,
notch toughness is reduced. This has been termed 885°F embrittlement and has
been ascribed to the precipitation of a chromium rich a-prime phase.

Ferritic stainless steels also exhibit lower ductility at low temperatures, which
limits their use in the low temperature range. In general, ferritic stainless steels
are seldom used in vessel construction, except for corrosion resistant lining or
cladding (grades 405 or 410S), heat-exchanger tubing, and vessel internal hard-
ware (trays) for less corrosive environments, since they are not as expensive as
austenitic stainless steels. They are magnetic and finished parts can be checked
by a magnet.

heat affected zone

Fig. 11.4. Heat-affected zone in a straight chromium ferritic stainless steel. The sensitized
zone extends across the weld deposit.
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Martensitic Stainless Steels

Martensitic stainless steels include straight chromium steels, usually with 11 to
16 percent chromium as alloying element. They are hardenable by heat treat-
ment, that is, their strength and hardness can be increased at the expense of
ductility. Type 410 is typical of this group. In the annealed condition at room
temperature it has ferritic structure. When heated from 1500°F to 1850°F its
microstructure changes to austenitic. If the steel is then cooled suddenly, for
instance as in deposited weld metal with adjacent base metal zones in air, part
of the austenite changes into martensite, a hard and brittle material. If the cooling
is very rapid from 1850°F, the final martensitic content will be at a maximum.
Post-weld heat treatment with controlled cooling will reduce residual stresses
and will allow the austenite to transform to ductile ferrite. With normal carbon
content, the hardenability of straight chromium stainless steels is markedly
reduced with above 14 percent chromium. With increased carbon content, they
remain hardenable above 14 percent up to 18 percent chromium. With 18 per-
cent chromium content they become non-hardening and their microstructure
remains ferritic at all temperatures. The division line between hardenable (mar-
tensitic) and nonhardenable (ferritic) steels is not always distinct. Martensitic
stainless steels are only rarely used as construction material for pressure vessel
parts. They are the least corrosion resistant of the stainless steel grades, and if
welding is used in fabrication heat treatment is required. They are most corrosion
resistant when in hardened and polished condition. They are magnetic and easily
checked by a magnet.

Table 11.6 lists for the nominal composition of individual stainless steel grades
as well their approximate price ratios, based on the price of plate.

Alloy Selection, Design, and Fabrication

Most failures of stainless steels can be traced to the wrong selection of material,
to poor design, or to improper fabrication and handling.

Selection of the right grade, with possible heat treatment for a particular ser-
vice, is usually done by a metallurgical engineer or a process engineer with the
assistance of an experienced metallurgical consultant. The most common causes
of corrosive failure in stainless steels are localized attacks, in the form of inter-
granular corrosion, stress corrosion, pitting, and crevice corrosion. Localized cor-
rosion attack also occurs quite often at areas contaminated because of improper
handling (see below).

Design procedures for austenitic stainless steels will be the same as for carbon-
steel vessels, modified by the technical properties of austenitic stainless steels.
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Table 11.6.
STAINLESS STEEL RELATIVE COST
ASTM TYPE NOMINAL COMPOSITION FACTOR

Ferritic

405 12Cr-Al (0.08 C max. and 0.85
0.10-0.30 Al)

429 15Cr (0.12 C max.)
430 17Cr (0.12 C max.) 0.90
446 27Cr (0.20 C max.)

Martensitic
4108 13Cr (0.03 C max.) 0.90
409 11Cr-Ti (0.12 C max.)
410 13Cr (0.15 C max.) 0.80

Austenitic
201 17Cr-4Ni-6Mn 0.85
302 18Cr-8Ni (0.15 C max.) 0.95
303 18Cr-8Ni (0.15 C max.) 1.04
304 18Cr-8Ni (0.08 C max.) 1.00
304L 18Cr-8Ni (0.03 C max.) 1.10
316 16Cr-12Ni-2Mo (0.08 C max.) 1.40
316L 16Cr-12Ni-2Mo (0.03 C max.) 1.55
317 18Cr-13Ni-3Mo (0.08 C max.) 2.01
317L 18Cr-13Ni-3Mo (0.03 C max.) 2.20
321 18Cr-10Ni-Ti (stabilized) 1.32
347 18Cr-10Ni-Cb (stabilized) 1.70
309 23Cr-12Ni (0.20 C max.) 1.56
3098 23Cr-12Ni (0.08 C max.) 1.70
310 25Cr-20Ni (0.25 C max.) 2.05
3108 25Cr-20Ni (0.08 C max.) 2.22

Since austenitic steels are used mainly for highly severe environmental service
conditions, they are more often subject to stress-corrosion cracking than are
carbon steels. Under such conditions they are sensitive to stress concentrations,
particularly at higher temperatures (above 650°F) or at normal temperatures
under cyclic conditions. Surface conditions have a great effect on fatigue strength
and on corrosion resistance. Weld surfaces in contact with the operating fluid
are often ground smooth. Welded connections should be designed with minimum
stress concentrations. Abrupt changes, e.g., fillet welds, should be avoided, and
butt welds should preferably be used and fully radiographed. The edge of the
weld deposits should merge smoothly into the base metal without undercuts or
abrupt transitions. Sound, uncontaminated welds are important. The welds
should be located away from any structural discontinuities. Weld deposition
sequences should be used that will minimize the residual stresses. Austenitic
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steels conduct heat more slowly than carbon steel, and expand and contract to
a greater degree for the same temperature change. Thermal differentials, larger
than for carbon steels, should be minimized by construction which permits free
movement. These steels tend to warp and crack due to thermal stresses. All
stainless steel parts should be designed to facilitate cleaning and self-draining
without any crevices or spots, where dirt could accumulate and obstruct the
access of oxygen to form the protective layer.

Fabrication and Handling. Since stainless steels exhibit the maximum resis-
tance to corrosion only when thoroughly clean, preventive measures to protect
cleaned surfaces should be taken and maintained during fabrication, storage, and
shipping. Special efforts should be made at all times to keep stainless steel sur-
faces from coming into contact with other metals. For cleaning, only clean
stainless steel wool and brushes should be used. If flame cutting is used, addi-
tional metal should be removed by mechanical means to provide clean, weldable
edges. All grinding of stainless steels should be performed with aluminum oxide
or silicon carbide grinding wheels bonded with resin or rubber, and not pre-
viously used on other metal. Proper identification and correct marking of the
types of the material is important.

11.6. SELECTION OF STEELS FOR HYDROGEN SERVICE

Since many high-temperature petroleum refining processes are carried out under
high partial pressures of hydrogen, the material selected for vessel construction
for such service should safely withstand hydrogen attack, which can cause a
deterioration of the material and subsequent failure.

The mechanism of hydrogen damage in steels is based on the fact, that the
monatomic hydrogen diffuses readily through metal, whereas molecular hydro-
gen does not. Diffusion of atomic hydrogen through steels depends on a number
of factors such as temperature, partial hydrogen pressure, time and composition
of the material.

When atomic hydrogen is created by a chemical reaction at intermediate
temperatures at the steel surface, for instance by hydrogen sulfide attack, it
diffuses readily into the metal before it can form molecular hydrogen. If the
hydrogen atoms enter the voids in the steel and then combine to form molecular
hydrogen, they can no longer diffuse out.

The voids can be microscopic in size, gross laminations, or slag inclusions. If
the diffusion of atomic hydrogen is sustained for a period of time, high pressure
can build up, which can either crack the shell plate or, if the voids are under the
surface, cause blistering. Dirty steels and hard steels with yield strength close to
the ultimate strength are susceptible to this form of hydrogen attack. In the case
of a steel with comparatively low yield strength there is sufficient ductility to
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withstand these internal local stress concentrations, although ferritic steels may
suffer blistering if the hydrogen source is considerable.

At higher temperatures (over 600°F) the atomic hydrogen, in addition to
blistering and cracking, can attack steel, particularly plain carbon steel, in the
following manner. At elevated temperatures atomic hydrogen can be formed by
dissociation of molecular hydrogen. The iron carbide (Fe;C) in pearlite tends to
decompose, with carbon atoms precipitating toward the grain boundaries. At
the microscopic boundary voids, these carbon atoms combine with permeated
atomic hydrogen to form methane gas (CH, ), which again cannot diffusc out of
the steel. After the pressure has been built up high enough, intergranular crack-
ing results, which is visible under the microscope. The material becomes spongy
and embrittled, and the damage is permanent, since it cannot be reversed by any
heat treatment. Notch toughness and fatigue strength are markedly reduced.
Under the stresses imposed by operating conditions combined with any residual
stresses, microcracks can propagate into a delayed fracture, with disasterous
consequences.

Hydrogen embrittlement, a condition of low ductility in steel resulting from
the absorption of atomic hydrogen in the metal lattice is only a temporary
phenomenon. After the atomic hydrogen diffuses out of the metal, ductility
is restored.

Preventing Hydrogen Damage by the Selection of Suitable Materials

Plain carbon and low-alloy steels are satisfactory for hydrogen service at low
operating temperatures and high pressures or low pressures and high tempera-
tures. The damage will be influenced by the cleanliness of the steel. Sound,
inclusion-free welds are desirable in high-temperature hydrogen service. The
reaction of hydrogen with the carbides in steels can be decreased or prevented
by adding carbide-stabilizing elements such as chromium or molybdenum.
Non-carbide forming elements such as nickel and silicon do not prevent internal
hydrogen damage to steels. To provide adequate protection against hydrogen
attack it is often necessary to use low-alloy steels containing chromium or
molybdenum or both.

In selecting steels for petrochemical service the Nelson curves [87, 119],
which show the operating limits for steels in hydrogen service, are strictly
followed and extensively used. According to these curves carbon or low-alloy
steels are not attacked by atomic hydrogen if the operating temperature and
hydrogen partial pressure fall on or below or to the left of the curve applicable
for the type of steel. A safety factor need not be applied to these curves. Maxi-
mum operating partial hydrogen pressure and temperature inside the vessel are
used in selection of the material. In most material applications in the petro-
chemical industry, hydrogen sulfide corrosion will probably require a higher
grade alloy steel than will hydrogen service alone.
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All of the austenitic stainless steels resist hydrogen damage. However, atomic
hydrogen still diffuses through them. Therefore, the backing material for stainless-
steel-clad steel is selected as hydrogen attack resistant for hydrogen service,
without taking any benefit for possible protection by the stainless steel layer.
Hydrogen embrittlement can become important in martensitic steels; it is less
important in ferritic and virtually unknown in austenitic stainless steels.

Design for Hydrogen Service

Special design combined with closely supervised fabrication techniques may be
necessary for process equipment exposed to a hydrogen atmosphere at high
pressures and temperatures. For hydrogen service as encountered in petroleum
refineries a well designed vessel performs quite successfully. In practice, the
designer should carefully avoid any stress concentrations, include in specifica-
tions additional tests for any laminar discontinuities in the plates and impurities
in the welds, particularly in thicker plates (over 2 in. thick), and use normalized
material with a minimum of residual stresses.

Figure 11.5 shows a fracture in a heat-exchanger channel shell due to the com-
bined effect of built-up hydrogen pressure in the original plate lamination,
differential thermal expansion between the ill fitted reinforcing pad and the
shell (the air between them acting as a thermal barrier), and the probable resid-
ual stresses in the heat-affected zone between the welds. The cracking could have
been prevented by eliminating plate lamination defects by means of an ultra-
sonic test (not required by the Code), making the distance between the flange
and the reinforcing-pad welds larger than the Code required minimum, and by

2—3in-long ¢ nozzle
fissure
A A reinforcing pad
I 2%
*1
2_
fissure 4
heat-exchanger
channel shell

L4_ large original

lamination in plate

Material: A204 gr. B
Design temperature: 750°F
S.R., Full XR

Fig. 11.5.
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blending the reinforcing pad fillet weld smoothly into the shell. Also, a nozzle
with an integral reinforcement should have been considered.

11.7. ALUMINUM ALLOYS

In petrochemical plants aluminum alloys are not often used as construction
materials for pressure vessels. In spite of many outstanding qualities (light
weight, good corrosion resistance) they cannot match the steel alloys in price,
strength above room temperature, reliability, and service life in heavily polluted
atmospheres. Also, many welding shops are not equipped to handle the fabrica-
tion of all-aluminum-alloy pressure vessels.

If aluminum alloys are employed for low-temperature equipment such as
storage tanks, alloy 3003, which is the least expensive and of good weldability
and workability, is generally specified. If higher strength is required at tempera-
tures below 150°F, the easily worked alloys 5083 or 5086 are used; at tem-
peratures above 150°F, alloys 5454 or 6061 should be considered.

For cryogenic vessels aluminum alloys become more competitive with stain-
less steels and are more often used. There are no Code requirements for impact
testing of wrought aluminum alloys down to -425°F, or for cast aluminum
alloys down to -325°F. The alloys 5050-0, 5083-O (preferred), 5086-O, and
5454-0 are most frequently used. On average the coefficient of thermal expansion
o for aluminum alloys is about twice as large as that for steel (a=12.9 X 107°
in./in./°F for alloy 3003), an important factor in the design of piping for cryo-
genic temperatures. The modulus of elasticity of aluminum alloys is only one
third of that for carbon steel (=10 X 10° at room temperature). Under the
same loading conditions, an aluminum structure has three times the elastic
deflection of a geometrically identical steel structure, and also about one-third
the weight.

Aluminum surfaces which will be in contact with concrete or mortar after
erection must be well protected by a protective coating, and contact of alumi-
num alloys with other metals must be prevented by insertion of nonmetallic
separators for protection against electrolytic corrosion.

The strength of aluminum alloys can be increased by adding alloying elements,
by heat treatment, or by cold working. Accordingly, aluminum alloys can be
divided into two classes: heat-treatable and non-heat treatable alloys. The non-
heat treatable alloy group includes high-purity aluminum and alloys in the 1000,
3000, 4000, and 5000 series. Their strength depends on the amount of cold
working. The strength attained through cold work can be removed by heating
in the annealing range.

The heat-treatable alloy group includes the alloys in the 2000, 6000, and 7000
series. Their strength can be increased by thermal treatment. High-temperature
treatment is followed by quenching in water. The alloys become very workable



286 PRESSURE VESSEL DESIGN HANDBOOK

but unstable: After an aging period of several days at room temperature, pre-
cipitation of constituents from the supersaturated solution begins and the alloys
become considerably stronger. A further increase in strength can be attained by
heating for some time. This is called artificial aging or precipitation hardening.
Fusion welding always produces partial annealing in and near the weld zone in
aluminum alloys, reduces the weld strength, and impairs corrosion resistance.
The Code recognizes this by allowing the vessel designer to use the allowable
stress values of -0 or -7 type alloys as welded material for welded constructions,
which include practically all vessels. Fusion welding of the “strong” alloys is not
recommended unless subsequent heat treatment is possible.

Aluminum Alloy Designation [97]

Wrought aluminum alloys are designated by a four-digit number, for instance
3003. The first digit indicates the alloy group, according to the major alloying
elements, as follows:

99+ percent pure aluminum,
copper,

manganese,

silicon,

magnesium,

magnesium and silicon,
zinc,

other elements.

PN B LD

The second digit indicates specific alloy modification of the original alloy. If
the second digit is zero, it indicates the original alloy. The last two digits identify
the specific aluminum alloy in the group. The letter, following and separated
from the alloy designation number by a dash, designates the temper of the
alloy:

-F: as fabricated, no special controls are applied (properties of F temper are
not specified or guaranteed),

-0: annealed and recrystallized,

-H: cold worked, strain hardened (always followed by two or more digits),

-T: heat treated (followed by one or more digits).

Additional numbers following the letter, indicate degree of cold working or a
specific heat treatment:

~H1: strain hardened only,



SELECTION OF CONSTRUCTION MATERIALS 287

-H2: strain hardened, then partially annealed,

-H3: strain hardened, then stabilized by applying low-temperature thermal
treatment,

-T4: solution heat treated and naturally aged to a stable condition,

-T6: solution heat treated and then artificially aged.

The second digit after the letter indicates the final degree of strain hardening:
digit 2 is quarter-hard, 4 is half-hard, 6 is three-quarter hard, and 8 is full hard.
For instance, -H18 alloy is strain hardened, full hard. Extra-hard tempers are
designated by the digit 9. The third digit indicates a variation of the two-digit
temper. The -H112 temper is generally considered a controlled F-temper with
guaranteed mechanical properties.
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HAWAI < ALASKA

Fig. A1.2. Risk zones and damaging earthquakes of the United States through 1968. (This
material is reproduced with permission from American National Standard A58.1-1972 copy-
right 1972 by the American National Standards Institute, copies of which may be purchased
from the American National Standards Institute at 1430 Broadway, New York, New York
10018.)



A2 Geometric and Material Charts for
Cylindrical Vessels
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Fig. A2.1. Geometric chart for cylindrical vessels under external or compressive loading (for
all materials). (Reproduced from the ASME Boiler and Pressure Vessel Code, Section VIII,
Division 1, 1977 edition, by permission of the American Society of Mechanical Engineers.)
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Fig. A2.2. Chart for determining shell thickness of cylindrical and spherical vessels under
external pressure when constructed of carbon or low-alloy steels. (Reproduced from the
ASME Boiler and Pressure Vessel Code, Section VIII, Division 1, 1977 edition, with permis-
sion of the American Society of Mechanical Engineers.)
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A3 Skirt Base Details

Table A3.1.
BOLT MIN.
SIZE a n ¢ k fDIA gDIA.
3 11 1 1
B.C o.d. shirt ! IZ 3 22 2 13- '15
:C. -a- 1 7 1 3 1 3 5
lg 1y 3z 2% 2 lg 13
12 2 32 23 1 1) 13
3 1 3 5 5 7
"y s 2 4 23 3 lg g
1 51 1 5 3 5
5 3 3 1 5 7 1
lg 28 437 33 3§ 1y 23
f dia. 3 5 3 3 1
bolt hole — 7 12 28 S 3% 3 2 23
T 2% s 23 2 2
Kl t, 3 1 5 3 1 1
i 2 2 Sz 3%z 23 23
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o Tf” B e A I
I - + { | 22 3 s 3% 1 2 23
1 3 3 1 3
25 3z 6% 47 1 23 3
g dia. bolt hole Lb——] 2 8 8 8 4
23 33 62 43 1L 3 3
dimension a = socket wrench radius plus% in. 7 1 5 1 1 1
Table A3.2.
BOLT MIN.
SIZE L b e ¢ fDIA. m
anchor bolt opening in skirt 1 3 3 3 3% 1% 2
i3 3 3 3% 13 2
1 3 .3 1
te IE 3 3 3§ 32‘- 17 2
13 3 4 33 15 23
1 1 41 3 1
15 4 4 4§ 42 ].Z 27
1 13 4 4 43 4l 17 2l
T 12 s s 42 4 2 3
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L__ _.] 1 3 7
f dia. bolt hole b 2 8 6 6 63 2y 4
Mean dia. skirt = mean dia. 2% 9 6 6% 6% 3% 4
base ring = bolt circle 3 10 6 7 7 3%_ 5
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A4

Sliding Supports for Vertical and Horizontal Vessels
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Fig. A4.1. Self-lubricating sliding base plates for vertical vessels. (By permission of Litton-

Merriman Inc.)
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Fig. A4.2. Self-lubricating sliding base plates for horizontal vessels. (By permission of
Litton-Merriman Inc.)



A5 Glossary of Terms Relating to the
Selection of Materials

Aging a change in properties in a metal or alloy that generally occurs slowly at
room temperature (natural aging) and more rapidly at higher temperatures
(artificial aging).

Alloy an intentional combination of two or more substances, of which at least
one is a metal, which exhibits metallic properties. It can be either a mixture of
two types of crystalline structures or a solid solution.

Amorphus noncrystalline.

Baushinger effect the application of a tensile force to a polycrystalline metal in
the elastic range raises the proportional limit of the metal but lowers its com-
pressive proportional limit.

This phenomenon is attributed to the fact that under tensile stress some yielding
occurs in the most unfavorably oriented crystals or grains. When the tensile
force is removed, some residual stresses result.

If a tensile force is applied for a second time, the residual stresses must be over-
come and the proportional limit is raised. However, the proportional limit in
compression is lowered.

Similarly, the stressing of a metal into the inelastic range results in the increase
of the yield strength for subsequent loadings in the same direction.

Carburization occurs frequently on the inner surface of furnace tubes exposed to
hydrocarbon streams. The carbide formed embrittles the steel and is the cause of
tube failures. Generally, austenitic stainless steels can tolerate a greater increase
in carbon than can ferritic stainless steels without affecting ductility.

Caustic dip a strongly alkaline solution into which metals are immersed for
neutralizing acid or removing organic materials such as grease.

Corrosion deterioration of a material (usually metal) due to its reaction with the
environment.
Corrosion processes may be classified basically into two types:

1. Chemical corrosion (dry) is a direct chemical attack by a particular chemical
in the environment on the metal. The intensity of the attack usually increases
with rising temperature.

The various reactions between metals and chemicals and the corrosion rates are
generally well known. Typical examples are direct oxidation of iron.

(3Fe + 20, = Fe30,4) or sulfidic corrosion (SO, + Fe = FeS + 03).

298
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2. Electrochemical corrosion (galvanic, wet) is due to a potential difference
which develops between two points (anode and cathode) in electrical contact
and in the presence of an electrolyte (any liquid, for instance water, which con-
tains ions).

A potential difference between two points or areas on the metal surface may be
due to the variation in composition of one metal or of electrolyte (areas of dif-
ferent concentration of the absorbed oxygen) or due to the presence of two
different metals.

The area where the metal atoms dissolve more readily into solution to become
ions, and which therefore has less corrosion resistance, becomes the anode, and
the more corrosion-resistant metal area becomes the cathode, where the electric
current enters the metal from the solution and no corrosion occurs.

The passage of a current through an electrolytic conductor is always accom-
panied by reactions at the electrodes. The typical example is the rusting of iron.
The entire reaction can be described as follows (see Fig. A5.1):

At the anode, Fe metal on the surface looses two electrons on contact with
water and dissolves as ferrous ion (Fe?*) in the water. It can be further oxidized
by dissolved atmospheric oxygen to ferric ion Fe3*:

Fe —> Fe?* + 2¢”
Fe?* —> Fe3* +e¢”.
The released electrons flow through the metal to the cathode.
At the cathode, hydroxyl ions (OH)™ are formed according to the equation
2H, 0 + O, (in solution from air) + 4e” = 4(OH)".

In the water, the negative hydroxyl ion combines with the positive ferric ion to
form ferric hydroxide, which is insoluble in water and precipitates as rust:

Fe3* + 3(OH)” — Fe(OH);.

There are other possible reactions in addition to those described.

l 0, from air

water

rust

contact area between
electrolyte and metal

anode X ’ cathode

direction of
current flow

Fiig. AS.1. Rusting of iron.
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Fig. AS.2.

A common protection of iron parts against galvanic corrosion is a thin layer of
zinc formed by dipping the iron parts into hot liquid zinc; for instance, galvanized
(zinc-plated) pipes. Since Zn is anodic with respect to steel, it will provide pro-
tection even if the zinc layer is not continuous, as shown in Fig. A5.2.

On the other hand, if tin is used for the protective layer, it must be continuous,
since tin, being more stable than iron, behaves as a cathode with respect to steel.
If the tin layer is disrupted (scratched), steel will corrode as shown in Fig. A5.3.
According their mode of resistance, corrosion-resistant metals and alloys usually
can be classified into two groups: those able to maintain their metallic structure
in direct contact with the environment (noble metals) and those with the ability
to form a firm continuous (passive) films and so become isolated from the elec-
trolyte. A typical example of corrosion resistance by a protective surface film is
chromium steel. Cr is anodic with respect to steel; however, it combines with
oxygen in solution and forms a passive film in the metal surface that prevents
any further corrosion of the metal. Various types of corrosion associated with
vessel failures are listed below, with short descriptions.

Stress corrosion cracking is the failure by cracking (brittle failure) of a material
due to the combined effects of galvanic corrosion and tensile stress. It occurs
most often at points of high stress concentration or high residual stresses.

Localized corrosion is needed to initiate stress corrosion cracking. The crack is
propagated by simultaneous corrosion of the metal and tearing of any protective
film that may form at the notch tip. The crack will gradually increase until the
remaining cross section of the part can no longer resist the load and failure
occurs.

Action at the anode:

water Fe — Fe* +2¢”
Sn layer (cathode) Action at the cathode:
0, +4e +2H,0 — 4(OH)~

steel (anode) ..
Reaction in electrolyte:

Fe?* — L Fet +e”
Fe3* + 3(OH)” — Fe(OH);
Fig. AS.3.
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Stress corrosion may be minimized by selecting proper material to prevent
pitting, by stress relieving to reduce residual stresses, and by proper design with-
out any stress raisers. Alloys with lower carbon content are tougher and more
stress-corrosion resistant than those with higher carbon content.

Corrosion fatigue is failure by stress corrosion under cyclic stresses.

Corrosion pitting is localized galvanic corrosion, also described as concentration
cell corrosion. It may result from differences in oxygen concentration of the
electrolyte in one spot (pit) on the metal surface acting as an anode and outside
the pit, acting as a cathode. The spots with less oxygen act as anodes. Suscepti-
bility to pitting corrosion is increased by surface defects like scratches.

This type of corrosion is quite frequently found in ferrous or nonferrous metals.
In stainless steels, pitting failures are caused by chloride ions, which tend to
break through the passive film. Some materials are more resistant to pitting than
others. For instance, the addition of 2 percent molybdenum to 18-8 stainless
steel type 316 results in a very large increase in resistance to corrosion pitting.

Caustic embrittlement is the cracking of metal under tensile stress and in contact
with an alkaline solution.

General corrosion is corrosion, either chemical or galvanic, which proceeds uni-
formly over the entire exposed surface.

Intergranular corrosion is a localized galvanic corrosion at the grain boundaries
of sensitized metal, particularly stainless steels. The grain boundaries are usually
anodic to the grains.

Crystal a solid composed of atoms (or molecules) arranged in a certain geometric
pattern (crystal system) which is periodic in three dimensions.

The elastic properties (£ and G) of a crystal vary to a considerable extent de-
pending on the orientation of the crystal axis with respect to the induced stress.

Metals usually have a microcrystalline structure. They consist of large number of
minute crystals, called grains, whose principal axes have random orientations, so
they can be considered as isotropic materials, that is, materials with the same
physical properties in all directions.

Crystal system one of seven groups into which all crystals may be divided: cubic,
tetragonal, orthorhombic, monoclinic, triclinic, hexagonal, and rhombohedral.
The names of the groups describe the arrangement of the atoms.

The cubic system is subdivided by unit cells (space lattices): simple cubic, body-
centered cubic (BCC) as in the a-iron crystals, and face-centered (FCC) as in
Y-iron crystals.

Metals with FCC structure do not generally exhibit loss of impact strength at
very low temperatures.

Decarburization loss of carbon from a ferrous alloy, usually at the surface, as a
result of heating in an environment that reacts with the carbon at the surface.

Deoxidized copper copper from which cuprous oxide has been removed by add-
ing a deoxidizer (such as phosphorus) to the molten metal.
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Ductility ability of a metal to deform in the plastic range without fracturing
under stress.

Endurance limit stress below which an alternating stress will not cause a failure.
The number of cycles N is infinite—usually not less than 10° in tests.

Erosion destruction of a metal by the abrasive action of a liquid or vapor or of
solid particles suspended in the operating liquid or vapor.

Fatigue life finite number of stress cycles N which can be sustained under
operating conditions.

Fatigue strength stress at which failure occurs at some definite number of
cycles N. If measured in a corrosive environment it is called corrosive fatigue
strength. Endurance limit S,, is then the highest cyclic stress the metal can be
subjected to indefinitely (for steel, about 10% cycles) without fracture. (The
stresses a metal can tolerate under cyclic loadings are much lower than under
static loadings.)

Galling seizure or welding of parts in close contact under pressure during relative
motion.

Grain an individual crystal in a polycrystalline metal or alloy with distinct bound-
aries. The grain boundary is the interface separating two grains, where the
orientation of the lattice changes from that of one grain to that of another.
Between two boundaries there is a transition zone, where the atoms are not
aligned exactly with either grain. The transition zone is considered to be of
high energy and stronger than grain itself.

Grain boundary sensitization occurs in stainless steels in solution-annealed con-
dition during any heating in the 800-1600°F temperature range. See Chapter 11
for details.

Grain size is usually specified by ASTM index numbers, based on the following
formula: n = 2! , where NV is the ASTM index number and »n is the number of
grains per one square inch at 100 times magnification. n ranges from 1 to 128;
N ranges from 1 to 8. Steels with N =1-5 are considered coarse grained; steels
with N = 6-8 are fine grained. For example if N =15 and n = 16, and assuming
the grain to be roughly square in cross section, its average actual side dimension
would be (1 X 1/16 X 100 X 100)1/2 =(0.0025 in. Grain size may have a marked
effect on creep and creep rupture life of the material selected.

Generally, fine-grained steels have a lower transition temperature than do those of
coarse grain. Steels with finer austenitic grain also have a greater toughness (i.e.,
ability to absorb energy during plastic deformation), lower hardenability, and
lower internal stresses.

Coarse-grained steels excel in rupture strength with increasing test time and
temperatures. A coarse-grained high-temperature alloy has greater creep strength
than a fine-grained alloy. However, larger grain size results in embrittlement and
lowered ductility, since larger grains allow more penetration of carbon, nitrogen,
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or oxygen (for instance in welding), which form brittle phases at grain bound-
aries. Low ductility is usually considered an indication of poor fatigue properties.

Grain growth increase in size of grain by reduction in number of grains. Grain
growth will take place at higher temperatures during normal use. Loss of ductility
due to grain growth limits the metal usefulness.

Graphitization precipitation of carbon in the form of graphite at grain bound-
aries, as occurs if carbon steel is in service long enough above 775°F, and C-Mo
steel above 875°F. Graphitization appears to lower steel strength by removing
the strengthening effect of finely dispersed iron carbides (cementite) from
grains. Fine-grained, aluminum-killed steels seem to be particularly susceptible
to graphitization.

Graphitization during solidification is called primary ; during heating, secondary .
In welds, there is a possibility of graphite formation in the affected zone.

Graphitizer material that increases the tendency of iron carbide (Fe3C) to break
down into iron and graphite.

Inclusion nonmetallic material (oxides, silicate, etc.) held mechanically in a
metallic matrix as unintentional impurities.

Heat-affected weld zone a portion of the base metal adjacent to the weld which
has not been melted, but whose metallurgical microstructure and mechanical
properties have been changed by the heat of welding, usually for the worse.

Heat treatment heat treating operation performed either to produce changes in
mechanical properties of the material or to restore its maximum corrosion
resistance. There are three principal types of heat treatment; annealing, nor-
malizing, and post-weld heat treatment.

Annealing is heating to and holding at a suitable temperature and then cooling
at a suitable rate, for such purposes as reducing hardness, producing desired
microstructure, etc.

Normalizing is heating steel to above its critical temperature and cooling in still
air.

Post-weld heat treatment (PWHT) is uniform heating of a weldment to a tem-
perature below the critical range to relieve the major part of the residual stresses,
followed by uniform cooling in still air. Heating reduces the metal yield strength,
and any locked-in residual stress greater than the depressed yield strength will
start to dissipate by plastic displacement. The maximum remaining residual
stress will be equal to the depressed yield strength of the metal at the PWHT
temperature.

Preheat treatment usually heating the base metal before welding to decrease the
temperature gradient between the weld metal, heat-affected zone, and the base
metal. Preheat treatment has been found very effective in avoiding weld or heat-
affected-zone cracking.
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Quenching rapid cooling of a metal from above the critical temperature, with
change in macrostructure.

Solution heat treatment consists of heating an alloy to a suitable temperature,
holding at that temperature long enough to allow one or more constituents to
enter in solid solution within the grains of the base metal, and then cooling
rapidly to hold this solution at lower temperatures.

Heat-treatable alloy an alloy which may be strengthened by a suitable heat
treatment.

Hydrogen embrittlement low ductility in metals resulting from the absorbtion
of the atomic hydrogen.

Macrostructure structure of metal as seen on a polished, etched surface by the
eye or under low magnification (not over 10 diameters).

Microstructure structure of metal as seen on a polished etched surface under
high magnification (over 10 diameters).

Nil-Ductility temperature (NDT) a temperature at which, under a light load,
crack initiation and propagation results in a brittle fracture.

Nodular cast iron cast iron that has been treated while molten with a master
alloy containing an element such as Mg to give primary graphite in spherulitic
form.

Notch brittleness susceptibility of a material to brittle fracture at points of
stress concentration. In a notch tensile test the material is said to be notch
brittle if the notch strength is less than the tensile strength. Otherwise, it is
said to be notch ductile.

Notch sensitivity measure of the reduction in the strength of a metal caused by
the presence of a stress concentration. Values can be obtained from static,
impact, or fatigue tests.

Notch toughness ability of a material to resist brittle fracture under conditions
of high stress concentration, such as impact loading in the presence of a notch.
This is an important property for construction materials intended for low-
temperature service.

Oxidation or scaling of metals occurs at high temperatures and access of air.
Scaling of carbon steels from air or steam is negligible up to 1000°F. Chromium
increases scaling resistance of carbon steels. Decreasing oxidation resistance
makeg austenitic stainless steels unsuitable for operating temperatures above
1500°F.

Passivation changing of the chemically active surface of a metal to a much less re-
active state, usually by forming an impervious layer of oxide or other compound.

Permeability a property of a material which permits passage of gas through the
molecular structure.
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Phase a physically homogeneous, mechanically separable, distinct portion of a
material system.

Polycrystalline characteristic of an aggregate composed of usually large number
crystals or grains (polygranular). Crystals have dissimilar orientation so that
grain boundaries are present.

Precipitate to separate out a soluble substance from a liquid or solid solution.

Precipitation hardening increase in strength and loss of ductility and tough-
ness during elevated-temperature service, due to compound formed at elevated
temperatures.

Proof test the load inducing the stress at which a material shows no or a specified
permanent elongation when the stress is removed.

Recrystallization change of a plastically deformed crystalline structure into a
more perfect, unrestrained crystalline structure exhibiting higher softness.
Recrystallization a high temperature is called annealing (see Heat treatment), and
the temperature of marked softening is called the recrystallization temperature.

Refractory a material of very high melting point with properties that make it
suitable for such uses as high-temperature lining.

Stabilizer any material that increases the tendency of carbon to remain as iron
carbide or in solid solution within steel crystals and retards graphitization.

Steel crystalline phases

Alpha iron (o-Fe) is the solid phase of pure iron stable below 1670°F, with
body-centered cubic latice (BCC). It is ferromagnetic at temperatures under
1418°F.

Austenite is a solid solution of carbon or other elements in y-iron. The solute is
usually assumed to be carbon, unless otherwise noted. It is soft and ductile, with
considerable tensile strength. On slow cooling, austenite tends to decompose
into ferrite and cementite. At room temperature it can be present only in alloy
steels.

Cementite, loosely referred to as iron carbide (Fe3C), is characterized by an
orthorombic crystal structure. It is the hardest constituent in carbon steel, and
is nonductile. Its presence in steel increases strength. Some atoms in the cementite
latice may be replaced by manganese or chromium in alloys steels. Cemetite is in
metastable equilibrium and tends to decompose into iron and graphite at higher
temperatures.

Delta iron (8-Fe) is the stable form of pure iron from 2540°F to 2802°F (melt-
ing point). It is of body-centered cubic crystalline structure. It has no practical
application at the present time.

Ferrite is a solid solution of one or more elements in a-iron. The solute is gen-
erally assumed to be carbon unless otherwise noted. It exist in two forms:
a-ferrite; and at temperature above 2540°F, §-ferrite.
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Gamma iron (7y-Fe) is a solid, nonmagnetic phase of pure iron which is stable at
temperatures between 1670°F and 2540°F and possesses the face-centered cubic
latice (FCC).

Ledeburite is a eutectic mixture of austenite and cementite in metastable equi-
librium formed on rapid cooling in iron-carbide alloys with carbon content more
than two percent and less than 6.67 percent.

Martensite is a metastable phase in steel, hard and brittle, with needlelike ap-
pearance, formed by transformation of austenite below a certain temperature.
Martensite is produced during quenching.

Pearlite is a lamellar aggregate of ferrite and cementite in alternate platelets
formed by transformation of austenite of eutectoid composition on slow cool-
ing. It is a microstructure formed in iron and carbon alloys.

Sigma phase forms when ferritic and austenitic stainless steels with more than
16.5 percent of chromium are heated at a prolonged period of time between
1100°F and 1700°F. It is a complex, nonmagnetic, intermetallic Cr-Fe com-
pound, very hard and brittle at room temperature. A large percentage of sigma
phase reduces the ductility, toughness, and also corrosion resistance of steel. It
can be transformed into austenite and ferrite by suitable heating and quenching.

Sigma-phase precipitation occasionally occurs in tube supports or hangers made
of 309 or 310 stainless steels in the radiant section of petroleum refinery fur-
naces. During shutdown for replacement of defective tubes, there supports be-
come exceedingly brittle and frequently break when handled carelessly by
maintenance crews.

Strain hardening if steel is stretched beyond the yield point into the plastic
region, some increase in stress is required to produce an additional increase in
strain. The phenomenon of strain hardening, by plastic deformation (as in cold
working below the recrystallization temperature) improves the mechanical
properties of steel, except that ductility is reduced. The hardening disappears
if the material is subjected to annealing temperatures.

Stress range the algebraic difference between the maximum and minimum stress
in one cycle.

Sulfide corrosion cracking stress corrosion cracking in sulfur-containing environ-
ments. The corrosive agent is usually hydrogen sulfide.

Thermal fatigue the development of cyclic thermal gradients producing high
cyclic thermal stresses and subsequent local cracking of material.

Thermal shock the development of a steep thermal gradient and accompanying
high stresses within a structure, as might occur when the surface of a cool metal
part is heated rapidly.

Toughness ability of a material to absorb energy during plastic deformation.

Transition temperature (T.T.) the temperature at which the material changes
from ductile to brittle fracturing. Since brittle fracture requires much less
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energy than shear-type fracture, a marked drop in absorbed energy occurs at
a fracture below the transition temperature. For any service, the steel with
lower T.T. is usually preferred, since it offers additional safety.

Ultimate strength the maximum load per unit of original cross-sectional area
which a test specimen of a material can sustain before fracture, usually in
single tension or compression.

Yield strength the load per unit of original cross-sectional area on a test speci-
men at which a marked increase in deformation occurs without the increase of
load. A part of the deformation becomes permanent.

Weld structure the microstructure of a weld deposite and the heat-affected zone.



A6 Standard Specifications Pertaining to Materials

ASTM SPECIFICATIONS

A20 General Requirements for Delivery of Steel Plates for Pressure Vessels.
Supplementary Requirements S1 to S13 when specified.
A262 Detecting Susceptibility to Intergranular Attack in Stainless Steels.
A370 Mechanical Testing of Steel Products.
A380 Descaling and Cleaning Stainless Steel Surfaces.
A435 Longitudinal Wave Ultrasonic Inspection of Steel Plates for Pressure
Vessels.
A480 General Requirements for Delivery of Flat Rolled Stainless and Heat
Resisting Steel Plate, Sheet and Strip.
A577 Ultrasonic Shear Wave Inspection for Steel Plates.
A593 Charpy V Notch Testing Requirements for Steel Plates for Pressure
Vessels.
E7 Standard Definitions of Terms Relating to Metallography.
E21 Short-Time Elevated Temperature Tension Test of Material.
E94 Radiographic Testing.
E109 Dry Powder Magnetic Particle Inspection.
E112 Estimating the Average Grain Size of Metals.
E114 Ultrasonic Testing.
E139 Conducting Creep and Time-for-Rupture Tests for Materials.
E142 Controlling Quality of Radiographic Testing.
E165 Liquid Penetrant Inspection.
E186 Reference Radiographs for Heavy Walled (2 to 4% in. thick) Steel Castings.
E208 Conducting Drop Weight Test to Determine Nil Ductility Transition Tem-
perature of Ferritic Steels.
E280 Reference Radiographs for Heavy Walled (4% to 12 in.) Steel Castings.

AWS SPECIFICATIONS

AS.1 Specification for Mild Steel Covered Arc Welding Electrodes.
AS5.4 Specification for Corrosion Resisting Chromium and Chromium Nickel
Steel Covered Welding Flectrodes.

ANSI SPECIFICATIONS

B1.1 Unified Screw Thread for Screws, Bolt, Nuts and Other Threaded
Parts.
B18.2.1 Square and Hex. Bolt and Screws, Including Hex. Cap Screws and Lag
Screws (hcavy series).
B18.2.2 Square and Hex. Nuts (heavy series).
B16.5 Steel Pipe Flanges and Flanged Fittings.
B46.1 Surface Texture.
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A7 Flanges

Most of the inspection openings or nozzles on vessels are provided with circular-
type standard flanges for quick, easy disassembly of closing covers or connected
piping. Only special flanges are designed or existing flanges are checked for maxi-
mum working pressures.

According to the available methods for solving the stresses in the flange con-
nections under the pressure, flanges can be classified under four main categories,
as described below.

1. Flanges with a ring-type gasket inside the bolt circle and with no contact
outside the bolt circle under internal or external pressure. Flanges in this cate-
gory are constructed of forged steel or forged low-alloy steel with a raised face
and spiral-wound, metal--asbestos filled gasket. They are the most commonly
used flanges. According how they are attached to the shell, they can be further
subclassified as (a) integral flanges, such as welding neck flanges, which are
welded or forged with the connection shell, forming a continuous structure, or
(b) loose flanges, such as slip-on flanges or ring flanges, which are either not
attached to the shell at all or attached by welds which are not strong enough to
carry the load from the flange to shell and to form an integral part with the
connection shell. The basic flange design was established in ref. 116 and is in-
corporated in the Code. The derivation of the design can also be found in
refs. 44 and 117. Reference 110 is generally used in selecting the dimensions
for a desired flange. Both types can be designed with different types of facings
adjusted to the gasket. Slip-on flanges are used for lower pressures (<150 psi)
and where no temperature expansion stresses from connected piping are
anticipated.

2. Flanges with flat face and metal-to-metal contact inside and outside the
bolt circle, with self-sealing gasket. The basic design is derived in refs. 113 and
114, and the method is incorporated in the Code.

3. Flanges with flat face and full-face gasket. This type of the flange is used
only for lower operating pressures. Design is as given in ref. 111.

4. Special flanges. These include large-diameter flanges (over 6 ft), flanges
for high design pressures (over 1,500 psi), and flanges with special gaskets
(double cone, lens, etc.), as described in ref. 112.
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A9 Abbreviations and Symbols

ABBREVIATIONS

Code ASME Boiler and Pressure Vessel Code. Section VIII. Rules for Con-
truction of Pressure Vessels. Division 1.

Code Division 2 ASME Boiler and Pressure Vessel Code. Section VIII. Alterna-

tive Rules for Construction of Pressure Vessels. Division 2.

AISC  American Institute of Steel Construction

ANSI  American National Standards Institute

API American Petroleum Institute

ASCE American Society of Civil Engineers

ASME American Society of Mechanical Engineers

ASM  American Society for Metals

ASTM American Society for Testing and Materials

AWS  American Welding Society

WRC  Welding Research Council

abs. absolute

C.A. corrosion allowance
C. G. center of gravity
cps cycles per second
Dia. diameter

°F degree Fahrenheit
fps feet per second

ft foot (feet)

ft-b foot-pound

kip thousand pounds

ksi kips per square inch

b pound (pounds)

mph miles per hour

mil 0.001 in.

MPY  mils per year

psi pounds per square inch

psf pounds per square foot

psig pounds per square inch gauge
psia pounds per square inch absolute
rad radians

SYMBOLS

A,a area, point, constant
a, b, c,d distances, points, dimensions
B point, constant
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point, constant (usually with a subscript)

diameter, flexural rigidity of shells, point

diameter

unit strain, eccentricity

modulus of elasticity, efficiency

yield strength in column computations

load per linear inch

allowable weld load in 1b/lin. in.

height

rectangular moment of inertia

linear rectangular moment of inertia

polar moment of inertia

linear polar moment of inertia

constant, stress concentration factor (usually with a subscript)
coefficient, radius of gyration, length

length, span in beams

unit load in longitudinal direction, 1b/in.

bending or overturning moment, constant

membrane force resultant, number of support legs, grain index
point of origin

concentrated static load, point, pressure

pressure

external line load, 1b/in.

radial shear, 1b/in.

radius, radius of gyration

radius, reaction force

radial displacement

direct normal stress, stress intensity, Strouhal number

yield stress in tension or compression

yield stress in shear

ultimate strength in tension or compression

ultimate strength in shear

allowable stress at design temperature

allowable stress at atmospheric temperature

allowable stress in weld

torque, thrust force, temperature, period of vibration

shell thickness, throat weld thickness

wind velocity, transverse force

weight

weld leg size, unit wind load, unit shell displacement, weight
rectangular section modulus

height above ground

rectangular linear section modulus of weld

angle, coefficient of thermal expansion, numerical coefficient
angle, numerical coefficient, concentration factor, cylindrical
parameter

shell



ABBREVIATIONS AND SYMBOLS

numerical parameter, cylindrical shell parameter
increment, angle in radians
deflection

angle, angular distortion

shell parameter

absolute viscosity

Poisson’s ratio

density, mass per unit volume
unit stress in tension or compression
unit shear stress

angle

angle

angular velocity

varies as

approximately equal to

equal to

identical

much larger than

infinity

greater than

less than

less than or equal to

REESIADIE ¥DOBR

v i ne

VAWANAAR'

SUBSCRIPTS

allowable

atmospheric

bending, bolt

cone, concrete

equivalent, earthquake

head

inside, initial, intermittent, height level
longitudinal, larger, linear

normal

outside

due to pressure, permanent, polar
radial

steel, shear, smaller, stiffener
tangential

with respect to the x-coordinate, height level
yield

weld, weight

zero
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Abbreviations, 315
Aluminum alloys, 285
designation, 286
design considerations, 285
Anchor bolts, 81, 143
allowable stresses, 91
initial torque, 86
material, 91
minimum spacing, 92
proof load, 87
size computations, 81, 143
stress concentration factors, 85
types, 92
Attenuation (decay) length, 35, 199

Bauschinger effect, 298

Bolts, pressure connections, 270
galling, 271, 302
structural attachments, 273

Concrete, allowable stresses, 79, 140
Cone angle computations, 71
Conical heads and reducers, 60, 65
Corrosion, 298

Cylindrical shells, 42

Design criteria
Code Division 1, 26
Code Division 2, 29
design remarks, 34
Design loads
combination of, 22
dead, 4
earthquake, 13
piping, 21
pressure, 2
wind, 5

Earthquakes, design for, 13
considerations, 21

Index

example, 18
flexible vessels, 15
maps, 292

rigid vessels, 14

Flame cutting, 259
Flanges, design information, 309

Glossary, 298

Hydrogen attack, 282
design considerations, 284
embrittlement, 283
selection of steels, 283
vessel failure, 284

Line loads, 192
Load, shakedown, 26
Load types, 24
Logarithmic decrement, 105
Lugs
vessel lifting, 240
vessel support, 143

Magnification factor, 104
Material, construction

corrosive service, 267

integrally applied cladding, 267

noncorrosive service, 262

strip or sheet lining, 268
Membrane stresses, 35

conditions for, 39

due to internal pressure, 40

Nozzle reinforcement
for external loads, 176, 182
for pressure, 175
off-hill nozzles, 191

Nuts, 272

Ovaling, 109
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Pressure, design, 2
maximum allowable working, 2

Reinforcing pads,

size and thickness, 191
Residual stress, 236
Reynolds number, 98

Semiellipsoidal heads, 54
Shells of revolution, 35
asymmetrically loaded, 42
bending theory, 38
definitions, 36
membrane theory, 38
stress resultants, 37
under internal pressure, 40
Spherical shells, 50
Stainless steels, 273
austenitic, 274
design procedures, 280
fabrication, 282
ferritic, 278
intergranular corrosion, 275
introductory considerations, 273
martensitic, 280
price ratio, 281

Standard material specifications, 308

Stress
allowable design
anchor bolts, 91
Code Division 1, 28
Code Division 2, 30
nonpressure parts, 27
weld, 255
discontinuity
computation procedure, 198
cylinder-to-cone juncture, 213
cylinder-to-cylinder, 201
force method, 195
origin of, 195
spherical head-to-cylinder, 204
local at attachments, 175
allowable, 28
cylindrical shells, 182, 192
design considerations, 191
spherical shells, 176
thermal, 218
basic equations, 218
design considerations, 233
external constraints, 219
hot spot, 225

internal constraints, 221
plate bar, 221
rachet, 231
support skirt, 227
thick cylinder, 226
thick plate, 224
types of, 24
bending, 34, 38
failure, 25
intensity, 32
membrane, 34
nominal, 3
primary, 24, 29
range, 26
secondary, 24, 31

Strouhal number, 101
Subscripts, 317
Supports

horizontal vessels, 151
example, 170
design considerations, 167
for hot vessels, 297
material for, 169
multiple support reactions, 151
ring stiffeners for, 165
saddle design, 167
stresses in shell at, 151
typical construction, 170
values of K-coefficients, 168
vertical vessels, 133
for hot vessels, 296
legs, 133
lugs, 143, 296
skirt, 75, 295

Symbols, 315

Temperature, design, 3
Thickness, design shell, 2, 73
Toriconical reducers, 65

minimum flare radius, 69
minimum knuckle radius, 67
under external loads, 70

Torispherical heads, 57

collapsing pressure, 59

Toroidal shells, 63

Vessel

design life, 261
failure origines, 1

tall vertical, 72
anchor bolts, 81



Vessel (Continued)
tall vertical (Continued)

cross-wind vibration, 97
deflection, 93
first natural frequency, 111
illustrative example, 119
self-supporting, 72
stress analysis, 73
support skirt design, 75, 295

Weld, defects, 257
nondestructive examinations, 257
overlay cladding, 270
Weld design, 236
allowable stresses, 255
efficiency, 238, 256
fillet, 241
groove, 237

INDEX

intermittent, 253

plug, 254

primary, 252

secondary, 252

stress concentration factors, 256

Welded joints, 237

residual stresses, 236
symbols, 260
types, 237

Welding processes, 258
Wind

basic velocity pressure, S
critical velocities, 101
design example, 11
effective vessel diameter, 9
load, 7, 8

projected area, 9

velocity map, 291
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