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Cylinder manufactured from billets-1/2
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Cylinder manufactured from billets-2/2
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Cylinder manufactured from pipes-1/2
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7. Liquid quenching of the vessels continues the heat-
treating process of achieving product uniformity and
required physical properties for regulatory compliance.

the heat-treating processes.
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(i) Flattening test. A flattening test
must be performed on one cylinder

taken at random out of each lot of 200
or less, by placing the cylinder between

wedge shaped knife edges having a 60°
included angle, rounded to ‘%-inch ra-
dius. The longitudinal axis of the cvl-
inder must be at a 90-degree angle to
knife edges during the test. For lots of
30 or less, flattening tests are author-
ized to be made on a ring at least 8
inches long cut from each cylinder and

stubjected to same heat treatment as
the finished cvlinder.

24



