FAEEI NI JISB 2251 (75 »VRFEEHI AL

JIS B 2251 FM
B8A 2y b FFRRSWC

# - (kN)
— [
g 8 8

8

0 i 2 3 4 5 6 T 8
Bt NER

S Not —No7 -7 No.13 —4Nai8
- Noz -dk-NoB -57- No.l4 ~¥-No20
@ No3 T Nos ¥ Nais Srozi
@ Noa -3~ No10 -W-No.t6 -OrNo2z
2 Nos T No1l S Noi7 = Ne23
-A- No.6 -l No.12 'Q' No.18 '.=3'Nu.34
B3 IS 73 »YEHI AR LS 500A 7 7 VO
HHBER (STERAAr v )

g

T
I ASME PCC- 151
- BBAAY 2 b JEGW SWC

UL hsh [kN]
8 8 8 8

o &

Round & #

~E—No.l
-3--No2
~B—No3
-@-Nod

-A—No7 -7—No.13-4—No.19
-A:--NoB -7-~No.14-#--No?20
-E—No8 -¥—No.15-8—No.21
-8--No.10-¥:-No.16 -@--No.22
-&—No.5 -B—No.l1-8—No.17—+—No.23
-&--No6 -M--No.12-% ~No.18-15--No.24

B4 ASME B{ FBIC £ 5 5004 75 VORHTR
BER OTBEHRY Y F)

HH I FROBSE/AAM (FEREE) L.,
ASMES (T FRDOBERMH O ZANTEATY
ZRound¥(T#£Y . 7L, MEHROEBE & & HiW
DEMBOEA A +—VRTHEEERT, CTT,
B 5 T R OB AL F Wh ORIl Hak
T 5 EJISEHTT FRIC X 2BEMEWDS, BT
FiLb 7 D10%80ic X 5 4iRE C OHRTEMA T
Wi TH 5. T MLy Oy RERT
Huf, BFENIC X S8 TR0 FihoF

(143)

BEIREFO LI EWR S,

SEETI K THE 77 2 VRF ORI
FiEBWT, BEYTAELFFEDTIIEhE L
F AR T4 5 EE R REY S, o
fgihI Tk, COERIICE b L FEEASICKE
LTHENL o Lh 2 £l 3 T V—TIcH
M, EifTREEEL T BT hESA
BT LIIERTSHS. ASMEEHIFEOLRIL MG
HEEEFRLTVWAEZELIURANURFTSHS
A Round 23 X URound 3l BT HAEETITIC
& TMEHEERSRFECRN TV S, 400 Mgk
HBADI00AT7Z VAN Fho L~ Lhi2
FI—TFc s, Fb FEAR24AD500A7 5
IITRF IO L AN 3 T —Ticahh
%, —F. JISE{{ I FHOB S MIEHEERIC
£5HV FAO LN D T I —T{EE S BEhS
HRHohikv, chiJIsEtFEMEALTVWS
FEtE b St o@tittoBho—>Th 5. #iE
LB AE, BEHED S O EERNRE
LTWaN, Fb Fhosib—FbE v S R
[F&@ls7:\1=0< {AN

2, ISk FETC R ARG ORNH S H
BB PV 2 0100%IC & 653 E D B 21T
STWaH, HECBEEHTHO100%2 05 5
WL FOARETS LR, FL AR
W RES & HICHN T 5. B> T, ASMEKS(T
FEMHEO L S ICEiHT MLy FEEMICEREEE
Round% 824 2 A BIE 2 { vy,

H 5L UB6E500A (20B) 75 9% JISk
{sHi FHE & CASMERS (i N TE V- Eisb {3 7=
WEOT 5 VEMOEEEENTNRT, 75V
VAENOZERIIT A r v FERRE X { HBT 5
EEZSNSD FOH—- M BOTEHFNIES,
& LS RISK i FROANBRIFTH D, JISKES
W FIELRA L K@t FIROMms L (it
ElD g, BLUESHEGT L2 0100%TO
fB{3) KEOBETNE 75 YOREDHIERE
Lizwnwz AT iz,

F#513, BRFCBIAHHIRTROFL
HhOESDE /KL THET. JISEM T FEOK
BRRZASMERH U FROBE LTS L, 7
T VRUE,. HA 7w FEHICEST. KL




5 0 7 #l No6l

8 T T T T T T T
JIS B 2251FM
7 HBHRT b FEHSWE B

iNol O:No2 |
‘No3 A :Nod
:NoS5 [ :Nob
iNo7 T :NoB8 7
75 PREM

o 5 et

7584 [mm)]

r O S — —
A L, 7vynEmM
20 1 2z 3 4 5 8 7 8
W M ER
NS 75 VB AEIC LS 5000 75 P07 F
rIMmoEl (STRENAY v F)

®s

B - T T T
ASME PCC-1 i
71 HBAAY v k. IEGRSWG
E @ :Nol O:Ne2
E 6
& s
R
w4 /
~ !
3 .
1 L i i
20 1 2 3 4 5
Round %
6 ASMEB{THFEMICLS S00A 779D T7 707

WHOZEE (3 TEBHAT Y F)

£5 HLrwhos—emitImRER (BSAR K
B % J1S B3 FR L ASME Bl Fo ki
Yadrbi—}
STREAZAr 2 b Ak b
#if wuh i eh
WENT | 50 | NEEY | 50
JISB
‘0N 2251 7 +10% 6 +13%
37| ASME
PCC.1 16 + 6% ] +12%
JISB
Wik 2251 9 +19% 8 +20%
7777 ASME
PCC-1 11 +20% 1 +19%

) ERY (A2AF—A) 1, 1BEBRAS

AMLTASOY—ENENTHED. FARFIC,
Fu rWhOHEE D AOWHE I E, HZSIKE
&G 3 EBHTAE#OLREHE TR,
ASMESS(T I FNL RO X 3 ICFHANEETE X
BHNEET S, JISE NG FIROM
Bl - @t ABEMOERIELSES h, BUARLL

(144)

LORIENMEENT WS, & 5ICASMER{I FHR
TR TROMNABMMNHEC LEERS L,
JISE{ O FRIFRECBW TR ELMAELSS
SCLUEAGHTHS.

7. 580EY

7 —1 ISOBDOEE & DORSE

RWMWE 75 i M¥ 5 EEHEISO 70050
#13— I (Partl~Part3) OMEFEIHEHONT
Bh, JSOET7 7 VHBERBNE CERTED
RKLESEELOREYEITRTH S, —A.
SO 7005M BF LIcBWT, Hikic75 v IHF
HifhrAEEREICGBNLES Evwa3BELHD,
CHUCHET 27 BICISOIE TS IHI T & 5 IS
B Lo TE, NERBTHE. ASMEA' 7S
7 REFE( g & L TASME PCC-1% 200051
RiALTED, COMEILNETEZILRENS,
L. BERRICHED & HE X N /zASME PCC- 11k,
BAOEHKEICES LAY, BICJST7 T ¥ I
(HIAESASMEM BH LM RENGEB E AT
W3, BElC, ¥ETRIST7Z »IVRFREFITA
BICHEBRT 2HHEH LS (., ASME PCC-LIZTERD
&2 YA TISO— ks BA
LESLTHMELHZ L5 THBH. £ THPISH
BELTHEZ ATV 7 78 Fa (T ek %
JISELTHEL. fE0iSofbicizac & L

7-2 $ikHYERA

HArw b, YaAL b= ARy FRU
STBEH Ay g Lichs, @RRELER
DEHE, VT PaA ARy FICER
TEHLEANS S THIMESLEILGNS,
fPTFEY — F HA 4w FEDWTIR, JIS7 5 v
HEFRO AT E S C LRI X
DHBENTWVWSY, BEMPTFEA A Y v M ER
RESHEMBIBNCLICLEHAT v FRED
ADEENIES TN OEA E Nah - gl
H3,

TSy IOMRICHLTE, /UL7OHBELT
LHAVWLNTWVWAHE, HERT Y, EAIEMIK
BOELNH -z, ChEOBABHEICDOWTIR,
HeEmiRfassz chhudiriEdsc &L
fe.




FRERENL JISB 2251 (73 X PRFBHEG AR

8. Bblic

BEMTREBICEISEIMBENLJSBE 2251
2008 (75 »JHRFRGIAE) 28BN L &*
IS 75 Y VMFOEITIKBVT, EAEIC
AT, XD EREEDHHTHNEGN, E6ick
h ehpey i VER 2 L & B e AR R FE
Lo TWa, BEOH Ry v MERB{EADHE
LWIRANGS, JIS7S Y URFEFTAED
HEMI—EHEL TV 5. EHREOZEE LES
#HrE o, JIS7 S IRFEEHTHENLL
EREhBC LEWFLTVWS,

(145)

<BEVH>

1) NISB 2251 : 2008 : 7% YMERT A, 2008

2) HERENHGGE2AE : 75 RFH(TUERH, HPISZ
103 TR [M1E2008] , 2004

3) JISB 1083 : 2008 : L LOWHTAM, 2008

4) VDI 2230 Blau | (2003) : S34rda LIS OEROMAE
—HE - L0 B~ pp8d. BELLUBAREE, 2006

5) ASME PCC-1-2000 : Guidelines for pressure boundary bolted
flange joint assembly, 2001

6) Takaki, T. and Fukuoka, T : Systematical FE Analysis of Bolt
Assembly Process of Pipe Flange Connections, ASME PVP-
Vol 433, pp.147-152, 2002

7) ik #—, @AM @ &7 77 IVRFRGG R OM
R, ENHEWR, Vol42, No6, pp337-346, 2004

8) Tsuji. H. and Terul. Y. : Application of Bolted Flange Joint
Assembly Guidelines HPIS Z103 TR to ePTFE Sheet Gasket,
PVP 2008-61454, 2008



Proceedings of PVP2008

2008 ASME Pressure Vessels and Piping Division Conference

July 27-31, 2008, Chicago, lllinois, USA

PVP2008-61454

APPLICATION OF BOLTED FLANGE JOINT ASSEMBLY GUIDELINES
HPIS 2103 TR TO EPTFE SHEET GASKET

Hirokazu TSUJI
Department of Mechanical Engineering
Tokyo Denki University
Ishizaka, Hatoyama, Hikigun, Saitama, Japan
E-mail: tsuji@n.dendai.ac.jp

ABSTRACT

Bolt tightening guidelines HPIS Z 103 TR for flange joint
assemblies have been developed to provide a simple and
effective procedure to tighten flange joint bolts.  This
assembly procedure is applicable to compressed fiber sheet
gaskets and spiral wound gaskets, but is not applicable to
expanded PTFE (ePTFE) sheet gaskets for the reason that the
ePTFE material has lower modulus of elasticity and higher
creep/relaxation rate.  In this study, expansion of the
application scope of HPIS Z103 TR to ¢PTFE sheet gaskets is
investigated. Tightening tests are conducted using flange joint
specimens of JPI 4 inch and 6 inch, and all bolt forces and
flange gaps are measured at each tightening step to check for
uneven tightening. Uniformity of the bolt forces and flange
gaps are comparable to those obtained by other types of gaskets
or by tightening procedure ASME PCC-1. The influences of
gasket relaxation and elastic interaction on the bolt forces are
also demonstrated. As a result, flange joint assembly
guidelines HPIS Z 103 TR can be considered applicable to the
high-density ePTFE sheet gasket, although a posi-tightening
step of 1 or 2 passes is necessary to compensate for the bolt
force reduction induced by gasket relaxation.

INTRODUCTION

In the assembly of a bolted flange joint with a pasket,
uniform bolt force and precise flange alignment are important
to achieve uniform distributions of gasket stress as well as leak-
free service of the joint. Bolt tightening guidelines HPIS Z
103 TR for the flange joint assemblies have been scientifically
developed to provide a simple and effective procedure to
tighten flange joint bolts [1]. In the HPIS procedure, bolts are
tightened in a clockwise sequence and the tightening torque is
100% of the target torque in all passes or steps subsequent to
the install step. The HPIS procedure also meets the
requirement of practical assembly to reduce the assembly cost
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and avoid human error.  With respect to the uniformity of the
bolt forces and the flange alignment, it has been shown that
HPIS is comparable to ASME PCC-1 [2], whereas the total
number of passes/steps and time required can be reduced when
using the HPIS procedure [3]. Thus, the proposal of JIS
standardization (Japanese Industrial Standard, JIS B 2251) for
the HPIS guidelines is now being discussed.

The HPIS procedure is applicable to compressed fiber
sheet paskets and spiral wound gaskets, but has not been
considered applicable to expanded PTFE (ePTFE) sheet
gaskets for the reason that the ePTFE material has a higher
compressibility and creep/relaxation rate.

In this study, expansion of the application scope of HPIS
Z103 TR 1o ePTFE sheet gaskets is investigated
experimentally. To account for the higher creep/relaxation rate
of the ePTFE gasket material, post-tightening characteristics
are cxamined by a flange tightening test. As a resull, an
improved rule for the post-tightening step is proposed, and
good uniformity of the bolt forces and flange alignment are
achieved.

OVERVIEW OF HPIS Z103 TR GUIDELINES

Table 1 shows the tightening procedure given by the HPIS
Z103 TR guidelines. The bolts are tightened to 100% of the
target torque in all steps to decrease the total number of passes
and to set an upper limit of tightening operation iterations. In
the install step, 4 or 8 bolts are tightened with the aim of
snugging and tentative tightening on a cross-pattern sequence
to prevent flange misalignment. In the tightening step and
posi-tightening step, tightening in a clockwise sequence is
employed with the aim of a simple procedure to avoid human
error. The tightening step requires 4 or 6 passes with a
tightening torque that is 100% of the target torque. Post-
tightening may be conducted to compensate for the reduction in
the bolt force resulting from the stress relaxation of the

1 Copyright © 2008 by ASME



Table | Tightening method according to HPIS Z 103 TR. Table 2 Tightening method according to PCC-1.

Step Loading Step Loading
tall i " " -
Hand tighten all bolts, thea tighten 4 or 8 y Ins! zmciotfdug.wmrmugup to 15 Nm to 30 N-m (not
5 3 > ofed e of Target Torque) on a cross-pattern
spaced bolts with gradually increased tightening : .
tightening sequence. Check flange gap around
Install torque to 100% of target torque on a cross-pattern . g
; : circumference for uniformity.
tightening sequence. Check flange gap around -
circumference for uniformity. Round 1 | Tighten to 20% to 30% of Target Torque on a cross-
attemn ti i :
Tighten all bolts with tightening torque to 100% i g e
) ) target torque on a rotational clockwisc pattern for Round 2 | Tighten o 50% to 70% of Target Torque on a cross-
Tighteaing specified iterations (6 passes for 10 inch and pattemn tightening sequence.
greater flange, 4 passes for others). Round 3 | Tighten to 100% of Target Torque on a cross-pattern
tightening sequence.
Post- If necessary, wait a minimum of 4 hours and Round 4 | Continue tightening the bolts, but on a rotational
Tightening | tighten by the previous step , but 1 or 2 passes. clockwise pattern until no further nut rotation occurs at
the Round 3 Target Torque value.
*Target torque: Target value is increased by 10%, Round 5 | Time permitting, wait a minimum of 4 hr and repeat
Round 4; this will restore the short-term creep relaxation/
gasket. Aging for a minimum of 4 hours is specified before embedment losses.

the post-tightening step. Based on finite element analysis
(FEA) simulations of the flange tightening process, the criteria

for setting the upper limits of the tightening iterations is  85% Table 3 Total number of passes and scatter of bolt force.

of the target bolt force [4]. This might cause insufficient bolt

force, so the target value of the tightening torque is increased Spiral wound gasket w““dkgb" 4heet
by 10% in the HPIS guidelines. The HPIS guidelines are Bes
applicable to compressed fiber sheet gaskets and spiral wound Total Scatter Total Scatter
gaskets, but are not applicable to other types of soft gaskets, passes bnltol!n;m passes boltof';rw
metallic gaskets, or semi-metallic gaskets.

Figure 1 shows an example of a flange joint assembly test NPS | HPIS 7 +10 % 6 +13%
according to the HPIS guidelines. The test flange was an NPS din | pcC-1 16 + 6% 9 +12%
20, class 300 Ib, raised face slip-on welding type flange
specified in JPI (material: A10S). The test bolts (studs) were e | BPD 12 SN 3 %
1V-8 UNC with nuts (bolt material: A193 Gr. B7, nut material: 6in PCC-1] 11 £20% 1 £19%

A194 Gr. 2H). The test gasket was a compressed asbestos *Install step corresponds to | pass.

fiber sheet gasket (thickness 3mm). The lubricant used in the

test was a dry coating type spray of MoS; (molybdenum
disulfide). The effects of the elastic interaction were reduced
by the clockwise sequence tightening so that the scatter range

of the bolt force was small; therefore, the bolt force became
uniform with a small number of tightening passes. The final
scatter range of the bolt force was £20%. The total

-7~ No.13
-gr-: No.14
8- No3 -y Nols
-@-: No4 -w-:No.l6
A No.5 -&-:Nal7
-A-: Nob -©O-:Nol8
—e-: No.7 -4-:No.l19
-d-:Nof -4-:No20
-£: No9 -@-: No2l
-E1-: No.10 -@-: No.22
& Noll =%:No23
-l-: No.12 - %-: No.24

-©-:No.l
-@-: No.2

Fig. | Variations of bolt force of 20-inch flange
tightened by HPIS Z103 TR procedure.

number of passes was 8, including the two passes of
post- tightening; however, the posi-tightening step
was not needed in this case of compressed fiber sheet
gaskets.

Table 2 shows the tightening procedure given by
ASME PCC-1-2000 [2). Bolts are tightened by the
cross-pattern  sequence and the tightening torque
increases for several steps (Round 1 to Round 3). In
Round 4 and Round 5, tightening in the clockwise
sequence is applied, and the tightening operations are
repeated until no further nut rotation occurs. Aging
for a minimum of four hours is needed between
Round 4 and Round 5, which compensates for the
decrease of bolt tension by stress relaxation of the
gasket. The above mentioned procedure is needed to
prevent flange misalignment and to achieve uniform
bolt preloads. However, this tightening method has

Copyright © 2008 by ASME



Table 4 Properties of gasket materials.

; s Percentage of
el Specific C"jmp"”l:';"y creep relaxation
materia gravity (JIS R 3453) (ASTM F38-00)

High-density
¢PTFE sheet 1.7 21% 66 %
( r=1.5 mm)
Low-density
ePTFE sheet 0.62 56.8 % 35%
Compressed 9%
fiber sheet 1.98 31.0%
(=15 mm) (A3
Torque wrench
Steel gas pipe Torque attachment
Shell arm

JPI 6-inch flange
Sensor interface
Bolt

Gasket

Hexagon nut

Fig. 2 Test equipment of 6-inch flange joint.

several disadvantages, such as the increase in tightening hours,
cost, and the possibility of human error.

Table 3 lists the flange tightening test results for the total
number of passes and the scatter of the bolt force, and thus
provides a comparison of the HPIS and PCC-1 (PCC-1-2000)
procedures.  The HPIS procedure achieves comparable
uniformity in the bolt force; in addition, the total number of
passes required is significantly reduced.

FLANGE TIGHTENING TEST WITH EPTFE SHEET
GASKET

Test Gasket

The test gaskets are high-density expanded PTFE (ePTFE)
sheet gaskets (i.e., a high-density version of ePTFE at
approximately 1.7 g/cc).  Table 4 shows the material
properties for the high-density ePTFE sheet, low-density
ePTFE sheet, and compressed fiber sheet pasket. The test

] JPI 6 inch flange, Class 300
35 | Expanded PTFE sheet gasket
ASME PCC-1

JPI 6 inch flange, Class 300
Expanded PTFE sheet gasket
a0 HPIS pmdu.ra

&

]

_-20 -

2 —~Nol —=Nog2

215 -+No3 -=No.4

3 ~No5 ——No6
10 | ~+No7 —No8

—No8 -—+No.10
5T ~=No11 = No.12
0 " f i : 2
0 1 2 3 4 5 [
Pass No.

Fig. 3 HPIS Z103 TR result of tightening test for 6-inch
flange with ePTFE sheet gasket (aging time after
tightening step: 4 hours).

Fig. 4 PCC-1 result of tightening test for 6-inch
flange with ePTFE sheet gasket.

gaskets dimensions are a thickness of 3 mm and either NPS 4
or NPS 6, both of which are ASME/ANSI Class 300 Group 1.
Gasket constants used in the flange calculations are m = 2.5 and
y=19.6 MPa.

Tes I

Test flange joint specimens of NPS 4 and NPS 6 were
prepared. Figure 2 shows the setup of the tightening test for a
6-inch bolted flange joint with gasket. Test flanges are NPS 4
or NPS 6, class 300 Ib (material: A105), raised face slip-on
welding type flanges specified in JPI (Japan Petroleum
Industry). Test bolts (studs) have a nominal diameter of M20
with nuts (bolt material: A193 Gr. B7, nut material: A194 Gr.

2H).

3 Copyright © 2008 by ASME
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Fig. 5 Flange gap obtained by tightening test of
6-inch flange with ePTFE sheet gasket.

Fig. 6 Expanded PTFE sheet gasket of NPS 4 after
tightening test according to HPIS procedure.

The bolt force is controlled by a torque control method in
which the tightening torque is controlled by a manual torque
wrench. The axial bolt force of each bolt is measured using a
strain gauge embedded in a drilled hole of the bolt. The
measurement data are recorded by a PC through a digital multi-
meter. The flange displacement is measured by a vernicr
caliper as the flange gaps at 4 points of the outer perimeter of
the flange. To clarify the influence of gasket relaxation, the
bolt force of all bolts is measured every 5 min for 4 hours after
the tightening step and every 5 min for 4 hours after the post-
tightening step.

Test Conditions

The target bolt forces are 33.2 kN for the 4-inch flange and
35.5 kN for the 6-inch flange; these forces were determined
based on the gasket stress 30 MPa.  The lubricant used in the
test is a dry coating type spray of MoS,.

Table 5 Total number of passes and scatter of
bolt force for ePTFE sheet gasket.

\‘\ ePTFE sheet gasket
Total el
of
I bolt preload
NPS HPIS 7 +3~ +18%
4in. PCC-1 13 +3%
NPS HPIS 7 ts_ﬂwi‘ 10 %
6 in. PCC-1 10 +15%

*Install step corresponds to | pass,

APPLICABILITY OF HPIS GUIDELINES TO EPTFE
GASKET

Figure 3 shows the HPIS Z 103 result of the tightening test
of the 6-inch flange. Pass 0 is the “Install step,” passes 1 — 4
are the “Tightening step,” and passes 5 and 6 are the “Post-
tightening step.” In pass 1, there is relatively large dispersion
in the bolt force caused by the elastic interaction between
adjacent bolts; this result is generally observed under the cross-
pattern tightening sequence. The influence of the elastic
interaction on the bolt force is reduced by the clockwise
tightening sequence; therefore, the bolt force becomes uniform
in a relatively small number of tightening passes. Afier pass
6, the average bolt force compared to the target is 92%, and the
dispersion of the bolt force is £5%.

Figure 4 shows the PCC-1 results of the tightening tests of
the 6-inch flange by the tightening methods. In the PCC-1
method, the 12 bolts divide into 3 groups of bolt forces from
Round 1 to Round 3. This phenomenon is caused by the elastic
interaction between adjacent bolts due to the cross-pattern
tightening sequence. In the HPIS method, since the effects of
the elastic interaction on the bolt force is small, a uniform bolt
force may be achieved in a reduced number of tightening
passes in both the 6-inch flange with 12 bolts as well as the 4-
inch flange with 8 bolts.

Figure 5 shows the relationship between the number of
tightening passes and the flange displacement in the 6-inch
flange tightening test. The flange displacement is distributed
in a significantly small range, such as 0.2 mm after pass 4 and
0.1 mm afier pass 6. Generally, with uneven tightening of the
flange in the clockwise tightening sequence, there is a concern
that the compression strain of the gasket becomes large around
the starting point of the bolt tightening sequence; this
phenomenon reflects the non-uniformity of the flange
displacement. However, uncven tightening is not observed
here. In addition, the ePTFE sheet gasket shown in Fig. 6
indicates neither uneven tightening nor mechanical failures,
such as wrinkles, flaws, or extrusions.

4 Copyright © 2008 by ASME
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Fig. 7 Relaxation of axial bolt force afier tightening step of 6-
inch flanpe with ePTFE sheet gasket (aging time after
tightening step: 4 hours).
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Fig. 8 Relaxation of axial bolt force after post-tightening step

of 6-inch flange with ePTFE sheet gasket (aging time
after tightening step: 4 hours).

Table 5 shows the total number of passes and the scatter of
the bolt force obtained by the flange tightening test with the
ePTFE sheet gasket. The total number of passes, including
the install step and the post-tightening step, and the scatter of
the bolt force, are measured after the post-tightening step. In
comparison with the PCC-1 procedure, the HPIS procedure
achieves comparable uniformity in the bolt force, and the total
passes required are significantly reduced. These characteristics
are the same for other types of gaskets, such as the compressed
fiber sheet and the spiral wound gasket.

The results with the two sizes of flanges demonstrate that
an accurate and uniform bolt force is achieved and uneven
tightening does not occur; therefore, the HPIS guidelines can
be considered applicable to the ePTFE sheet gasket.

d2 ~No.1
- No.3 —Nod
-=-No.5 -—No.6

g 10 + JPI6inch flange —No.7 — No.8
&1 Pipiaded PITE ity ~No9 —No.10
HPIS --No.11 = No.12
0 L .
0 1 8 12 16 20 24

- No.2

Time hour
Fig. 9 Relaxation of axial bolt force afier Tightening
step of 6-inch flange with ePTFE sheet gasket
(aging time after tightening step: 24 hours).

45
After Post. Tightening
w b
5 35 ——— - + i e
© B P
i 20 —No.1 -~ No.2
2 1 | < No.3 - Nod
i ’ ~Nobs ~—Noé
2 10 | JPI6inch flange - No.7 —No.8
5k Expanded PTFE gasket —No.9 -—No.10
HPIS —-No.11 —-—No.12
0 P L i . i
0 4 B 12 16 20 24
Time hour

Fig. 10 Relaxation of axial bolt force after post-tightening
step of 6-inch flange with ePTFE sheet gasket
(aging time after tightening step: 24 hours).

CONSIDERATION OF POST-TIGHTENING

Time-dependent Behavior of the Bolt Force

The HPIS procedure specifies a post-tightening step of 1 or
2 passes to compensate for the reduction in the bolt force
resulting from stress relaxation of the gasket. The aging time
between the tightening step and the post-tightening step is 4
hours or more.

Figure 7 shows the relaxation behavior of the bolt force
during the 4 hours after the tightening step, and Fig. 8 shows
the relaxation behavior during the 4 hours after the post-
tightening step. The reduction of bolt force over 4 hours is
12% afier the tightening step (Fig. 7), and 7% afier the post-
tightening step (Fig. 8). By applying the post-tightening step,
the influence of gasket relaxation on the bolt force is decreased.
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Fig. 12 Relaxation of axial bolt force after post-tightening
step of 6-inch flange with ePTFE gasket (aging
time after tightening step: 24 hours).

The post-tightening step is necessary to apply the HPIS
guidelines to the ePTFE sheet gasket due to its higher
creep/relaxation rate. The number of passes needed for post-
tightening is 1, because the bolt force of pass 6 is equivalent to
that of pass 7, as shown in Figs. 4 and 5.

Influence of Aging Time be st-tightening Ste

on Relaxation Behavior

By increasing the aging time from 4 hours to 24 hours, the
influence of aging time on relaxation behavior of the bolt force
is examined. Figure 9 shows the time-dependent behavior of
the bolt force over 24 hours after the tightening step, and Fig.
10 shows the behavior after the post-tightening step., These
figures represent the HPIS procedure. The Scatter of the bolt
force shown in Figs. 9 and 10 are greater than that shown in
Figs. of 7 and 8 obtained by the same tightening conditions;

however, this difference is considered a normal variation
resulting from the variation of friction coefficients of contact
surfaces of the bolt and nut.

The relaxation rate of the bolt force is relatively high over
4 hours after the tightening step, as shown in Fig. 9. After 12
hours, the relaxation rate is significantly lowered so that the
bolt force reduction is negligible. The reduction of the bolt
force over 24 hours is 20% after the tightening step (Fig. 9),
and 8% after the post-tightening step (Fig. 10). By increasing
the aging time to 24 hours, the influence of gasket relaxation on
the bolt force is reduced. Consequently, it is recommended
that post-tightening is conducted after a minimum aging time of
12 hours.

Figure 11 shows the semi-log plot for the time-dependent
behavior of the average bolt force over 24 hours after the
tightening step, and Fig. 12 shows the behavior after the post-
tightening step. Since the semi-log plot yields straight lines,
the bolt force reduction is expressed by an exponential
function. The straight line after the post-tightening step has a
smaller slope than that after the tightening step; therefore, the
post-tightening step is effective against gasket relaxation and
the subsequent reduction of bolt force.

ESTIMATION OF RELAXATION BEHAVIOR OF BOLT
FORCE BY VISCOELASTICITY MODEL OF THE
FLANGE JOINT

A viscoelasticity model is applied to the flange joint
consisting of the gasket, bolts and flanges. The three-
parameter solid [5] shown in Fig. 13 is a simplified model for
describing the time-dependent behavior of the flange joint,
such as the reduction of axial bolt force after the tightening step
or after the post-tightening step. Spring K and damper C,
represent the viscoelastic behavior of the gasket, and spring K
represents the elastic behavior of the flanges, bolts, and gasket.
Parameters K, Cy and K; are determined as K; = 4,07 kN/L and
€= 2.04 kN-hr/L for K; = 1.0kN/L, by fitting the experimental
data for the axial bolt force reduction after the tightening step
(0-24 hours) shown in Fig. 14. The axial bolt force reduction
curve is formulated as follows:

F=260+64¢""" [kN] (1)
where F (kN) is the axial bolt force and ¢ (hour) is the elapsed
time. Figure 14 shows the bolt force reduction curve over 24
hours after the tightening step. The axial bolt force decreases
10 80% of the initial level over 24 hours.

The axial bolt force increases again to the initial level at
the post-tightening step at 24 hours, Assuming that the same
parameters K, Cy and K are also applicable to the 24 hours
after the post-tightening step, the bolt force reduction curve
after the post-tightening step is estimated (24-48 hours). The
axial bolt force reduction curve is calculated successively as
follows:

F=311+13e""  [kN] 2)

The curve of Eq. (2) is also plotted in Fig. 14. The axial bolt
force decreases to 96% of the initial level over 24 hours after
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the post-tightening step. The axial bolt force reduction and
relaxation rate are lowered by applying the post-tightening
step, in agreement with the experimental results.

This simple three-parameter solid model satisfactorily
describes the time-dependent behavior of the axial bolt force
reduction and helps to explain the benefit of the post-tightening

step.

CONCLUSIONS
Expansion of the application scope of flange joint

assembly guidelines HPIS Z103 TR to ¢PTFE sheet gaskets is

investigated to account for the higher creep/relaxation rate of
the ePTFE pasket material. The results obtained are
summarized as follows:

(1) Practical applicability of the HPIS guidelines to the high-
density ePTFE sheet gasket in a flange joint assembly is
demonstrated because accurate and uniform bolt force
without uneven tightening is achieved.

(2) Guidelines HPIS Z 103 TR are applicable to the high-
density ePTFE sheet gasket in a flange joint assembly
provided that a post-tightening step of 1 or 2 passes is
carried out to compensate for the bolt force reduction
induced by gasket relaxation.

(3) It is recommended that the post-tightening is conducted
after a minimum of 12 hours.

(4) The bolt force reduction and relaxation rate are lowered by
applying the post-tightening step.
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ABSTRACT

The present paper describes the behavior of plastic region
tightening of a bolt in a downsized flange joint subjected to
internal pressure. An API 4-inch flange joint is downsized for
plastic region tightening. The bolt is reduced from M16 to M8,
and the bolt pitch circle diameter and the outer diameter of the
flange are decreased by 11%. The flange rigidity and the
stresses of the compact flange joint are calculated and are
superior to the original API flange joint. The bolt spacing is
also examined, and the correction factor for bolt spacing is
acceptable. Internal pressure is applied to a compact flange
joint, and the behavior of additional bolt force is demonstrated.
Load factor depends on the type of gasket, such that the load
factor is positive for a flexible graphite sheet gasket. The load
factor is in agreement with the value calculated by the Load
Factor Method (LFM). When the external force is applied to
the bolted joint under plastic region tightening, the allowable
limit of the additional bolt force is approximately 10% of the
bolt yield force. In the present experiment, the additional bolt
force is as small as 1% of the bolt yield force. Therefore, the
additional bolt force has sufficient margin for the allowable
limit.

INTRODUCTION

Flange joints with gaskets are widely used for the joints of
piping and pressure vessels in various plants. The pressurized
fluids contained in such piping and vessels are often under

Hirokazu TSUJI
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high temperature and are harmful. A number of studies have
been carried out to establish a design method and an assembly
procedure for the completely leak-free flange joint [1]-[3]. Itis
difficult to completely prevent leakage, which may cause an
accident.

Plastic region tightening ofthe bolt is attractive as a practical
tightening method in which the target of the tightening force is
the yield point or the plastic region of the bolt [4]. Plastic region
tightening has the advantages of a higher axial force and
reduced scattering of the tightening force. The bolt yield force
is determined by the mechanical properties of the bolt material
and the effect of the friction coefficient of the threads is small.
Plastic region tightening prevents fatigue fracture and relaxation
of the joint, which increases the reliability of the joint. Provided
that equivalent joint performance is obtained, the diameter of
the bolt can be reduced, the number of bolts can be decreased,
or the strength class of the bolt can be lowered. Therefore, for
critical applications, high performance and reduced cost are
achieved.

Plastic region tightening has been applied successfully in
various ficlds. In the automotive industry, plastic region
tightening is applied to the cylinder head bolt and the connecting
rod bolt in the engine assembly. In the architectural field, plastic
region tightening is applied to friction grip bolts.

In a previous study [5], plastic region tightening was applied
toan API 4-inch flange joint using a bolt downsized from M16
to M8. An internal pressure was then loaded on the flange joint
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and an additional axial bolt force was demonstrated. A
compressed sheet gasket was used in the flange joint, and the
additional axial bolt force decreased with the increase of the
internal pressure.

It is possible for both the bolt and the flange joint to be
downsized by applying plastic region tightening. In the present
paper, a compact flange joint for plastic region tightening is
designed and the flange rigidity and flange stresses are
confirmed. The load factor between the API flange joint and
the compact flange joint is then compared, and the fatigue
strength of the bolt is investigated.

NOMENCLATURE
A, : Contact area of the gasket
A, : Cross sectional area of the root diameter
C : Boltcircle diameter
CF: Correction factor
d : Bolt diameter
d; : Pitch diameter of the bolt
d, : Diameter of net cross sectional area
Eyo: Elastic modulus of the flange joint
Fpp : Additional axial bolt force
I-ﬁ : Bolt yield force
gp + Thickness of the hub at the small end
hy, : Hub length parameter
J: Flange rigidity index
L : Flange stress factor
m : Factor for the gasket operating condition
M, : Flange design moment for the operating condition
N : Number of bolts
P : Pitch of the bolt
p : Internal pressure
Spy : Flange hub stress
Sg : Flange radial stress
Sy : Flange tangential stress
t : Flange thickness
¥ : Flange stress factor
W : Thrust force
o4 : Fatigue limit of the bolt
o+ Stress amplitude of the bolt
Oyst Tensile yield stress
@ g Load factor
g : Friction coefficient of the thread

INVESTIGATION OF DOWNSIZING OF THE BOLT

Figure 1 shows the relation between axial bolt force and
bolt elongation in tightening. Beyond the yield point of the
bolt, the minimum tightening bolt force obtained by plastic
region tightening as evaluated by the bolt yield F is expressed
as follows [6], [7]:

F,= 2 0]

2
a3l P oy ssy,
2d,\xd,

where d; is the pitch diameter, dg is the diameter of the net
cross-sectional area, P is the pitch, oy, is the yield stress, and
g is the friction coefficient of the thread. Using the value of
°'ys=993 MPa, as obtained by a uniaxial tension test, in Eq. (1),
I is obtained. For example, the M8 bolt with Oy = 993 MPa
and 4,=0.056, g, is estimated from Eq. (1) to be 32 kN, and the
target axial force requirement is satisfied [S]. It is possible for
the flange joint to be downsized in accordance with the
downsizing of the bolt. The API 4-inch flange joint, the original
bolt of which is M8, is actually downsized to correspond to the
M8 bolt. The, compact flange joint is therefore tightened by
the plastic region tightening method, and the internal pressure
is applied.

Yield clamping force
/ ) Ultimate clamping force
E Yield point
= K
2 Rupture
=
2
Elagtic region Plagic region
0
Elongation

Fig.1 Relation between axial bolt force and bolt
elongation in tightening.
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Fig.2 Geometry and dimensions of flange joints.

DESIGN AND FABRICATION OF THE COMPACT
FLANGE JOINT
G l | Di .

Figure 2 shows the geometry and dimensions of the flange
joint. Figure 2(a) shows the API 4-inch flange joint, and Fig.
2(b) shows the compact flange joint. The bolthole diameter is
downsized from & 19 to ¢ 9 for the M8 bolt. The bolt pitch
circle diameter of the bolt and the outer diameter of the flange
joint are downsized as much as possible. It is possible to reduce
the flange rotation due to the downsizing of the bolt pitch
diameter. The flange thickness is not modified in order to
maintain the flange rigidity.

Com of I Rigidi

The flange rigidity is confirmed according to ASME Section

VIII-Div.1 App.2 [8], flange rigidity index J, which is expressed

as follows:

75214 VM,
kil S
LE gyl
where Vand L are the flange stress factors, M, is the flange
design moment for the operating condition, gg is the thickness
of the hub at the small end, /,, is the hub length parameter and
E}’O is the elastic modulus of the flange joint. The flange rigidity
index of the original API flange joint calculated by Eq. (2) is J =
0.156. The rigidity of the compact flange joint is J= 0.127.

<1.0 (2)

Compared to the original API flange joint, the value of J of the
compact flange joint is decreased by 18%. The flange rigidity
is improved by the downsizing of the flange joint. Since J =
1.0 corresponds to an inclination angle of the flange of 0.3
degrees or less, the flange rotation is also sufficiently small.
Consideration of Bolt Spacing

The bolt spacing is calculated according to TEMA [9]. The
correction factor CF is expressed as follows:

nCIN
CF= ‘7
2d+6t/(m+0.5)

where C'is the bolt pitch diameter, N is the number of bolts, dis
the bolt diameter, { is the flange thickness, and m is the factor
for the gasket operating condition. The denominator of Eq. (3)
is the maximum bolt spacing, and the numerator is the bolt
spacing. Generally speaking, given CF = 1.0, itis not necessary
to correct the stress. The values of CF with respect to the
original API flange and the compact flange are calculated by
Eq. (3). The CFof the original API flange is 0.91, and that of the
compact flange is 0.97, The CF of the compact flange is 7%
larger than that of the original API flange. Although the CFof
the compact flange is high, the ratio to the maximum bolt spacing
is 1.0 or less, which appears not to be a problem.
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Table 1 Flange stresses calculated according to ASME
Section VIII-Div.1 App.2 [8].

Flange dresses MPa
Type of flange
Sy S Sy
Original API 4-inch flange 112 121 56
Compact flange 91 98 44

M 21—
Fig.3 Compact flange joint subjected to internal pressure.

Flange Stresses
Table 1 shows the flange stress calculated according to ASME

Section VIII-Div.1 App.2. Here, Sgyis the flange hub stress, Sp
is the flange radial stress, and Syis the flange tangential stress.
The stresses are smaller in the compact flange, as compared
with the original flange. The bending moment can be reduced
by downsizing the flange, and flange stresses have a sufficient
margin. In other words, the design is conservative,

PLASTIC REGION TIGHTENING TEST OF ACOMPACT
FLANGE JOINT USING A DOWNSIZED BOLT

Figure 3 shows the compact flange joint subjected to internal
pressure. The test flange is the downsized 4-inch class 150 Ib
(material: A-105), raised face, slip-on welding neck type flange.
The test bolt (stud) has a nominal diameter of M8 with nuts

—+—Holt No.|—— Bolt No 2—4—Bolt No.3——Bolt No 4
—-#--Bolt No.5- -®-- Bolt No.6--a--Bolt No.7--#-~- Bolt No 8

40
Z 30
8 i
2 20
3
T o CSG (t=3.0mm)
i M8 Bok (SNB7)
i : : : :
0 1 2 3 4 5

Pass No.
Fig.4 Relation between Pass No. and axial bolt force.

(bolt material: A193 Gr.B7, nut material: A194 Gr.2H). Theoutputs
of the load cells used to measure the bolt axial force are detected
with a strain amplifier and a digital multimeter controlled by a
PC. The lubricant used in the test is a dry coating spray of
MoS; (molybdenum disulfide).

The tightening test procedure follows the modified HPIS
procedure [10], which employs a rotational clockwise pattern
tightening sequence, to achieve the assembly efficiency and
joint reliability. The angle control method is used for tightening
rather than the torque control method. The test gasket is a
compressed sheet gasket constructed of a non-asbestos
material (No. 6500, Nippon Valqua Co.).

Figure 4 shows the results of the tightening test of the
flange joint. The axial bolt force increases in proportion to the
pass number from pass No. 1 to pass No. 2. The rate of the bolt
elongation increment changes when the bolts enter the plastic
region. In pass No. 3, the axial bolt force becomes 25 kN and
reaches the yield point. In pass No, 5, all of the bolts enter the
plastic region. The average value of the final axial force of all
bolts is 28 kN, which is near the target axial bolt force of 30 kN.
The scatter of the axial bolt force is 10% or less afier the
tightening process was completed. This value is somewhat
small compared to 13% in the HPIS procedure for elastic region
tightening [10]. The uniformity of the axial bolt forces obtained
by the test is equivalent or superior to that of elastic region
tightening [10].

Since a higher axial bolt force was obtained under plastic
region tightening, as compared with elastic region tightening,
the M8 bolt downsized from the M16 bolt, was used in the
present study. The target axial bolt force for the combination of
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the test flange and the gasket was obtained. Assuming that the
number of bolts and the strength class of the bolts are constant,
equal tightening force can be achieved by using M8 bolts
(stress area: Ag = 36.6 mmZ). Application of plastic region
tightening to the flange joint can downsize the bolts and the
flange due to higher tightening forces and uniformity.

BEHAVIOR OF AN ADDITIONAL AXIAL BOLT FORCE
ON A FLANGE JOINT SUBJECTED TO INTERNAL
PRESSURE

The integrity of the flange joint subjected to internal
pressure must be ensured when designing the flange joint
under plastic region tightening. Thus, the behavior of the
additional axial bolt force of the flange joint subjected to the
internal pressure is demonstrated, as compared with the
behavior of the additional axial bolt force under elastic region
tightening.
Test Method and Test Conditions
The test flange is the downsized 4-inch class 150 Ib (material:
A105), raised-face slip-on welding neck type flange. The test
gaskets are a non-asbestos compressed sheet gasket and a
flexible graphite sheet gasket. The test bolt (stud) has a nominal
diameter of M8 with nuts (bolt material: A 193 Gr. B7, nut material:
A194 Gr.2H). An internal pressure of from 1 MPa to 5 MPa is
applied by a hydraulic pump to the flange joint under plastic
region lightenmg

Figure 5 shows the behavior of the axial bolt force of the flange
joint under plastic region tightening subjected to internal
pressure. The test gasket is the compressed sheet gasket.
Figure 5(a) shows the result of the original flange, and Fig. 5(b)
shows that of the compact flange. Load factor ¢, is expressed
as follows:

4o tm )

where Fj,, is the additional axial bolt force. The thrust force
generated by applying the internal pressure calculated as W =
Ag -p/N, where Ag is the contact area of the gasket, P is the
internal pressure, and N is the number of bolts. Figure 5(a)
shows that the value of Fyof the original flange is approximately
0.22 kN and the load factor ¢, calculated from the experimental
data is 0.039. In addition, as shown in Fig. 5(b), the value of F;

of the compact flange is 0.42 kN, and the load factor ¢ is0.072.
The load factor of the compact flange is higher than that of the
original flange. As the bolt pitch circle diameter shifts inside
the flange as the flange is downsized, the moment arm decreases.
Although less stress variation on the gasket is desirable, the
bolt is subjected to a severe condition. This problem is examined
in the subsection “Investigation of Bolt Fatigue Strength” later
herein.

Figure 6 shows the behavwr of the axial boll ﬁ)ﬂz oflhc
flange joint by using the compressed sheet gasket subjected
to internal pressure. The test flange is the compact flange joint.
As shown in Fig. 6, the axial bolt force decreases slightly with
increasing internal pressure when the compressed sheet gasket
is used. In addition, as shown in Fig. 5(b), the axial bolt force
increases slightly with the internal pressure when the flexible
graphite sheet gasket is used. Table 2 shows the load factors

28.0
—&— Loading of intemal pmsun:

% 27.8 t —A— Unloading of intemal j
8 276 !
At
£ 274 ﬂ
d L
E 272 Pg =0.039

27.0 A o

0 1 2 3 4 5
Intemal pressure MPa
(a) Case of the original API flange joint.

313
z —*— Loading of internal pmum
M 311 —4A— Unloading of i It
E 30.9
=
£ 307
|
Z 305

303 4 .

0 1 2 3 4 5
Intemal pressure MPa

(b) Case of the compact flange joint.

Fig.5 Behavior of the axial bolt force of the flange joint
subjected to internal pressure.
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Fig.6 Behavior of the axial bolt force of the flange joint by
using the compressed sheet gasket subjected to
internal pressure.

Table 2 Comparison of the load factor for all test conditions.

Type offlange Type ofgasket Load fictor @
Original AP1 C3G 0017+
4-inch flange FGSG 0.024
Compact CsG 0028
flange FGSG 0.072
*Refer to [5].

for all ofthe test conditions. Even though the bolts are tightened
with equal axial force for the compressed sheet gasket and the
flexible graphite sheet gasket, the load factor varies. When the
elastic modulus of the gasket is different, variation in the load
factor may occur.
Allowal imit of Additional Bolt Force
When the external force is applied to the bolted joint under
plastic region tightening, the allowable limit of the additional
axial bolt force is approximately 10% of the bolt yield force. In
the present experiment, the additional axial bolt force is positive.
However, the additional axial bolt force is approximately 1% of
the bolt yield force at maximum and has a sufficient margin for
the allowable limit of the bolt tightened to the plastic region.
Upon unloading the internal pressure, the bolt force returns to
original value before internal pressure loading. Additional
plastic elongation is not generated by the internal pressure.
nvestigation of Bolt Fatigue

Nest, the fatigue strength of the bolt is examined. Figure 7
shows relation between bolt force and thrust force generated
by the internal pressure. The fatigue strength of the bolt, o 4, is

-
,E //éiorgz[ - ._\_/QF»Q
P 1 \;
- S P T
b )
< _‘_.-—-———'—"'_'__'—?:
)
1
—
+
| Thrust force WN

Intemal pressure F*

Fig.7 Relation between the axial bolt force and thrust force.

expressed as follows [4]:

a‘so.'fs(% + 52] ()

where o 4 is the stress amplitude of the bolt (nominal stress
amplitude), and d is the diameter of the bolt. Ifthe value of o is
less than or equal to the value calculated from Eq. (5), the
fatigue strength of a bolt is sufficient. When the internal
pressure is applied to a flange joint under plastic region
tightening, the additional bolt force Fy,, of ¢ -W/Nis generated,
where N is the number of bolts. The stress amplitude of the
bolt is calculated as o, = F},,/2/A,, where A, is the cross-
sectional area of core diameter. Therefore, determination of the
fatigue strength of the bolt is expressed as follows:

o W
24N

<0, (6)

In the case of Fig. 5(b), the additional bolt force Fp,, is 0.42 kN,
and the stress amplitude of the bolt o 4 is 3 MPa. Since the
value of the fatigue limit of the bolt calculated by Eq. (5) is 56
MPa. The bolt has a sufficient margin for fatigue strength.

CONCLUSIONS

Plastic region tightening was applied to the compact flange
joint assembly using a downsized bolt, and internal pressure
was applied to the flange joint. The following results were
obtained:
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(1) The API 4-inch flange joint was designed for plastic
region tightening. The required tightening force of 32
kN is satisfied by the M8 bolt, rather than the M16
bolt specified in the API standard. As a result, the
flange rigidity was improved by downsizing the flange
joint. In addition, the bolt spacing has no effect on
the flange rigidity, and the flange stresses have a
sufficient margin.

(2) The behavior of the additional axial bolt force of the
compact flange subjected to the internal pressure was
demonstrated. The load factor of the compact flange
was larger than that of the original API flange. In
addition, the load factor varied according to the gasket
type. When the elastic modulus of the gasket was
different, it was possible for the load factor to vary.

(3) The fatigue strength of the bolt was examined. The
stress amplitude of the bolt was approximately 5% of
the fatigue limit. The bolt had a sufficient margin for
the fatigue strength.
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ABSTRACT

When the gasket in a flange joint is used over the long
term at an elevated temperature, the gaskets experience
creep/relaxation. The creep of the gaskets may cause leakage of
the internal fluid. Many gaskets arc used at elevated
temperatures, so the clarification of their creep properties at
elevated temperatures is urgently needed. The creep of non-
asbestos gaskets at an elevated temperature was tested using
four-inch flanges and compressed non-asbestos joint sheet
gaskets. The test conditions are 180°C and 500 hours.

A three-dimensional viscoclasticity model that yields more
accurate results compared to the viscoelasticity model, which
uses the conventional single axis, was applied to the elevated
temperature creep properties. Using the three-dimensional
viscoelasticity model, the gasket creep is divided into the
viscoelasticity component that converges on a certain strain and
the volume change component that increases with time. The
gasket strain is evaluated by the three-dimensional
viscoelasticity model that considers the stress reduction. It is
shown that the gasket strain is divided into the pure creep
component of the gasket and the volume change due to the
weight loss and chemical factor.

INTRODUCTION

The axial bolt force decreases when the gasket has
undergone creep/relaxation, and to make matters worse, the
internal fluid may leak as a result. Recently, the creep property
of gaskets was evaluated by the viscoelasticity model of single
axis [1, 2, 3]. Kauer defined the PTFE gasket as a visco-elastic-
plastic model. The gasket stress distribution was calculated by
the FE model when the creep property of the visco-elastic-
plastic model was provided [1]. Bouzid defined the gasket as a
viscoelasticity model and the bolt as a spring, and obtained the
equation relating the bolt creep and the flange creep. Those
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equations agree well with the results of FE analysis [2].
Kobayashi also defined the gasket as a viscoelasticity model,
and estimated the decremental axial bolt force in the gasketed
joint fastened by the bolt. The estimated results well accord
with the experimental results [3]. These references present the
creep property and the relaxation of the gaskets as a function of
time. It is anticipated that the life of the gasket could be
predicted by relating the creep property to the leakage, The
creep property of gaskets occurs markedly at elevated
temperatures. Therefore, there is an urgent need to clarify the
creep properties at an elevated temperature, There have been
reports on the creep property at room temperature, but the
clarification of creep property under elevated temperatures is
insufficient. In this research, the three-dimensional
viscoelasticity model is applied to the creep property of a non-
asbestos gasket at the elevated temperature, and the changes in
the stress and strain occur in the gasket are evaluated. Also, the
result calculated from the three-dimensional viscoelasticity
model is compared with the experimental results at the elevated
temperature. In this way, the creep mechanism of the gasket is
investigated.

NOMENCLATURE

o,— Recommended gasket stress (MPa)
o, —Gasket stress (MPa)

a,— Mean normal stress (MPa)

o’y — Stress deviation tensor (MPa)
@ Stress in thickness direction (MPa)
o, — Radial stress (MPa)

owe— Circumferential stress (MPa)

£— Creep property of the gasket

£, — Mean normal strain

&3 Strain deviation tensor

Copyright © 2008 by ASME



£, —Strain in thickness direction

&,— Radial strain

&s— Circumferential strain

£3. — Gasket strain which considers relaxation of thickness
direction

a, b— Coefficient that consists of spring constant and viscosity

A, B, A', B'—Differential operators

s— Laplace variable

t—Time (h)

K—Module of volume elasticity of gasket (MPa)

E—Young's module of gasket (MPa)

u— Viscosity coefficient of gasket (GPa*h)

v—Poisson's ratio

CREEP TEST AT ELEVATED TEMPERATURE
Test device and test gasket

Figure 1 shows a test device for conducting the creep test
at an elevated temperature. The flange is raised face, Class 600,
blind type and four inches, The gasket temperature is measured
by a thermo-couple that is mounted between the flange and the
test gasket. The gasket displacement is measured by a
differential transformer for high-temperatures. Copper pipe for
cooling is installed in the upper part of the flange. The bolt that
tightens the flange is a 7/8-9UNC. The material of the bolt and
flange is SUS304.

The non-ashestos joint sheet gasket No. 6502 that is made
by Nippon Valqua Corporation was used as a test gasket. The
dimensions of the test gasket are 180 mm outer diameter, 116
mm inside diameter, and 3 mm thickness. The recommended
gasket stress o, of the test gasket is 40 MPa when the internal
fluid is a gas. The usable temperature range of the test gasket is
from -50°C to 214°C. The gasket factor and the minimum
tightening pressure of the test gasket are shown in Table 1.

Test method and test result

The test gasket is placed in the flange of the test device and
then loaded by eight bolts so that the gasket stress becomes 40
MPa. The tightening procedure follows the “Bolt Tightening
Guidelines for Pressure Boundary Flanged Joint Assembly,”
HPIS Z103 TR2004 [4], but the post-tightening isn't carried
out. After tightening, the test device is put in the furnace, as
shown in Figure 2. The temperature on the inside of the furnace
is heated to 180°C, and the gasket displacement is measured
from the start time of the test to 500 hours.

Figure 3 shows the results of compression creep test of the
gasket under an elevated temperature. The gasket temperature
rises to 165°C in 11 hours from the start time of the test, and
the gasket temperature after 11 hours remains constant. After
the temperature is stabilized, the gasket displacement gradually
increases. In addition, the gasket displacement under the
elevated temperature has reached approximately 0.083 mm in
500 hours.

Figure 4 shows the gasket strain and gasket stress under
the elevated temperature. An each measured initial value is the
time when the temperature of the gasket became 165°C. The
gasket strain increases with the time, but the increment of the
gasket strain decreases with time. The strain in the test end was
approximately 0.028, The gasket stress decreased to 20.7 MPa
by the end of the test.

| 2

Indicator for LVDT
Test flange(4inch)

v ;\\‘\nn‘.

Fig. 1 Configuration of test device

Table 1 Gasket factors m and y for compressed sheet gaskets No.6502

Thickness of gaskets | Gaskets factor | Mini tightening p
t (mm) m v (MPa)
1.5 2.75 25.50
30 2.00 1098

Fig. 2 Elevated temperature creep test
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Fig. 3 Result of compression creep test

o
S g
; :
g 2
w vy
o 105 [ Gasketstress| | 0.01 6
- O Gasket strai
& s| === 10005

0 Gasket temperature : 165C 0

0 100 200 300 400 500
Time

Fig. 4 Creep curves and stress reduction at elevated temp

EVALUATION OF CREEP CHARACTERISTIC AND
RADIAL/CIRCUMFERENTIAL STRESSES BY THREE-
DIMENSIONAL VISCOELASTICITY MODEL [5]
Three-dimensio sticity model

The gasket is bound by the friction between the gasket and
the flange in both the radial direction and the circumferential
direction and is subjected to a stress other than that in the
thickness direction. Since the viscoelasticity model shown in
Figure 5 is a single axis model, it can’t evaluate the stress and
strain in directions other than the thickness direction.

In this research, a three-dimensional viscoelasticity model
that is capable of evaluating the triaxial stress state was applied
to the creep property of the test gasket. The three-dimensional
viscoelasticity model divides the triaxial stress state into the
hydrostatic stress component and the deviator stress
component, and the creep property is evaluated. Figure 6 shows
the three-dimensional viscoelasticity model that is used in this
research. The hydrostatic stress component and the deviator
stress component are applied to the elastic model and the
Maxwell model, respectively,

P g

(2) Kelvin chain and a spring  (b) Kelvin chain and a damper
Fig. 5 Viscoelasticity model of single axis

s

(a) Hydrostatic stress comp (b) Deviator stress comy
Fig. 6 Three-dimensional viscoelasticity model

Three-dimensi c ro

As shown in Figure 5, the viscoelasticity model is usually
defined as the combination of the Kelvin and Maxwell model
or in the multi-model. Regardless of series or parallel, the
relation between the strain and stress is calculated using the
following differential equation for any kind of combination
using the single axis model.

2. dte &, d's
& Lo 1
'Z_l;“a it Zb» it m

k=0

Equation (1) may also be written in terms of the hydrostatic
stress component and deviator stress component as follows:

Ao, =Bs, @)
A'c) =B, 3)

where A and B are differential operators as follows:
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