JIS G 0583 : 2004

Eddy current examination of steel pipes
and tubes by encircling coil technique

Introduction This Japanese Industrial Standard has been prepared based on ISO
9302 Seamless and welded (except submerged arc-welded) steel tubes for pressure

technical contents.

Portions underlined with dots are the matters in which the contents of the origi-
nal International Standards have been modified. A list of modifications with the
explanations is given in annex 3 (informative).

1 Scope This Japanese Industrial Standard specifies the eddy current examina-
tion, };_sjggﬂ_e”_rl__ci_rp_l.i'qng_”cpi‘]_, for the seamless steel pipes, welded steel pipes and forge
welded steel pipes ma ly of 4 mm to 180 mm in outside diameter and 0.7 mm to

Remarks: The International Standard corresponding to this Standards is as
follows.

In addition. symbols which denote the degree of correspondence
in the contents between the relevant International Standard and JIS
are IDT (identical). MOD {modified), and NEQ (not equivalent) ac-
cording to ISO/IEC Guide 21.

ISO 9302: 1994  Seamless and welded (except submerged arc-welded)
steel tubes for pressure purposes—FElectromagnetic
lesting for verification of hydraulic leak-tightness
(MOD)

ISO 9304 : 1989  Seamiess and welded (except submerged arc-welded)
steel fubes for pressure purposes—Eddy current
testing for the detection of imperfections (MOD)

? Normative references The following standards contain provisions which, through
reference in this Standard, constitute provisions of this Standard. The most recent
ditions of the standards (including amendments) indicated below shal] be applied.

I8 22300 Torms and definitions of nondestructive testing

JI8 7 2305  Non-destructire testing—Qualification and certification of personnel
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a)

b)

c)

6 Reference test piece

6.1 Purpose for use The reference test piece shall be used for the setting of flaw
detection condition and confirmation of sensitivity during flaw detection, and the
setting of criterion and the confirmation of performance characteristics.

. : i rrent inspection of . . )
4 Inspection engineer The e_ngl:‘;erb:;gcaf:cdh::)ligyegiyef;:ly currenf testand | 62 Material The material used for the reference test piece shall be equal to the
steel pipes and tubllzs shlalé aCQuzlreXp eerience on properties and inspection methods tube to be 1nslz;cjced in properties, nominal dimensions, surface conditions and heat
have the sufficient knowledge and e treatment conditions,

of steel pipes and tubes to be inspected.

6.3 Artificial flaw to be used for reference test piece

63.1 Types and cross-sectional shape of artificial flaw The types of artifi-
cial flaw used for reference test piece shall be of a square notch, a drilled

............................. hole or a
filed notch, and the shape shall be as shown in figure 1.

In addition, the symbols of the type of artificial flaw shall be “N” for the square
notch, “D” for the drilled hole and “F” for the filed notch.

on appara: §
recordiqg,_dﬁ‘_’,ifﬁ; | Width Diameter Angle
l £ | | .
_ QI . | -
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i i i
Square notch Drilled hole Filed notch
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6.3.2 Dimensions and dimensional tolerances of artificial flaws The dimen- '_I_fg}_)__l_g“.fi__7_‘l‘)_i_l_gggvsj}gr_;_s‘Agg@»_g!j}_l}gggigggl___t_g_lg_z_-_gg;;_gg»qf»fi}gd_ﬂr_gp’_t_t_;.}jl‘
sions and dimensional tolerances of artificial flaws used for reference test piece shall |
comply with tables 1 to 3. Designation Depth Tolerance on depth | Angle Length
F-10 60° 20 mm max
ional tolerances of square notech | [————f—————) (e pinmomyalee | |
......................................................................... ) 12
Length F-15
25 mm max. F-20
F-25
F-30
64 Processing method of artificial flaws The processing method of artificial
! flaws shall be as follows:
1

Table 2 Dimensions and dimensional tolerances of drilled hole

Designation Diameter of hole Tolerance of diameter
D—-05 0.5 mm
D—0.65 0.65 mm £0.1 mm max.
D—08 0.8 mm
D—-09 0.9 mm
D—1.0 1.0 mm
D-1.1 1.1 mm
D—1.2 1.2 mm
D—14 1.4 mm
D—1.6 1.6 mm +0.2 mm max.
D—1.7 1.7 mm
D—1.8 1.8 mm
D—-2.0 2.0 mm
D—2.2 2.2 mm
D—2.5 2.5 mm 73 Setting of condition for flaw detection
D—27 2.7 mm
D—32 32 mm 73.1 Artificial flaw for setting of sensitivity of flaw detection For artifi-
D—3.7 3.7 mm cial flaw for setting of sensitivity of flaw detection, the classification in table 4 shall

apply.

In addition, when the sensitivity classification L2 and L4 of annex 1, or annex 2
is designated according to the specification of product standard or the agreement
between the purchaser and the manufacturer, it shall be followed.

—1216— —1217—
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Table 4 Artificial flaw for setting of sensitivity of flaw detection

Division OQutside diameter: 50.8 mm max. Outside diameter: exceeding 50.8 mm
Square notch | Drilled hole | Filed notch | Square noich Drilled hole | Filed notch
EU N—-1S5 P-1.0 F—10 D—1.2 F—-12
EV N-—20 D—-12 F—12 D—16 F—15
EW NZ23 D-—-16 E-15 D—290 F-20
EX N—30 D—20 F—-20 D—25 F-25
EY N-—40 D-23 F—25 D—3.2 F—-30
EZ N-350 D-32 F—30 D—-32 F—-30

Remarks 1 The minimum value of depth for square notch and filed notch shall be
0.3 mm for hot-worked seamless steel pipes, electric resistance welded steel
pipes and forge welded steel pipes, and 0.2 mm for cold-worked seamless
steel pipes and welded stainless steel pipes.

The artificial flaw to be used shall be the square notch as the standard,
and unless otherwise specified by the purchaser, the drilled hole or the filed
notch equivalent to the square notch may be used.

7.3.2 Adjustment of flaw detection device

The adjustment of flaw detection device shall be carried out by using the refer-

a)
ence test piece of the classification selected from table 4.

The sensitivity of flaw detection device shall be adjusted so that the signal from

b)
the artificial flaw of reference test piece comes to the requisite size for judgment.

7.3.4 Adjustment of centering apparatus of flaw detection coil The adjust-
ment of centering apparatus of flaw detection coil shall be carried out so that the
signal from artificial flaw can be adjusted when the pipes are made to pass in flaw
detection coil: the ways are as follows; when the artificial flaw of the reference test
piece is one, change the positions of the flaw to 0°, 50°, 180° and 270°, and when the

tions of the flaws shall remain.

7.4 Setting of criterion For the setting of criterion, the minimum signa! of sig

nals from artificial flaw shall be used when the reference test piece having thear §

tificial flaw for setting of sensitivity of flaw detection passes through a flaw detection
coil according to 7.3.4.

7.5 Confirmation of sensitivity The confirmation of sensitivity shall be carried | -

out as follows:
a)
inspection work and at least every 8 h, and it shall be confirmed that the sen-
sitivity is maintained at least within -3 dB from the standard sensitivity.

—1218—

The confirmation of sensitivity shall be carried out at the completion time of
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" Itn additt}ilon, ac;ording to the agreement between the purchaser and the manu-
acturer, the confirmation of sensitivity may be carried out

! ¢ ever,
10 pieces, whichever is the longer. y 4 hor every

When the fall of exceeding -8 dB from the standard sensitivity is confirmed based
on thfe confirmation of sensitivity in a), the retest of all pipes and tubes which
were mspgctgd after the previous adjustment shall be performed after readjustin
the sensitivity of flaw detection. Even if the sensitivity of flaw detection hag
.fallfen. by exceeding -3 dB from the standard sensitivity, when the judgment of
individual pipes and tubes is made possible by utilizing the suitable records
ete., the rgtest may not be required. When only the distinction of acceptancé
agd rejection of individual pipes and tubes is classified, the retest of only the
pipes and tubes which were Jjudged to be acceptable may be required. Y

;.6 Tim.e for flaw detect'ion The eddy current examination specified in this Stan-
ard of pipes and tubes which completed all the manufacturing process (for example

8 Judgment of results Those

pipes, from which no signal equal to h

that from the artificial flaws of the refere i d or more than
nce test

regarded as acceptance. Piece may be detected, shall be

Those pipes, from which signals equal to or more than that from the artificial

flaws of the refe i
loming, erence test piece may be detected, shall be treated by any of the fol-

a) For the pipes .supposed to show a false signal and the pipes after corrected or
rr.xended_. the pipes, from which no signal equal to or more that from the artifi-
cial flaws is detected when redetecting flaws under the previously set condi-

tion, shall be regarded as acceptance. The retest b i
. oth -
or test methods may be allowed. Y er non-destructive tests

b) The confirmation may be performed by a visual observation and by a signal-

which have the signals caused by the flaws

1) Straightener spiral mark

2) Scratch and light scratch

3) lChattering marks

4) Chattering marks by cutting tool
5) Other similar flaws

¢} The portion, from which the signal equal or more than that from the artificial

flaws may be detected, shall be cut off.
d) Rejected

—1219—
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9 Records In the records of test results, the following information shall be de-

scribed: : Annex 1 (normative)

a) Date of inspection Artificial flaws of acceptance level, L2 and L4 specified in ISO 9304

b) Inspection engineer

¢)  Type symbol of pipe 1 Scope This annex specifies the artificial flaws specified in ISO 9304. When
d) Dimension of pipe the acceptance level, L2 and L4 specified in ISO 9304 or the acceptance level, L2
and L4 in annex 1 table 1 of this Standard is specified in accordance with the speci-

fication of product standard or the agreement between the purchaser and the manu-
f) Division of sensitivity of flaw detection and reference test piece used facturer, this annex 1 applies.

e) Apparatus for flaw detection

g) Flaw detection coil 2 Type of artificial flaws The type of artificial flaws to be used for the refer-
h) Flaw detection frequency ence test piece shall be the drilled hole.

i) Method for flaw detection, flaw detection condition (flaw detection speed, sensi- 3 Dimension of artificial flaws for setting of sensitivity of flaw detection The '

..................................................................... dimension of artificial flaws shall be that of the drilled holes given in annex 1 table 1.

J) Inspection result Annex 1 Table 1 Dimension of artificial flaws for setting of

sensitivity of flaw detection

Acceptance level, L2 Acceptance level, L4
Pipe outside diameter (mm) Designation Pipe outside diameter (mm) Designation

DS 6 D—0.5 DS 29 D-12

6 <D= 19 D - 0.65 269 < DS 483 D—1.7

19 <D= 254 D—0.8 483 < DS 635 D-2.2

254 < DS 318 D-0.9 635 < D S 1143 D—-27

I8 < DS 424 D~—1.1 1143 < D S 1397 D—3.2

424 < D s 603 D-—14 1397 < D S 1778 D—3.7
603 < DS 76.1 D—138
76.1 < DS 1143 D-22
1143 < D 5 1524 D—2.7
1524 < D S 1778 D-3.2

—1220~ ‘ i —1221—
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Annex 2 (normative)
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(I) Requirements in JIS (I Inter- | (III) Requirements in (IV) Classification and details of | (V) Justification for the 23
national International Standard technical deviation between JIS | technical deviation and o
Standard and the International Standard | future measures A
number by clause @
Location of deviation: text I
Indication method: dotted
underlines
Clause Content Clause | Content Classifi- | Detail of technical
cation by | deviation
clause
2 Normative | JIS G 0431 1S0 9304 | 2 Three relevant standards | MOD/ In JIS, JIS G 0431 | JIS G 0431 and JIS Z
references JIS G 0568 are referred to. addition |[and JIS Z 2308 are | 2305 established in 2001
JIS Z 2300 ISO 236 added as the certifi- | as the certification stan-
JIS Z 2305 IS0 286-2 cation standard. dard were adopted.
JIS Z 2315 1SO 4200 Furthermore, the The standards related to
standards related to | apparatus and perfor-
1SO 9302 | 2 180 236 terms, apparatus, mance which are not
180 286-2 performance and cer- | specified in ISO Standard
IS0 4200 tification which are were added, and simulta-
1SO 11484 not specified in ISO | neously the relative stan-
Standard are added. |dards were added.
3 Definitions | As definitions of main 1SO 9304 — Not specified. MOD/ In JIS terms to be The definitions of appara-
terms, those given in JIS | ISO 9302 addition | defined are added. tus and kinds of flaws
Z 2300 and 7 terms [a) to were made more specific.
g)] are specified.
4 Inspection | The engineer having suf- | ISO 9304 | 3 The inspection shall be MOD/ The certification stan- | JIS G 0431 and JIS Z
engineer ficient knowledge and carried out by suitable addition | dards, JIS G 0431 2308 established in 2001
experience. trained operators and and JIS Z 2305 were | as the certification stan-
In addition, JIS G 0431, supervised by competent added. dard, or also the certifica-
JIS Z 2306, or the certifi- personnel nominated by tion standard equivalent
cation standard equiva- the manufacturer. In the to those were made appli-
lent to those may apply in case of third-party inspec- cable.
accordance with the tion, this shall be agreed
agreement between the between the purchaser
purchaser and the manu- and manufacturer.
facturer.
A
(I) Requirements in JIS (11) Inter- | (I1I) Requirements in (1V) Classification and details of | (V) Justitication for the
national International Standard technical deviation between JIS | technical deviation and
Standard and the International Standard, | future measures
number by clause
Location of deviation: text
Indication method: dotted
underlines
Clause Content Clause | Content Classifi- | Detail of technical
cation by | deviation
clause
4 Inspection 1S0 9302 | 3 The inspection shall be
engineer carried out by personnel
(concluded) certificated in accordance
with ISO 11484, as nomi-
nated by the manufac-
turer. In the case of
third-party inspection,
this shall be agreed be-
tween the purchaser and
manufacturer.
5 Apparatus | The construction of appa- | [SO 9304 | 4.3 No requirements other MOD/ The requirement for | It is necessary for per-
for flaw detec- | ratus, the performance of than those described be- addition | the performance of forming the flaw detection

tion

flaw detection device and
peripheral device, and the
performance character-
istics, etc. are described.
Flaw detection coil: in ac-
cordance with JIS G 0568.
Performance character-
istics: in accordance with
JIS Z 2315.

low are specially specified.
The equipment for auto-
matic testing shall be ca-
pable of differentiating
between acceptable and
suspect tubes by means of
an automatic trigger/
alarm level combined with
a marking and/or sorting
system.

apparatus for flaw
detection were added.

exactly to specify the re-
quirement for the perfor-
mance of apparatus for
flaw detection, which fol-
lows the conventional JIS.

>
g
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\ ificati Q
- sification and details of | (V) Jgshﬁcat&mr} for the
- ts in JIS (I Inter-| (IID) Reguirementsd";d (L:e‘c]})m(ljcl:ls deviation between JIS | technical devu:::un and S
..L (I) Requirements national International Standa and the International Standard | future measur: a
N Standard by clause |
>» number Location of deviation: text
| Indication method: dotted
underlines
Classifi- | Detail of technical
Clause Content Clause | Content cation by | deviation
clause
2 No requirements other
5 Apparatus 180 9302 | 4 than those described l?e-
for flaw detec- low are specially specified.
tion The equipment for auto-
(concluded) matic testing shall lfe ca-
pable of differentiating
between acceptable and
suspect tubes by means of
an automatic trigger/
alarm level combined with
a marking and/or sorting
syeem The square notch was
he square
. + Drilled hole Square InJIS ¢ ken to be the standard
6 Reference | Dimensions and dlmen_' 150 9304 | 5 ]I:ss than ¢ 1.1 mm: notch nomhdzng fled noteh : the flaws to be de-
test piece sional tolerances of artifi- +0.1 mm max. MOD{ are added. tected, and since at the
cial flaws not less than ¢ 1.1 mm: | addition same time the drilled hole
+ Square notch . +0.2 mm max. Drilled and filed notch corre-
Depth: +15% (the mini- hole sponding to this were
mum value is +0.05 mm.) [ o000, * Drilled hole . {IDT made applicable, the
Width: Any of smaller +0.2 mm max. {the di- Filed uare notch and filed
value, 1.5 min max. or ameter is not less than ilef square dded.
; notch notch were af
the triple value of depth $1.2 mm) MOD/
Length: 26 mm max. addition
* Drilled hole
less than ¢ 1.1 mm:
4+ 0.1 mm max.
not less than $ 1.1 mm:
*0.2 mm max.
g o 4 ; ot "3
" i i i i ils of | (V) .Justification for the
© Requirements in J18 (HZ' lnt-:r ;:x?:. Rﬂ?m?lrg::r:l:d ::z‘c,l)mfii:!::;lg/i:?iz:‘x ;;ltdwt::lnlﬁs :ec?hnical deviation and
Standard and the International Standard future measures
number by clause
Location of deviation; text
Indication method: dotted
underlines
Clause Content Clause | Content Classifi- | Detail of technical
cation by | deviation
clause
6 Reference |- Filed notch
test piece Depth: + 10 % (the mini-
(concluded) mum value is +0.05 mm.)
Angle: 60°
Length: 20 mm max.
7 Method for | 7.1 Frequency of flaw de- | ISO 9304 | 4 — MOD/ In JIS the frequency | The frequency of flaw
flaw detection | tection: Limited to 0.5 kHz | ISO 9302 addition | of flaw detection is detection was concretely
to 512 kHz specified. specified so that an ap-
propriate flaw detection
can be performed.
7.3.1 Artificial flaw for ISO 9304 | 5 For the concentric coil MOD/ In ISO Standard only | The square notch was
setting of sensitivity of technique, only the drilled | addition | the drilled hole is taken to be the standard
flaw detection: The artifi- hole is specified. specified. In JIS the | as the flaws to be de-
cial flaw of square notch, L2: 10 levels of dimen- square notch, drilled tected, and the drilled
drilled hols, filed notch, sions hole, and filed notch | hole and filed notch cor-
each is classified into 6 di- L4: 6 levels of dimensions are specified. responding to this were
visions by the sensitivity, Drill diameter is specified also made applicable.
and 2 divisions by the pipe according to pipe diame- However, in annex, the
diameter. ter. drilled hole specified in
Annex 1: Drilled hole ISO Standard was made
(dimensions in 1SO 9304) | 1S0 9302 | 5 For the concentric coil applicable to conform to
Annex 2: Drilled hole technique, only the drilled the ISO Standard,
(dimensions in 1SO 9302) hole is specified.
6 levels of dimensions |
| Drill diameter is specified (3]
3 according to pipe diame- I~
8 ter. | g
! T
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(I) Requirements in JIS

Clause

Content

(ID) Inter-
national
Standard
number

(III) Requirements in (IV) Classification and details of | (V) Justification for the
International Standard technical deviation between JIS | technical deviation and

and the International Standard | future measures

by clause

Location of deviation: text

Indication method: dotted
underlines

Clause | Content Classifi- | Detail of technical

cation by | deviation
clause

7 Method for
flaw detection
(continued)

7.3.4 Adjustment of cen- | ISO 9304 | 5.4

tering apparatus of flaw ISO 9302

detection coil

Any of the following
methods:

1) Signals of one artificial
flaw of which the positions
are changed to 0°, 90°, 180°
and 270°,

2) Signals of three artifi-
cial flaws at each 120° on
the pipe circumference.

3) Signals of four artificial
flaws at each 90° on the

The adjustment of center- | MOD/ In JIS signals of four | The conventional JIS is

ing apparatus of flaw selection | artificial flaws at followed in addition to the
detection coil shall be per- each 90° on the pipe | ISO Standard.

formed by any of the fol- circumference were

lowing methods: added so that they

1) Signals of one artificial can be selected.

flaw of which the positions
are changed to 0°, 90°,
180° and 270°.

2) Signals of three artifi-
cial flaws at each 120° on
the pipe circumference.
For the setting of criterion,
the minimum signal is

pipe circumference. used.

For the setting of criterion,

the minimum signal is

used.

7.5 Confirmation of sensi- | ISO 9304 | 7.3 Confirmation of sensitivity | MOD/ In JIS 8 h is also In J18S the conventional
tivity 1SO 9302 At the start and end of addition | made applicable. every 8 h is reliably ac-
At the completion time of flaw detection, at the time cepted, but even the fre-
inspection work and at of change of operators, quency specified in ISO
least every 8 h, every 4 h At least every 4 h, Standard was made ap-
or every 10 pieces, which- The 4 h maximum period plicable to conform to the
ever is the longer accord- may be extended by the ISO Standard.

ing to the agreement.

agreement between the
purchaser and the manu-

~£850 D—
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facturer
" -
A
(I) Requirements in JIS (II) Inter-| (IIT) Requirements in (V) Classification and dstails of | (V) Justification for the
national International Standard technical deviation between JIS | technical deviation and
Standard and the International Standard future measures
number by clause
Location of deviation: text
Indication method: dotted
underlines
Clause Content Clause | Content Classifi- | Detail of technical

cation by | deviation
clause

7 Method for
flaw detection
(concluded)

7.6 Time for flaw detection | ISO 9304 { 3.1

At the completion time of | ISO 9302

all the manufacturing
process {for example, the
process which changes the
eddy current characteristic
and the shape of pipes and
tubes such as heat treat-
ment, cold finishing)

Time for flaw detection MOD/ In JIS the specific The specific time of ex-
After completion of all the | addition | time is added. amination was specified.
production process opera-
tions

The relative speed of 1SO 9304 | 7.2

movement during calibra- | ISO 9302

tion is not specified.

Relative speed of move- MOD/ In J1I8 the relative 1t is desirable that the
ment during calibration: | deletion speed of movement relative speed of move-
The relative speed of between the teat ment between the test
movement between the piece and the test piece and the test coils
test piece and the test coils is not specified. agrees between JIS and
coils shall be the same as IS0 Standard, but the
that to be used during the conventional JIS was fol-

production test. lowed taking the conven-
tional usage track records
into consideration.

|
|
(2]
(=]
&
T




(IV) Classification and details of | (V) Justification for the

i i - Requirements in
’L (® Requirements in J13 S:ii:::?r (I-{Igimatcilona] Standard technical deviation between JIS | technical deviation and
8 Standard and the International Standard | future measures
? number by clause
Location of deviation: text
Indication method: dotted
underlines
Clause Content Clause | Content Classifi- | Detail of technical
cation by | deviation
clause
i ig- 8.4 Treatment of pipes desig- | MOD/ In JIS “pipes judged | Taking the conventional
gf :::\fl;:ent '::::;Tem of pipes desig igg 328; nated: PP d addition | not to be practically usage truf:k recort%s and
a) The retest of pipes a) The retest of pipes detrimental, may be v\_rorkmg into con§1dera-
supposed to show a false supposed to show a false rega:ded as accept- tion, the conventional JIS
signal and pipes after cor- signal and pipes after ance” was added. was followed.
rected or mended. corrected or mended,
The retest by other NDT The retest by other NDT
or test methods or test methods by the
b) The confirmation may agreement between the
be performed by a visual purchaser and the manu-
observation and by a facturer
signal-generating condi- b) To be cut off
tion. ¢) To be rejected

Those pipes, which have
the signals caused by the
flaws listed below and are
judged not to be practically
detrimental under the re-
sponsibility of the manu-
facturer, may be regarded
as acceptance unless
otherwise specified spe-
cially by the specification
of product standard or by
the agreement between
the purchaser and the
manufacturer.

¢) To be cut off
d) To be rajectod

e
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(I) Requirements in JIS . (D) Inter-

{III) Requirements in i
national Int H ’ (IV) Clagsification and detail i i
Stayons ernational Standard techuical deviation between J;sf te(vc)hg;:::tllﬁziti;:{l o M;‘ie
rd and the Internati an lon an
number by clavse tional Standard future measures

Loc:ation of deviation: text
Indication method: dotted

Clause Content Clause Conten| Classifi- of technica
t Detail of t h, 1
.
clause
9 Records 10 items are specified, 1SO 9304 9 7 items are specified. MOD/ In JIS the re-
t require

Taking the conventional
! usage track records and
for ﬂaw. detect?on, working into considera-
inspection engineer, | tion, the conventional JIS
1 l'!aw detection condi- | was followed,

tion are added. .

addition | ments for apparatus

Desi
(islgnated degree of correspondence between JIS and International Standards: MOD

Remarks 1 S i i
ymbols in sub-columns of classification by clause in the above table indicat, f
— IDT: Identical in technical contents. "o o

— MOD/deletion: i ion i
o e e'tlion. Deletes specification item(s) or content(s) of International Standard
— D/addition: Adds specification item(s) or content N

-_ MOD/altexat'o . e. ecif 0 ont lu e I ter ]
§ 10n Alt rs the specification ¢ n ent(s) includ d in inte natlonﬂl Stand d
aras.
- IWOD Selectloll. Ial a]lel reqllﬂement(s) fOI SpeCthatIOH Collte“t(s)

2 Sym l in column fd si
0 gnat d
b() ; 0 € ed: egree Of COrrespondence between JIS and Intelnational Standalds in the

(s) not included in International Standards.

— MOD: Modifies International Standards,
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