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Quality People. Building Solutions.

Comfort Systems USA (Arkansas), Inc.
P.O. Box 16620

LittleRock, AR 72231

Phone 501-834-3320

Fax 501-834-5416

Date: 4/17/2026

Return Request: 4/24/2026

Project: Hot Springs National Park — Rehabilitate Bathhouses — Libbey Bathhouse
Supplier: Comfort Systems USA (Arkansas), Inc.

Manufacturer: Varies

Submittal: Natural Gas Piping (Re-Submittal #1)

Submittal Number: 221023.001

Spec Section: 221023, 2.1

Drawing # and Installation Location: P1.1

ARCHITECT GENERAL CONTRACTOR
Quinn Evans Architects Tepa, LLC
219-1/2 N. Main Street 2345 Grand Blvd, Suite 700
Ann Arbor, Michigan 48104 Kansas City, Missouri 64108
(734)663-5888 (816)708-1110
ENGINEER MECHANICAL SUBCONTRACTOR
IMEG Corp. Comfort Systems USA (Arkansas), Inc.
1600 Baltimore Street, Suite 300 9924 Landers Road
Kansas City, Missouri 64108 North Little Rock, Arkansas 72117
(816)842-8437 (501)834-3320
Comments:

CSUSA PROJECT NO.

25-7065

joe@comfortar.com

9924 Landers Road
No. LittleRock, AR 72117
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Quality People. Building Solutions.

Comfort Systems USA (Arkansas), Inc.
P.O. Box 16620

LittleRock, AR 72231

Phone 501-834-3320

Fax 501-834-5416

Spec Section 221023, 2.1, C.

Piping 2-1/2” and Above

9924 Landers Road
No. LittleRock, AR 72117



Standard Steel Pipe

ASTM A53 TYPE E GRADE B PIPE
Submittal Data Sheet

Scope

Covers black and-het-dipped-galanized-electric-resistance welded
Grade B pipe. Pipe is intended for mechanical and pressure applications
and is acceptable for ordinary uses in steam, water, gas and air lines.
Wheatland ASTM A53 is UL Listed and FM Approved, sizes 1" through
6" nominal, for use in Fire Sprinkler Pipe Applications. Pipe is suitable
for welding, threading and grooving. Produced to the latest revision of
ASTM A53/53M, Federal Specification WW-P404 and ASME B36.10M.

Manufacture

The weld seam shall be heat treated after welding to a minimum
of 1400°F or be otherwise processed in such a manner that no
untempered martensite remains.

Hot-dipped galvanized

The average weight of zinc coating shall be not less than 1.8 oz. per
sq. ft. of surface (inside and outside). When galvanized pipe is bent or
otherwise fabricated to a degree which causes zinc coating to stretch
or compress beyond the limit of elasticity, some flaking of the coating
may occur.

Hydrostatic and Nondestructive Electric testing

Hydrostatic inspection test pressures for plain-end pipe are listed in
Table X 2.2 of the A53/A53M specification. Test pressures shall be
maintained for a minimum of five seconds. Nondestructive electric
testing of the weld seam is required on each length of ERW pipe NPS 2
and larger.

Chemical Requirements
Composition, max. %

Carbon Manganese Phosphorus Sulfur
.30 120 .05 .045

Copper Nickel Chromium Molybdenum Vanadium
.40 40 40 15 .08

*The combination of these five elements shall not exceed 1.00%.

Tensile Requirements

TENSILE STRENGTH, MIN. YIELD STRENGTH, MIN. ELONGATION IN 2"

60,000 psi 35,000 psi Refer to A53 table x 4.1
Bending Test (Cold)
NPS DEGREE OF BEND DIAMETER OF MANDREL
2 and under 90° 12x pipe OD

Flattening Test

As a test for ductility of the weld for pipe 2%" NPS and larger, position
the weld at 0° and alternately at 90° to the direction of force and
flatten until the OD is %5 of the original outside diameter. No cracks
shall occur along the inside or outside surface of the weld.

Frequency of Tests

Tensile tests are required on one length of pipe from each lot of 500
lengths or fraction thereof for each size. Refer to A53 specification for
frequency of flattening tests.

End Finish
Plain End: NPS 2 and larger, STD and XS weights: ends beveled to
angle of 30°, +5°, -0° with a root face of %s" + V52"

Threaded: To ANSI Standard B 1.20.1
Couplings: To ASTM Standard A 865
Weights and Dimensions Charts

STANDARD (SCH. 40)
BLACK PLAIN END

EXTRA STRONG (SCH. 80)
BLACK PLAIN END

NOMINAL NOMINAL NOMINAL NOMINAL
SIZE op WALL  WT./FT. SIZE ob WALL  WT./FT.
in. in. Ibs. in. in. Ibs.

2" 2.375 154 3.66 2" 2.375 .218 5.03

2%" 2.875 203 5.80 2%" 2.875 276 7.67
3" 3.500 .216 7.58 3" 3.500 .300 10.26
4" 4.500 237 10.88 4" 4.500 S5 15.00
5" 5.563 258 14.63 5" 5.563 375 20.80
6" 6.625 .280 18.99 All information contained herein is accurate as

known at the time of publication. Wheatland

8" 8.625 322 28.58 reserves the right to change product

specifications without notice and without
incurring obligations.

Permissible Variations in Wall Thickness
Minimum wall thickness at any point shall not be more than 12.5% under
nominal wall thickness specified.

Permissible Variations in Outside Diameter
Pipe NPS 2 and larger shall not vary more than + 1% from the standard
specified.

Permissible Variations in Weight per Foot
Pipe shall not vary more than + 10% from the standard specified.

Product Marking

Each length of pipe is continuously stenciled to show the manufacturer,
the grade of pipe (ASTM A53), the kind of pipe E for Electric Resistance
Welded, B for Grade B, the size, XS for extra strong, and length. Stencil
markings indicate UL Listing and FM Approval for sizes 1" through

6" nominal for use in Fire Sprinkler Pipe Applications. Bar coding is
acceptable as a supplementary identification method.

SUBMITTAL INFORMATION

PROJECT: CONTRACTOR: DATE:

Libbey Bathhouse Comfort Systems USA (Arkansas), Inc. 9/8/2025
ENGINEER: SPECIFICATION REFERENCE: SYSTEM TYPE:

IMEG Corp 221023,2.1,C Natural Gas Piping Above Grade
LOCATIONS: COMMENTS:

Natural Gas Piping Above Grade

700 South Dock Street
Sharon, PA 16146

P 800.257.8182

F 724.346.7260

info@wheatland.com
wheatland.com

™

Follow us on Twitter:
@WheatlandTube

WST-050625

Wheatland 7use

A ZEKELMAN COMPANY
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JVELDBEND

ven with all the advances in technology today,
E the wholly welded piping system has for

decades remained the best choice for use in
high pressure and high temperature application.
Many piping jobs in schools, industrial plants, refiner-
ies and factories have benefited from the inherent
advantages of a completely welded system. It
becomes a closed container joining pipes, valves, fit-
tings, and flanges. A welded joint actually becomes
part of the pipe, minimizing leak potential. This pro-
vides greater margins of safety, especially under con-
ditions of high internal pressures. Additionally, weld-
ing fittings form a continuous metal structure with the
pipe, adding forged-in strength to any piping system.
Furthermore, smooth forged fittings simplify insula-
tion and take up less space.

ASTM A 234
Scope

This standard covers wrought carbon steel fittings of
seamless and welded construction which are manufac-
tured to the dimensional specifications of ASME
B16.9 and B16.28. These fittings are primarily for use
in pressure piping and in pressure vessel fabrication
for service at moderate and elevated temperatures.

Materials

The starting material for fittings shall consist of killed
steel, forgings, bars, plates, seamless or fusion-welded
tubular products with filler metal added and shall con-
form to the the chemical requirements of ASTM A
234. Unless otherwise specified, carbon steel plates
may be either coarse grain or fine grain practice.

Manufacture

Forging or shaping operations are performed by ham-

mering, pressing, piercing, extruding, upsetting,
rolling, bending, machining, or by a combination of
two or more of these operations. The forming process
shall be applied so that it will not produce injurious
imperfections in the fittings.

Heat Treatment

Hot-formed WPB fittings, upon which the final form-
ing operation is completed at a temperature above
1150°F and below 1800°F, need not be heat treated.
Cold-Formed WPB fittings, upon which the final
forming operation is completed at a temperature
below 1150°F, shall be normalized, or shall be stress
relieved at 1100°F to 1275°F.

Fitting Summary Data Sheet

Chemical requirements (in %):
Carbon Manganese Phosphorus (max) Sulfur (max)
.30 max .29-1.06 .050 .058

Silicon Chromium Molybdenum Nickel Copper
10 min .40 max .15 max 40 max .40 max

Vanadium Columbium
.08 max .02 max

Mechanical requirements:

Tensile Strength 60,000-85,000 psi

Yield Strength (min) 35,000 psi
Elongation - Longitudinal: 22%
- Transverse: 14%
Dimensions

Butt-welding fittings and butt-welding short radius
elbows and returns purchased in accordance with this
specification shall conform to the dimensions and tol-
erances given in the latest revision of ANSI B16.9 and
B16.28, respectively.

Certification

When requested by the purchaser, the manufacturer shall
provide a certificate of compliance to this specification.
If requested to provide test reports, the manufacturer
shall also provide the following where applicable:

* Chemical analysis results. When the amount of an ele-
ment is less than .02%, the analysis for that element is
reported as “<0.02%.”

* Tensile property results, report the yield strength and
ultimate strength in ksi [or MPa] and elongation in per-
cent,

* Hardness acceptable in accordance with Section 10 of
ASTM A-234,

* Seamless or Welded,

* Type of Heat Treatment, if any,

* Starting material, specifically pipe, plate, etc.,

* Statement regarding radiographic or ultrasonic exami-
nation.

* Any supplemental testing required by the purchase
order.

Product Marking

All fittings shall have the prescribed information
stamped or otherwise suitable marked on each fitting
in accordance with ASTM A 234/MSS SP-25. A
Weldbend fitting is marked as follows:

Weldbend’s Name, Nominal Pipe Size, Pipe Wall
Thickness Designation, Material Grade (WPB/WPC)
and Heat Identification Number.

Note: All information contained in this document, and for a complete description of all require-
ments, refer to ASTM A 105. Sheets are subject to change without notice.




JVELDBEND

ven with all the advances in technology today,
E the wholly welded piping system has for

decades remained the best choice for use in
high pressure and high temperature application.
Many piping jobs in schools, industrial plants, refiner-
ies, and factories have benefited from the inherent
advantages of a completely welded system. It
becomes a closed container joining pipes, valves, fit-
tings, and flanges. A welded joint actually becomes
part of the pipe, minimizing leak potential. This pro-
vides greater margins of safety, especially under con-
ditions of high internal pressures. Additionally, weld-
ing fittings form a continuous metal structure with the
pipe, adding forged-in strength to any piping system.
Furthermore, smooth forged flanges simplify insula-
tion and take up less space.

ASTM A 105 Note: See statement from

manufacturet's rep regardin
ASTM 181. (Next Page)

Scope

This standard covers forged carbon steel piping compo-
nents for ambient- and higher-temperature service in
pressure systems. Flanges are ordered either to dimen-
sions specified by the purchaser or to dimensional specifi-
cations such as ASME 16.5 and API 6A. Forgings made to
ASTM A 105 are normally limited to a maximum weight of
10,000 1b.

Materials

Weldbend flanges are made by hammering, pressing,
rolling and/or machining cast or forged bars, billets or
slabs. These adhere to the extent described in the follow-
ing sections.

Manufacture

ASTM A 105 covers the requirements for forged steel com-
ponents as finished products only.

The requitements for raw materials are covered by the
standards specified in Section 2: Referenced Documents
of ASTM A 105.

Heat Treatment

Heat treatment is not a mandatory requirement of this
specification except for the following piping components:
* Flanges above Class 300,

* Flanges of special design where the design pressure at
the design temperature exceeds the pressure-temperature
ratings of Class 300, Group 1.1,

* Flanges of special design where the design pressure or

design temperature is not known.

Heat treatment, when required by the above, shall be
annealing, normalizing, normalizing and tempering, or
quenching and tempering in accordance with ASTM A
961.

Natural Gas Piping Above Grade (2-1/2" and Above)

Flange Summary Data Sheet

Chemical requirements (in %):

Carbon Manganese Phosphorus (max) Sulfur (max)
35 max .60-1.05 .035 .040

Silicon Copper Nickel Chromium
.10-.35 40 max .40 max .30 max

Molybdenum Vanadium Columbium
12 max .08 max .02 max

Mechanical requirements:
Tensile Strength (min) 70,000 psi
Yield Strength (min) 36,000 psi
Basic minimum elongation 30%
for walls 5/16 in. and over
in thickness, strip tests.

Reduction of area (min) 30%
Hardness, HB (max) 187
“Dimensions

Weldbend flanges are manufactured in accordance with
ASME B 16.5 (24” NPS and smaller) and ASME B 16.47
(26”--.60” INPS).

Certification

For forgings made to specified dimensions agreed upon
by the purchaser, and for forgings made to dimensional
standards, the application of identification marks, as
required by ASTM A 961, shall be the certification that the
forgings have been furnished in accordance with the
requirements of this standard. The specification designa-
tion included on test reports shall include the year of

issue and revision letter, if any.

Test Reports: When test reports ate required, Weldbend
will also provide the following, if applicable:

*Type of heat treatment,

*Tensile property results, i.e., yield strength and ultimate
strength in ksi, elongation and reduction in area, in per-
cent,

*Chemical analysis results,

*Hardness results, and,

*Any supplementary testing required by the purchase
order.

Product Marking

All flanges shall have the prescribed information stamped
or otherwise suitable marked on each flange in accor-
dance with the Standard/MSS SP-25. A Weldbend flange
is marked as follows:

Weldbend’s Name, Nominal Pipe Size, A105/SA105, Bote
Designation, Heat Identification Number and manufac-
ture date.

Note: All information contained in this document, and for a complete description of all require-
ments, refer to ASTM A 105. Sheets are subject to change without notice.
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ASTM 181 is basically a legacy spec at this point. It still exists, but most serious jobs have
moved away from it.

Here’s the reality:

A181 was written for low-pressure, general-purpose forgings. Loose chemistry. Lower
strength. Less control.

Modern work favors ASTM A105.
Why A181 fell out of favor:

e Lower minimum strength

e Less strict chemistry limits

e Notideal for pressure boundary confidence

e Doesn’tline up well with today’s code expectations
Why A105 replaced it:

e Tighter material control

e Better mechanical properties

Designed specifically for piping components under pressure
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Quality People. Building Solutions.

Comfort Systems USA (Arkansas), Inc.
P.O. Box 16620

LittleRock, AR 72231

Phone 501-834-3320

Fax 501-834-5416

Spec Section 221023, 2.1, D, 3.

Natural Gas Shut-Off Valve (3”)

9924 Landers Road
No. LittleRock, AR 72117
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DIMENSIONS

. A[+2]| @d [min.] | @D [£2]
ITEM | QTY. [SIZE| CLASS [FIGURE [ENDS| OPERATION [ =t (™5 T o]
1 1 4" | 200 CWP [ 1700DB | FF LEVER 305.0 | 100.0 230.0

(FF]

BILL OF MATERIALS
No. DESCRIPTION MATERIAL
1 |BODY ASTM A126 CLASS B
2 |COVER ASTM A126 CLASS B
3 |PLUG ASTM A126 CLASS B
4 |GLAND ASTM A126 CLASS B
5 |GASKET STAINLESS STEEL+GRAPHITE
6 |SPRING STAINLESS STEEL 304
7 |STUD ASTM A307 Gr. B7
8 |NUT ASTM A194 Gr. 2H

GLAND BOLT

ASTM A307 Gr. B

10 |GLAND NUT

ASTM A194 Gr. 2H

11 |GREASE FITTING

CARBON STEEL

12 |CHECK VALVE

STAINLESS STEEL

13 |STOP PLATE

CARBON STEEL

14 [LEVER GRAY IRON
15 [ORING BUNA M
STANDARDS
PRESSURE RATING MSS-SP-78
DESIGN MSS-SP-78
END DIMENSIONS ASME B16.1
END TO END ASME B16.10
TEST MSS-SP-78 & API-598

DRAWING FOR APPROVAL |

REVISION | DATE | DESCRIPTION | RELEASED BY

CUSTOMER:

—

MANUFACTURER:

S WALWORTH'
PROJECT ENGINEERING

EQUIPMENT: CAST IRON PLUG VALVE

TOP ENTRY, REGULAR PATTREN CLASS 200 CWP,
FLAT FACE ENDS
FIG. 1700DB-A126

DRAWING NUMBER:

FOR "WALWORTH INDUSTRIAL DE VALVULAS S.A. DE C.V."

INITIALS, SIGNATURE AND DATE

PRELIMINARY

DWN:

CHK: SCALE: NO SHEET 1 OF 1

. DIMENSIONS IN g
ENGR: ENSION REV.
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