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In the high-stakes world of industrial engineering, the integrity of a pressure vessel or a boiler is only as strong as 

its weakest joint. For engineers, quality control specialists, and metallurgists, the ASME Boiler and Pressure 

Vessel Code (BPVC) represents the gold standard for safety and reliability. Specifically, Section II, Part Cof this

code serves as the definitive roadmap for selecting and qualifying welding rods, electrodes, and filler metals. This

article provides an exhaustive technical analysis of Section II Part C, exploring its relationship with AWS

specifications, its role in modern manufacturing, and the rigorous testing protocols required to ensure structural

permanence under extreme pressure and temperature.

The Strategic Role of ASME BPVC Section II Part C

ASME BPVC Section II Part C is unique among the code's sections because it does not define the construction of 

a vessel itself, but rather the consumablesused to fuse components. It functions as a bridge between the base

materials (governed by Parts A and B) and the design/construction requirements found in Sections I, III, VIII, and

XII. Without the standardized framework provided by Part C, the global pressure vessel industry would lack the

consistency necessary to ensure that a weld made in North America performs identically to one made in Europe or

Asia.

The Evolution of SFA Designations

A core concept in Section II Part C is the SFA Specification. These specifications are almost entirely derived from 

the American Welding Society (AWS) 'A' specifications. When the ASME subcommittee reviews and adopts an 

AWS specification, it is prefixed with 'SF'. For instance, AWS A5.1 (Specification for Carbon Steel Electrodes for 

Shielded Metal Arc Welding) becomes ASME SFA-5.1. This alignment ensures that manufacturers can rely on a

singular set of global testing standards while complying with the strict legal frameworks of the ASME code.

Core Theoretical Framework: Consumable Classification

Understanding Part C requires a grasp of the classification system for filler metals. These classifications are not

arbitrary; they are alphanumeric codes that encapsulate the chemical composition, mechanical properties, and

operational characteristics of the welding material.

Decoding the Electrode Nomenclature

Consider the widely used E7018electrode, classified under SFA-5.1. Each character provides critical data for the

welding engineer:

•  E: Signifies an electrode.

•  70: Indicates the minimum tensile strength of the deposited weld metal in the as-welded condition (70,000 psi 

or 480 MPa).

•  1: Indicates the welding position (1 for all positions, 2 for flat and horizontal only).

•  8: Represents the type of coating (in this case, low-hydrogen iron powder) and the type of current (AC or 



DCEP).

The Interaction Between Filler Metal and Base Material

The selection of a filler metal is governed by the Principle of Matching Properties. The weld metal must meet or 

exceed the minimum yield and tensile strength of the base materials it joins. However, chemistry is equally vital. In 

cryogenic applications, the SFA-5.11(Nickel-alloy electrodes) might be selected to ensure ductility at sub-zero

temperatures, even when joining carbon steel, to prevent brittle fracture.

Technical Analysis of Material Testing Requirements

Part C mandates a battery of tests that a consumable must pass before it is deemed code-compliant. These tests

are divided into chemical analysis and mechanical testing.

1. Chemical Composition Analysis

Manufacturers must perform a chemical analysis of the weld metal (not just the wire or rod) to ensure that alloying 

elements like Chromium, Nickel, Molybdenum, and Manganese are within specified ranges. This is critical for 

Corrosion Resistance and Creep Resistance in high-temperature headers or heat exchangers.

2. Mechanical Properties Testing

The code requires several physical tests performed on a standardized test coupon:

•  Tension Test: Measures ultimate tensile strength, yield strength, and percentage elongation.

•  Charpy V-Notch (CVN) Impact Test: Determines the toughness of the weld at specific temperatures, 

measuring the energy absorbed during fracture.

•  Guided Bend Test: Evaluates the ductility and soundness of the weld zone, checking for internal 

discontinuities.

•  Radiographic Examination: A non-destructive test (NDT) to ensure the test weld is free from porosity, 

inclusions, or cracks.

Comparison of Common SFA Specifications

The following table provides a technical comparison of the most frequently utilized SFA specifications in pressure

vessel construction.



SFA Specification Process Material Category Key Characteristics

SFA-5.1 SMAW Carbon Steel General purpose, high 
toughness (e.g., E7018).

SFA-5.4 SMAW Stainless Steel Corrosion resistant, 
specific for Cr-Ni steels.

SFA-5.5 SMAW Low-Alloy Steel Designed for high-strength 
or high-temp service.

SFA-5.18 GMAW/GTAW Carbon Steel Solid wires for gas-
shielded processes.

SFA-5.20 FCAW Carbon Steel Flux-cored wires for high 
productivity.

SFA-5.22 FCAW Stainless Steel Flux-cored stainless for 
various positions.

Engineering Principles: Heat Input and Dilution

When applying the standards of Section II Part C, the engineer must calculate the impact of the welding process on 

the material properties. Two critical factors are Heat Input and Dilution.

Calculating Heat Input

Heat input influences the cooling rate of the weld and, consequently, its microstructure and hardness. The formula

used in industry is:

H = (V &times; I &times; 60) / (S &times; 1000)

Where:H = Heat Input (kJ/mm)V = Voltage (Volts)I = Current (Amperes)S = Travel Speed (mm/min)

If the heat input exceeds the limits suggested for a specific SFA-classified material (particularly in quenched and 

tempered steels), the mechanical properties of the Heat Affected Zone (HAZ)may degrade, leading to code non-

compliance.

The Concept of Dilution

Dilution refers to the change in the chemical composition of the weld metal caused by the melting of the base

metal. In cladding operations (e.g., applying an SFA-5.4 stainless layer onto a carbon steel shell), the first layer will

have higher iron content than the pure filler wire. Engineers must account for this by selecting highly alloyed fillers

or using multiple layers to reach the required chemistry specified in Part C.

Practical Implementation: A Field Guide for Material Selection

Following a systematic approach ensures that the welding consumables meet the legal requirements of the ASME

BPVC. The following workflow is standard in high-compliance environments:

Step 1: Identify the Base Material P-Number

Refer to ASME Section IXto find the P-Number of the base metals. For example, standard carbon steel (SA-516

Gr. 70) is P-Number 1.



Step 2: Define Service Conditions

Determine if the vessel will operate in corrosive environments (requires SFA-5.4/5.9), high temperatures (requires

SFA-5.5 low-alloy), or lethal service (requires low-hydrogen consumables like SFA-5.1 E7018-1).

Step 3: Select Welding Process

The choice between SMAW, GMAW, or SAW dictates which Part C specification applies. While SFA-5.1 and

SFA-5.18 both cover carbon steel, they are specific to the process.

Step 4: Verify Certification (MTRs)

Every batch of filler metal must be accompanied by a Material Test Report (MTR) . This document confirms that

the specific lot of material has been tested according to the requirements of the applicable SFA specification and

meets all chemical and mechanical criteria.

Case Study: Brittle Fracture in a Cold-Service Pressure Vessel

In a documented case involving a pressure vessel designed for -40&deg;C service, a fabricator used an E7018

electrode (SFA-5.1) that was not specifically tested for low-temperature toughness. Although the electrode met the

strength requirements, the weld failed during a hydrotest at low temperature. 

Root Cause Analysis

The investigation revealed that while SFA-5.1allows for various classifications, only those with the "-1" suffix (e.g.,

E7018-1) are guaranteed to meet the impact toughness requirements at lower temperatures (-45&deg;C). The

fabricator used standard E7018, which is only rated for -30&deg;C. 

Solution and Corrective Action

The vessel was repaired using SFA-5.5 low-alloy electrodes specifically formulated for cryogenic toughness. This 

case highlights the necessity of not just selecting the correct SFA specification, but the precise classification

within that specification as mandated by the project's design temperature.

Troubleshooting Common Filler Metal Issues

Even with code-compliant materials, operational challenges arise. Section II Part C provides the baseline, but the

application requires technical vigilance.

•  Hydrogen Induced Cracking (HIC): Often caused by moisture in the coating of SMAW electrodes. Prevention: 

Adhere to the storage and baking requirements specified in the Annexes of Part C for low-hydrogen electrodes.

•  Porosity in GMAW: Usually linked to contaminated filler wire or inadequate shielding gas flow. Prevention: 

Ensure the wire meets the surface cleanliness standards of SFA-5.18.

•  Carbon Migration: Occurs when welding stainless steel to carbon steel. Prevention: Use a high-chromium filler 

like E309L (SFA-5.4) to compensate for dilution.

Summary and Future Outlook

ASME BPVC Section II Part C is not a static document; it evolves every two years to incorporate new metallurgical 

advancements and welding technologies. As the industry moves toward Industry 4.0, we are seeing the integration

of digital Material Test Reports and blockchain-based traceability for filler metals, ensuring that every centimeter of

weld can be traced back to its specific SFA batch. 

For the professional engineer, mastering Section II Part C is about more than just compliance; it is about



understanding the molecular synergy between base metals and fillers. By strictly adhering to these specifications,

the industry continues to push the boundaries of what is possible in power generation, chemical processing, and

aerospace engineering, maintaining a safety record that is the envy of other technical sectors. As we look toward

the 2025 and 2027 editions, the focus remains clear: absolute material certainty in an uncertain world.
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