°
w SLOVENSKI STANDARD

SIST EN 12493:2002
01-maj-2002

Varjenje jeklenih rezervoarjev za utekocinjeni naftni plin (UNP) - Rezervoariji za
cestni prevoz - Konstrukcija in izdelava

Welded steel tanks for liquefied petroleum gas (LPG) - Road tankers - Design and
manufacture

Geschweil3te Druckbehalter aus Stahl fir Flissiggas (LPG) - Stral3entankfahrzeuge -
Konstruktion und Herstellung

Citernes en acier soudées pour gaz de pétrole liquéfiés (GPL) - Véhicules citernes
routiers - Conception et construction

Ta slovenski standard je istoveten z: EN 12493:2001

ICS:

23.020.20 Posode in vsebniki, montirani Vessels and containers
na vozila mounted on vehicles

43.080.10 Tovornjaki in priklopniki Trucks and trailers

SIST EN 12493:2002 en

2003-01.Slovenski institut za standardizacijo. RazmnoZevanje celote ali delov tega standarda ni dovoljeno.



SIST EN 12493:2002

iTeh STANDARD PREVIEW
(standards.iteh.ai)

SIST EN 124932002
https//standards.iteh.ai/catalog/standards/sist/d5dfc95 1-4140-4£d5-8576-
a3a86083b3b0/sist-en-12493-2002



EUROPEAN STANDARD EN 12493
NORME EUROPEENNE
EUROPAISCHE NORM June 2001

ICS 23.020.30

English version

Welded steel tanks for liquefied petroleum gas (LPG) - Road
tankers - Design and manufacture

Citernes en acier soudées pour gaz de pétrole liquéfiés GeschweilRte Druckbehélter aus Stahl fur Flissiggas (LPG)
(GPL) - Vénhicules citernes routiers - Conception et - StraBentankfahrzeuge - Konstruktion und Herstellung
construction

This European Standard was approved by CEN on 9 May 2001.

CEN members are bound to comply with the CEN/CENELEC Internal Regulations which stipulate the conditions for giving this European
Standard the status of a national standard without any alteration. Up-to-date lists and bibliographical references concerning such national
standards may be obtained on application to the Management Centre or to any CEN member.

This European Standard exists in three official versions (English, French, German). A version in any other language made by translation
under the responsibility of a CEN membehinto its'own language and notified to the Management/Centre has the same status as the official
versions.

CEN members are the national standards bodies’of Austria, Belgium, Czech Republic, Denmark, Finland, France, Germany, Greece,
Iceland, Ireland, ltaly, Luxembourg, Netherlands, Norway, Portugal, Spain, Sweden, Switzerland and United Kingdom.

. — |

EUROPEAN COMMITTEE FOR STANDARDIZATION
COMITE EUROPEEN DE NORMALISATION
EUROPAISCHES KOMITEE FUR NORMUNG

Management Centre: rue de Stassart, 36 B-1050 Brussels

© 2001 CEN  All rights of exploitation in any form and by any means reserved Ref. No. EN 12493:2001 E
worldwide for CEN national Members.



Page 2
EN 12493:2001

Contents

Page
(oL =XYoo TP 5
[ Y0 T0 (81w 1 o] o NPT 5
1 RS0 o PSPPSR TUURPPRN 5
2 [NL0) 0 4P LAV T (ST ST C] A1 T 6
3 LT (R 0 e L= {1 T L] N 7
4 Y= 1= = 1 8
4.1 U172 o112 8
4.2 Pressure retaiNing PArtS. ... ... . .ot e e e e e ccsr e e e e e s st e e e e e e s s ssa b e teeeaeeesesastaaeeeaeeesaaaass eesssssteereeeeesinnrrreees 8
4.3 NON-PreSSUre FEtAINING PAITS. .....ciiiiiitiiiiiee e e ettt e e e e e e e ettt eeae e e s e aeasbeeeeeaeeesaannnteeeeaeaeeaaaaass bsteeeeeeesssannsnseees 8
4.4 WeldiNg CONSUMADIES ...t e st e e e e st e e e e s beeeeesbneeessbeeeeaas 8
4.5 Non-metallic Materials (GASKELS)......ccoiiiiiiiiiii e ereee s 8
4.6 CertifiCation Of MALEIIAIS ....... oot e e e e et e e e e e e e eaa e e e eetaes oeeesssaneeesssaeeeenetreees 8
5 L= 110 = o | o SO 8
5.1 (DTS T o T oo T 11 o] =PSRRI 8
5.2 Surge plates.....uer Bl G0 A L A L L L L L 9
5.3 [0 18] o] [T o] = = SRR 9
5.4 Stresses due to MOLION ......oovvveee e LG R B e o T B B et eeeeee e e e e e e e eens 9
5.5 Y= | YU o] oL ] o I 7= g 1€ 9
5.6 AV 2= ToT U U oo T oToT o 1170 o 13 9
5.7 B 1PV a1 S 1 T0 ] 1T T TP 10
5.8 Internal pipework ... 0 L A i L 10
6 (@] 01= o 11 s o 3PP RPPRRRR 10
6.1 (1T 01T = T 10
6.2 ReINfOrCemMENt OF OPENINGS ...ooiuiiiiie ittt ettt e e s e e e aae abeeesanbeeesannes 10
6.3 Bl a1 (=T To [STo I oTo T4 g T<Tod 1o ) o F- T 10
6.4 1Y/ £ 101 110 [T 10
7 NON-PreSSUre rEtaiNING PAITS.......cciicurieireee et i it reeee s s ssse e rreeeesssastareeeeeeesssnsraareeeaeesasasranns  teeeesesssnnssnseees 11
7.1 P a = o T 01T a1 ATV (o £ 11
7.2 Position Of attaChMENt WEIAS ........uveeiiiieieeeeee e e e e e eerree aeeeeereeeraa s 11
8 Workmanship and CONSIIUCTION ..........oiiiiiiiiiee e e e e s s s e e e e e e e s s re e e e e e e aeaies aeeessnsenneees 11
8.1 (=T T<T = 11
8.2 (Of0] 01 ((o ] o)l 4 F= L <] 1= 3 11
8.3 Acceptable Weld DetailS ...........eeii e taabeee e 12
8.4 Heat treatment @nd fOMMUING .......o.eeiioii ettt e s e e e e as anbeeesannbeeesannnes 12
S ot R O [0 I (0] 1 111 o T O PO U PP OPPPROPIN 12
S o o o] i {011 1011 o To [ O PPT PP PP OPPPPOPIN 12
8.4.3  TeStiNg OF TOMMEA PAITS .......eiiiiiiiiiee ittt e e st e sbb e e e sabree eeesasbneeeanseseeesnnnneens 13
8.4.4 Visual examination and control Of IMENSIONS ........coivuuiiiii et e e e eeereraaas 13
S 8T |V = 14 [ o PP 13
8.5 LAY ] o LT T SR 13
ST T T € 1< =T = 13
LSS T2 Mo g o 1) 08 o [ F= VIR 7= [ £ PP 13
8.5.3 Welding procedure specCifiCation (WPS).......ccoii i sttt e e e e s s e e e e e e s st r e e e e e e snnnnnnens ansnreeeeeeeas 14
8.5.4 QuAlIfication OF WPS........oooiiiiiiii s ———————— 14
8.5.5 Qualification of welders and Welding OPEratorS...........cueiiiiiiiieiiiiiii e aerrieeeas 14
8.5.6  Preparation Of EUGES .......ciii ittt e e e e e e e e feeesaabeeeeaarr e e e aaarees 14
8.5.7  AtachmMENtS and fASTENMINGS ... uviiieiiiieii ettt et e st e e s st e e es beeeesnnreeeeannrees 14
TSI T = (=] =T | T 14
8.6 (oo S VL (o l == L R (=T= L g 1] 0| AT 14

8.7 ManNUFACIUNNG TOIEIANCES .....o.ueiiiiiiiii ettt e st eesatne tannbeeesanbeeesannnes 15



Page 3
EN 12493:2001

8.8 Repairs to pressure envelope and direct attachment Welds............c..oeiiiiiii e 1 5
e T R = g T = 1A =T (01T (=T 0 T=] ) SRR 15
8.8.2 Repair of surface imperfections in the parent metal.............ccccc oo e, 15
8.8.3 Repair Of Weld iMpPerfECONS. ... ....uuiiiiiiiiiiii e aeaaaaasnsnnnrnnans teeeeeereserererereeeees 15
9 Construction and workmanship of internal pipework ..., 15
10 LTSy o= Tox 1o o TIF= Y o I (=3 1] T S 16
O R 1= T o 1= - | OO PP OO PPPTPT R PRPP 16
10.2  MECHANICAI TESTING ... eeeieiiiiee ettt ettt e bt e e e st et e e e e bb e e e e aabr e e s oasbeeeesasbeeeeaanbeeeeannnes 16
10.2.1 ProdUuCLION TESE PIALES .....eeiiiiiiieiitii ettt e e b e e e et be e e e e st e e e es eaabeeeeaabe e e e e aebe e e e aanes 16
10.2.2  LONGIUAINGATI WEILS ......eeiiieiie ettt ettt e et e e ekt e e aabe eeaabeeeeaasbeeeeaasbeeeeannnes 16
10.2.3  CirCUMFErENtial WIS .....ciie it e e e e e s e et e e e e e s sasnbnbeeee eeesaanssteeeeeaeeeaannnnneees 16
O A IV = Tod o F= Ug o= | =S PR 16
10.2.5 TSt FEOUITEIMENTS ....ciiiiiiiie ettt ittt e e e et et e e e aa b et e e e ek be e e e e abbe e e e e ek be e e e aabbeeees £eaasbeeeeaasbeeeeaasbeeeeannnes 16
10.3  NON-OESIIUCHVE tESTING ....ciiiiiiiieiiee et s et e e e e e e s e e e e e e s s sttt e e e aeessasnnbrereaaeaes  oessssteeseeseessnnssnrenes 17
O 20 R 10 (=] g F= LT o 1T =1 1T 1 SRR 17
O P YW [ = Vot TR T ] L= 1= o3 110 1 SRR 17
10.4  Non-destructive testing techniques for WelAS..........cooveiiiiiiiiiiiic e es avvaaaeens 17
10.4.1 RadiographiC tECHNIQUES .........euiiiiee i e e e e e s s e e e e e ees oanastrereeeeessansrnreees 17
10.4.2 Marking and identification of radiographS.........ccciccciiiiiiee e aeeee e 18
10.4.3 URIaSONIC LECNNMIQUES .....eeiiiiiiiee ittt ettt ettt ettt e e ekt e e ek e e e e e abb e e e aa oabeeessasbeeeeaanbeeeeennes 18
10.4.4 Magnetic partiCle tECANIGUES ......cooviiiii e rres eeaaibeeeesanbeeeeaanes 18
10.4.5 Penetrant tECANMIQUES .......coiuuiiiiiiiie ettt ettt e et e e e et e e e st b et e e abb e e e e anbbe aabeeeesasbeeeeaanneeeeannes 18
10.5  Qualification of non-destructive testing PersoNNel ...........ccoviiiiiiiii s e 18
10.6  Visual examination Of WEIAS ...........eeiiiiiiiiiiii e e e e e e s reees abeeeeeeeeeaanenrees 18
10.7  ACCEPLANCE LESE CIILEITA ..eeieiitiee e ittt ettt ettt e e e bt e e e sab et e e e tb e e s abbee beeeesasbeeesaasreeesannes 19
10.8  Pressuretest..........z i clg S A L A L L L L L e s 19
0N T O o T- Vo | 2 SRR 19
11 External corrosion protection and finisShing. ... de . el e 19
5 R O e (=T ¢ o = o £ (=Tox 1 o] o SRR 19
11.2  Finishing Operations............eeeveeeeiiiiinne s S S be e 22 2000 Pt eeeeeesesnntnneeeeesessssntnnnreaeeaaass eesesssnsseseesesssnnsnsenes 19
12 MATKING ..veeeeeee e e, 19
13 Records and dOCUMENTALION .........ooiiiiiiiii ettt e e e e e e s e e e e e e s antaee eeessnbeeeeaeeens 19
13.1  Documentation obtained by the ManUfaCIUrer............ooo i e 19
13.2  Records prepared by the ManUFACIUIET ..........ooiiiiii i reeeeaaees 19
13.3  Retention and SUPPIY OF DOCUMENTS.......cceiiiiiiieiiiie ettt e s aeeaabeeesannnes 20
Annex A (normative) Guidance on selection of material gratdes ..o 21
Annex B (normative) Reference temperatures fOr deSIgN ........uuiieiiiiiieiiiiie et 22
B.1 1] (oo (U T i o] o I PR PR 22
B.2 1= o1 | P UOPPRPTRPR 22
B.3 (DY (o] o T=To I o (=TT U (SRS 22
B.4 1T T USRS 22
Annex C (informative) Alternative reference temperatures for design........ccoccvveeiiiii i 23
Ccl1 T o o [N T i o] o PR UPPTRPR 23
C.2 (1= o= - | PR 23
C3 DEVEIOPEU PIESSUIE. .. itiiee ittt ettt ettt e ettt e e et bt e e e ekttt e e e ek b et e e e sk b et e e s ek b et e e e ahbe e e e s asbeeeeaas  oabeeeessnbeeeessbneeenns 23
C4 ]| T Lo RO OO PP PP PP OPPPPPORPPPTN 23
ANNEX D (NOIMMALIVE) DESIGN «..eeteiiiiiee ittt e ettt e e e e e ettt e e e e e s e s be et et e e e e e sanab e beeeeaaeeesnsbeeeeeaeeesasnnsbsseees beeeeeaenns 24
D.1 DIESITN SIIESSES ....tiiieiiiteiee ettt ettt ettt ettt e e e ekt e e e e e sk bt e e e ek b et e e ok be e e e ek b et e e ek be e e e ek be e e e aabe  feesbeeeeeaabreeesarneeenn 24
D.2 (DL (o W o (=21 £SO PP PP PP OPPPPPUTPPPPN 24
D.2.1 Rigid single tankers and SEMI-trAIlErS..........ccoiiiiiiiiiiee e e e s eereeeeeaarn——— 24
D.2.2 Tanker plus full trailer COMDINALIONS........c.cciiiiiiiieiie e e e e eeeeeeessansenreees 24
D.3 [Ty T T o] 1 411 U= SR 24
[ 20C 700 M @41, 10 To [ g Tor= 1 IEY a =1 | Iwr=1 o] =1 i oo SRR 24
D 2R 0 I 11 =T =0T £ PP PRR 25
D.3.3  Conical Shell CAICUIALIONS ........ciiiiiiiii ittt e e sbae e e aaee beeessnsteeessseeeesannnes 28
D.4 N[ y274 Lot g1 (o] o =T o 1= o | SO TR 32
D.5 Nozzle reinforcement by pads OF flANGES........cuuiiiiiiiii e eereeeeaas 34
D.6 Nozzle reinforcement DY BranChes .........oooiiiii e rees eeeeneee e 34

Annex E (informative) EXample Of JOINES.......oouiiiiiiiiiicii et s 39



Page 4
EN 12493:2001

F.1 B 1= T 0] TP PO PPPP TR PPRTPPPPN 43
F.1.1  EXIEINAI QIBIMEIEN ... oottt ettt e e e e e ekttt e e e e e e s s b bbb et e e e e e aaains ebeeeeeeessaansbnnneeaeeesaane 43
F.1.2  OUL Of FOUNONESS ...ttt ettt e e e ettt et e e e e e s e bbbt e e eeeesaaaabbbene  beeeeeeesssansbnnneeeeessaanne 43
F.1.3  Deviation Of StraigNtNeSS ........cooviiiiiiiicieee ettt raees taeeeeeeeeteeaaaaaaaaaaaaas 43
T O S [ €= To U] = Vg1 =TSN T o 0 1] PSSR RPRPP 43
F.2 (DY T=To I =T oo I o] [T =T g [o! T PO PP PPPRT TP 44
F.2.1  ThiCKNESS Of MALETIAL .......uuuuiiiiiiiiiiii bbb e abae e babababaaaaaesbasabsbarars seeeeeseseseseseseseseseeeees 44
F.2.2  PrOfile 44
F.3 ASSEMDIY TOIEIANCES ...ttt ettt e st e s bbbt e e st e e e s eanabeeeesanneeeeaanneeas 45
F.3.1  Middle lIN€ @ligNMENT .......eiiiiiiieiee ettt ettt e e st b e e e st b e e e e abbe e e s tesbeeeessnbeeeesabeeeanns 45
F.3.2  SUIMACE @lIgNMENT ..ottt ettt e e et bt e e st b et e e s ek b et e e s abbrees  feeesbbeeesanbeeeesabneeenns 45
F.4 Attachments, N0ZzIeS and fItlINGS........oi e e e e e s eeeeaeeeaanneneeees 46
F.5 (@Y 7T - | N 1= Vo |1 USRS 46
ANNEX G (NOrMAative) HEAE trEAIMENT........co i ittt e e e s et e et e e e s s s bbb e e et e e e e e aanbns eereees 47
G.1 Method of post-weld heat treatMENT ............uuviiiie e e e e e e e s aaeeesaianreens 47
G.2 TEMPEIALUIE CONIION ...eiiiiiii ittt e e e e e e e e e e s et e e e e e e s s aatbeeeeaeessanstataeeeaaeaes  eeeeeeesssssssssnneenens 47
G.3 =T a0 01T (0T = N 1o RSP a7
G4 T EMPErature MEASUIMEIMENT.....iiiiiiiiiiie ettt e e et e e e e e e et ab e e e e et e ee b reeeaeeeasbabanaeeetanes  bbanseeesesesssenen 47
Annex H (informative) Typical method for measurement of shell peaking ... 48

H.1 PrOTIE QAUGE ... ettt e st e e e b b e e e e b et e e an £eeabbeeeeaare e e e e e e anres 48
H.2 PEAKING SUINVEY ...ttt ettt e ket e ookt e ookt e e ek b e e e e ek b et e e ek be e e e e Saabbeeesabbeeeeanbeeeeannres 48
Annex | (normative) Welding imperfections and teSt SPECIMENS .......ooueiiiiiiiiii i 51

1.1 ] oT=T0 {=Tox 1 o] o < PP ETRRS 51
1.2 TESE SPECIMENS .o e ee e e e g £oHE + o+ 8T+ 4+ + 48 0 E ¢ 3 T8 8 + 5 F R R RS 55 4441 m s bee msbeeeeaaaeeseannnbnneeaaenns 54
Annex J (informative) Choice of non-destructive test methods for welds.............cccveeeee e, 55

J.1l Internal iImperfections .........oeveeee ol R R T G e B E e rrrrree e e s s snnrrarreee e 55
J.2 Y0 = Tod T 0] 01T o (=T 1 o 1 TR 55
Annex K (normative) Hydraulic pressure test...... 0 6l i 2d0a 200 ue e ieeirieeeeeeesssitveeeeeeeesssssneennseeeessnnssnsneeeeeeans 56
K.1 Temporary fittings ...tnssdstancards: iehaentakolsiamdard sy ot d SeHuos b ad JdDaddil5a B 5T Garrrrs  rrreeereisssirnreeesssnsnnns 56
K.2 Pressure gauges ......coovvvveevveennneee e 586083k 23 faia i crmme LA e tneeeeeeeeesansnseeseanesss  teeesersrnnnnneeeaereenrinn, 56
K.3 PrESSUIISING GENT. ... .eeii ittt et e e skt e e ek b et e e st be e e e s abbe e e e sabbree s eesbeeeessbeeeesabneeenaes 56
K.4 AVOoIdanNCe OFf SNOCK ... 56
K.5 APPIEU PIESSUIE.....eeeeee ettt e bttt e e ekt e e e et et e e e et et e e e abe e e e aabe oasbeeeeaasbeeesaanbeeeeanres 56
ANNEX L (NOrMativVe) NAME PIALE .....ueiiiiiiieiiiee et e e ettt et e e e e e s a bt e e e e e e s s e aanbbeeeeeaeeesansnnbees aereees 57

(=71 o] [ToTe [ £=To] o)V TP PP PO PP PP OPPPPPOUPPP 59



Page 5
EN 12493:2001

Foreword

This European Standard has been prepared by Technical Committee CEN/TC 286 "Liquefied petroleum gas
equipment and accessories”, the secretariat of which is held by NSAL.

This European Standard shall be given the status of a national standard, either by publication of an identical text or
by endorsement, at the latest by December 2001, and conflicting national standards shall be withdrawn at the latest
by December 2001.

This European Standard has been prepared under a mandate given to CEN by the European Commission and the
European Free Trade Association and supports the framework Directives on the Transport of Dangerous Goods.

This European Standard has been submitted for reference into the technical annexes of the European Agreement
concerning the international carriage of dangerous goods by road (ADR).

The standards listed in the normative references and covering the basic requirements of the ADR not addressed
within the present standard are normative only if the standards themselves are referred to in the technical annexes
of ADR.

The annexes A, B, D, F, G, |, Kand L are normative.

The annexes C, E, H and J are informative.

According to the CEN/CENELEC; Internal JRegulations;, the national \standards; organizations of the following
countries are bound to implement this-European ‘Standard:-Austria, Belgium,“Czech Republic, Denmark, Finland,

France, Germany, Greece, Iceland, Ireland,, ltaly; Luxembaourg,sNetherlands, Norway, Portugal, Spain, Sweden,
Switzerland and the United Kingdom.

Introduction

This European Standard calls for the use of substances and procedures that may be injurious to health if adequate
precautions are not taken. It refers only to technical suitability and does not absolve the user from legal obligations
relating to health and safety at any stage.

It has been assumed in the drafting of this European Standard that execution of its provisions is entrusted to
appropriately qualified and experienced people.

1 Scope

This European Standard specifies minimum requirements for materials, design, construction and workmanship
procedures, and tests for welded LPG road tanker tanks and their welded attachments manufactured from carbon,
carbon/manganese and micro alloy steels.

There is no upper size limit as this is determined by the gross vehicle weight limitation.

This standard does not cover tanks for ISO type containers.
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2 Normative references

This European Standard incorporates by dated or undated reference, provisions from other publications. These
normative references are cited at the appropriate places in the text and the publications are listed hereafter. For
dated references, subsequent amendments to or revisions of any of these publications apply to this European
Standard only when incorporated in it by amendment or revision. For undated references the latest edition of the
publication referred to applies (including amendments).

EN 287-1, Approval and testing of welders — Fusion welding — Part 1: Steels.

EN 288-2, Specification and approval of welding procedures for metallic materials — Part 2: Welding procedure
specification for arc welding.

EN 288-3, Specification and approval of welding procedures for metallic materials — Part 3: Welding procedure
tests for the arc welding of steels.

EN 444, Non-destructive testing — General principles for radiographic examination of metallic materials by X- and
gamma rays.

EN 462-1, Non-destructive testing — Image quality of radiographs — Part 1: Image quality indicators (wire type) —
Determination of image quality value.

EN 462-2, Non-destructive testing-— Image-qualityyof radiegraphs — Patt 2:yimage quality indicators (step/hole
type) — Determination of image quality value.

EN 473, Qualification and certification of NDT personniel—"General principles.
EN 571-1, Non-destructive testing — Penetrant testing =~ Paftt’1:(General principles.

EN 729-2, Quality requirements for welding:=+<(Eusion «welding/of-meétallic materials — Part 2: Comprehensive
quality requirements.

EN 837-2, Pressure gauges — Part 2: Selection and installation recommendations for pressure gauges.

EN 875, Destructive tests on welds in metallic materials — Impact tests — Test specimen location notch orientation
and examination.

EN 876, Destructive tests on welds in metallic materials — Longitudinal tensile test on weld metal in fusion welded
joints.

EN 895, Destructive tests on welds in metallic materials — Transverse tensile test.

EN 910, Destructive tests on welds in metallic materials — Bend tests.

EN 970, Non-destructive examination of fusion welds — Visual examination.

EN 1290, Non-destructive examination of welds — Magnetic particle examination of welds.

EN 1321, Destructive tests on welds in metallic materials — Macroscopic and microscopic examination of welds.

EN 1418, Welding personnel — Approval testing of operators for fusion welding and resistance weld setters for fully
mechanized and automatic welding of metallic materials.

EN 1435, Non-destructive examination of welds — Radiographic examination of welded joints.
EN 1714, Non-destructive examination of welds — Ultrasonic examination of welded joints.
EN 10002-1, Metallic materials- Tensile testing Part 1: Method of test.

EN 10025, Hot-rolled products of non-alloyed structural steels — Technical delivery conditions.
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EN 10028, Flat products made of steels for pressure purposes : (all parts).

EN 10045-1, Metallic materials — Charpy impact test — Part 1: Test method.

EN 10204, Metallic products — Types of inspection documents.

EN 12252, Equipping of Liquified Petroleum Gas (LPG) road tankers.

prEN 13445-2, Unfired pressure vessels — Part 2: Materials.

prEN 13445-3, Unfired pressure vessels — Part 3: Design.

EN 25817:1997, Arc-welded joints in steel — Guidance on quality levels for inspections (ISO 5817:1992).

EN I1SO 6520-1:1998, Welding and allied processes - Classification of geometric imperfections in metallic materials
— Part 1: Fusion welding (ISO 6520-1:1998).

prEN ISO 6520-2:1999, Welding and allied processes - Classification of geometric imperfections in metallic
materials — Part 2: Welding with pressure (ISO/FDIS 6520-2:1999).

3 Terms and definitions
For the purposes of this European Standard, the following terms and definitions apply:

3.1

yield strength

upper yield stress Ry or, for steels thatdo/not.exhibit a definite yield. (non-proportional elongation), the 0,2 % proof
stress

3.2

cold forming

forming at temperatures not less than 25*Ctbelow thes'maximum’permissible temperature for stress relieving, in
accordance with the applicable material specifications

3.3
hot forming
forming at temperatures above the temperature for stress relieving as stated in the material specifications

34

sun shield

shield covering not less than the upper third but not more than the upper half of the shell surface, separated from
the shell by an air gap of at least 40 mm

35

tank

assembly of the shell (the pressure-retaining enclosure including the openings and their closures) and non-
pressure-retaining parts welded directly to the shell

3.6
competent authority
authority designated as such in each country its government

3.7
notified/designated body
testing and certifying body approved by a competent authority

3.8
competent person
person who, by qualifications, training, experience and resources, is able to make objective judgements
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4 Materials

4.1 Suitability

Unless otherwise specified by the design documents, the design temperature range shall be — 20 °C to + 50 °C.
The materials of construction shall be suitable for operating within the envisaged temperature range. If the tank
could be subjected to more severe ambient or product temperatures, the design temperature range shall be
—40°Cto+ 50 °C.

Guidance on selection of material grades is given in annex A.

If additional impact testing is required, it shall be carried out in accordance with EN 10045-1 to achieve the impact
values specified in 10.2.5.4.

4.2 Pressure retaining parts

Pressure-retaining materials shall be of appropriate steels conforming to EN 10028 or shall conform to
specifications agreed with the competent authority. All materials shall conform to 10.2.5.4 and the ratio of the
specified yield strength (Ren) to minimum tensile strength (R,,) shall not exceed 0,85 (i.e. Ren/Rn < 0,85). The

percentage elongation at fracture shall be not less than 10 000 divided by the actual tensile strength in N/mm?, and
in any case shall be not less than 16 % for fine grained steels and not less than 20 % for other steels.

4.3 Non-pressure retaining parts
Non-pressure retaining parts that-are directly ,welded to pressure, retaining partsyshall be of suitable materials
conforming to EN 10025 or materials with-characteristics ‘approved by ‘a‘competent’authority. All materials used for

non-pressure retaining parts shall be compatible with the material of pressure retaining parts, and shall conform to
the impact requirements of 10.2.5.4, tested in“accordance ‘with the-method specified in EN 10045-1.

4.4 Welding consumables

Welding consumables shall be able to provide' consistent welds with properties at least equal to those specified for
the parent materials in the finished tank.

4.5 Non-metallic materials (gaskets)

Non-metallic materials (gaskets) shall be compatible with both phases of LPG over the range of pressures and
temperatures for which the tanker is designed (see 4.1 and annexes B and C).

4.6 Certification of materials
Pressure retaining parts and non-pressure retaining parts directly welded to the tank shall be provided with the

material manufacturers’ certificates conforming to EN 10204 certificate type 3.1B. Other parts shall have certificates
conforming to EN 10204 certificate type 2.2.

5 Tank design

5.1 Design conditions
Reference temperatures shall conform to annex B.
Design calculations shall be carried out in accordance with annex D.

Account shall be taken of the fatigue loading on all component parts of the tank and its attachments by conducting
an assessment or through proven operating experience.
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5.2 Surge plates

To reduce the dynamic loadings of the liquid content due to accelerations of the vehicle, tanks longer than 4 m
shall be fitted with transverse surge plates at a maximum spacing of 4 m, and shall be designed to permit full
internal inspection of the tank. The area of each plate shall be at least 70 % of the cross-sectional area of the tank
in which the plates are fitted.

Surge plates shall be able to withstand the load imposed by a full capacity liquid content of the section between the
plates in either direction. Surge plates shall be at least 2 mm thick.

Provision shall be made for communication and drainage between sections.
For tanks over 1,8 m diameter, having a wall thickness less than 6 mm and for tanks up to 1,8 m diameter, having a

wall thickness less than 5 mm, the surge plates shall have the same thickness as the shell and the volume between
any two plates shall not exceed 7 500 litres.

5.3 Doubler plates

To reduce stress concentration on the tank, load-carrying attachments shall incorporate a doubler plate between
the attachment and the tank.

Non-circular doubler plates shall be designed with as generous as practicable corner radii, with a minimum of
25 mm to reduce stress concentrations.

If doubler plates are provided with test sockets they shall be closed with threaded plugs after testing.

5.4 Stresses due to motion

Tanks and their permanent attachments shall be able to absorb, under maximum permissible load, forces exerted
by the design pressure, and the following dynamic forces;

— in the direction of travel: twice the total mass, times gravity;
— atright-angles to the direction of travel: the total mass times gravity;
— vertically upwards: the total mass times gravity;
— vertically downwards: twice the total mass times gravity.
Under the forces defined above, the stresses in the tank and its fastenings shall not exceed the following:
a) general membrane stress in the shell, remote from the supports:
— the normal design stress as defined in D.1;
b) stresses local to the supports, determined either by experimental analysis or calculation/special analysis:

— the limits specified in prEN 13445-3.

5.5 Self-supporting tanks

Self-supporting tanks shall be designed to carry bending stresses that would otherwise be carried by the chassis or
frame.

5.6 Vacuum conditions

Tanks shall be designed to withstand vacuum conditions generated by the product during operation or other
operational conditions, but as a minimum, this shall be equivalent to an external pressure of at least 40 kPa
(0,4 bar) gauge pressure.
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NOTE 1 Some liquefied petroleum gases have vapour pressures below atmospheric pressure at temperatures that could
occur during normal operations in winter, and this could create partial vacuum conditions within the carrying tank.

NOTE 2  Suitable design methods may be applied from prEN 13445-3.

5.7 Tank mountings

5.7.1 Mounting structures shall be fabricated in steel and designed to limit movement of the tank in relation to the
chassis.

5.7.2 Tank mountings and their method of attachment to the shell shall be of sufficient strength to support the
tank when full of water.

5.7.3 The design of the tank mountings shall be co-ordinated with the design of the vehicle chassis. The
designer shall assess the effect of the tank and its mountings, including the additional loadings given in 5.4.

NOTE The chassis manufacturer should be notified at the tank design stage that the tank, while on the chassis, could be
subjected to a hydraulic test, during which the tank can contain twice the normal weight of carrying capacity.

5.7.4 Tank mountings designed as an integral attachment to the shell shall be fitted with doubler plates as
specified in 5.3. Stitch welding shall not be used.

5.8 Internal pipework

The mechanical strength of internal pipework and supports shall be sufficient to withstand the service conditions,
including dynamic load.

NOTE Internal pipework may be attached directly.to a tank boss.

Pipework shall be located so as to avoid inadvertent entry of liquid LPG from the liquid inlet line into other pipework
terminating in the vapour space.

6 Openings
6.1 General

For the equipping of LPG road tankers, see EN 12252.

Valves and other accessories shall be protected against damage by external impact either by their positioning on
the tank, when mounted on the vehicle, or by specific tank design. Provision in tank design shall be either by
mounting and fitting valves and other accessories in a recess within the contour of the tank shell or end, or by use
of a guard able to withstand a collision with another vehicle and the forces experienced in a tank roll-over.

6.2 Reinforcement of openings

Openings shall be reinforced and designed in accordance with D.4.

6.3 Threaded connections

The maximum nominal diameter of threaded connections shall be 80 mm.

6.4 Manhole
Tanks over 1,5 m diameter shall be fitted with a manhole either:
— atleast 500 mm in diameter; or

— atleast 420 mm in diameter, if acceptable to the notified/designated body.

NOTE Smaller tanks may be fitted with inspection openings instead of a manhole, with dimensions conforming to EN 286-1.
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Manholes shall be of forged construction, machined from plate, or fabricated from pipe and standard flanges of the
appropriate temperature and pressure rating. If plate is used for pad type manholes, it shall be ultrasonically tested
for lamellar defects.

The manhole shall be positioned for ease of access.

7 Non-pressure retaining parts

7.1 Attachment welds

Attachment welds shall be continuous.

7.2 Position of attachment welds
Attachments shall be designed not to trap water and to permit inspection of the weld. Wherever possible,

attachment welds shall be clear of vessel welds (longitudinal, circumferential and opening welds), by a minimum
distance of 40 mm. Where this is not possible, attachment welds shall fully cross the main welds.

8 Workmanship and construction

8.1 General

Road tanker tanks shall be manufactured, in/ accordance with/drawings+and/ specifications approved by a
notified/designated body.

The manufacturer shall be responsible for the competence, training and supervision of their staff.

The manufacturer shall ensure, taking into account any. instructions from the material supplier, that the materials of
the finished tank conform to'this European Standard.

The manufacturer shall have defined procedures for manufacturing operations, including processes such as
forming, welding and heat treatment.

8.2 Control of materials

The manufacturer of the tank shall maintain a system of identification for the material used in the fabrication so that
all material for pressure-retaining parts and non-pressure-retaining parts directly welded to pressure-retaining parts
in the completed work can be traced to origin. The system shall incorporate appropriate procedures for verifying the
identity of material received from the supplier.

Verifying procedures shall be based on the material manufacturers’ certificates and/or acceptance tests. The
system shall ensure that before cutting and forming parts of the tank, the original identification mark of the material
is transferred to any parts of the tank that could be without markings after the process. The manufacturer shall
ensure that the material conforms to the design and/or drawings specification.

In laying out and cutting the material:
— the material identification mark shall be clearly visible when the pressure part is complete; or

— the manufacturer shall operate a documented system that ensures material traceability for all materials in the
completed tanks.

If the material identification mark is unavoidably cut out during manufacture of a pressure part, it shall be
transferred by the pressure part manufacturer to another part of the component. Transfer of the mark shall be
carried out by a person designated by the manufacturer.

When identification on materials is transferred, the method of marking shall not have any detrimental effect on the
specified material properties.
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Details of welding consumables shall be retained.

8.3 Acceptable weld details

8.3.1 The manufacturer, in selecting an appropriate weld detail, shall consider:
— the method of manufacture;

— the service conditions;

— the ability to carry out necessary non-destructive testing.

NOTE 1l Recommended weld details are given in EN 1708-1.

The root faces of welding preparations shall be aligned within the tolerances given in the welding procedure
specification.

NOTE 2  Examples of typical welded joints used on the tank are given in annex E.

8.3.2 If a tank is made from more than one shell strake, the longitudinal weld of adjacent strakes shall be
staggered by at least 100 mm between weld edges.

8.3.3  Where the tank diameter is less than 1,5 m and no internal access is provided, joggle joints are permitted
for end to shell joints. Only dished ends shall be joggled.

Joggles shall be sufficiently clearof the knuckleradiusytoiensure thatitheredgerof theicircumferential weld is at least
12 mm clear of the knuckle.

NOTE A typical joggle joint detail is shown.in Figure E.2.
8.4 Heat treatment and forming

8.4.1 Cold forming
Heat treatment of cold formed cylindrical shells is not required.

Cold formed dished ends shall be heat treated unless the manufacturer can demonstrate that the properties of the
finished products conform to the original design.

Cold formed dished ends that have not been heat treated shall not be welded or heated locally in the knuckle area
to temperatures above 550 °C without subsequent heat treatment.

8.4.2 Hot forming

For normalised steels, because of the danger of excessive grain growth, the workpiece temperature during hot
forming shall not exceed 1 050 °C. Before the final stage of hot forming, or if hot forming is performed only once,
the workpiece shall not be heated above 980 °C.

NOTE The duration of hot forming should be kept to a minimum to avoid grain growth.

If no subsequent heat treatment is applied, hot forming shall be completed above 750 °C, or above 700 °C if the
degree of forming in the final stage does not exceed 5 %.

Cooling shall be carried out in still air.

If hot forming is carried out in conditions other than those specified in this subclause, normalising as specified by
the steel manufacturer or supplier shall be carried out after hot forming.

A competent person shall specify the heat treatment procedure to ensure that the properties of the finished product
conform to the original design.
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8.4.3 Testing of formed parts

For cold-formed parts not subject to heat treatment, no mechanical tests are required in respect of the forming
operation.

All other formed parts shall have tests carried out after the last forming operation or any heat treatment to
demonstrate conformity to the material specification. Test pieces shall be taken from an excess length or a
redundant piece of the formed part, or from a separate test piece formed to same procedure. The test pieces shall
consist of one tensile and three impact specimens.
In the case of formed ends, the test pieces shall be taken from sample ends selected as follows :
— from initial production: 1 from 10 of each family; and
— from production formed ends: 1 formed part in 1 000 production units, but not less than one per 2 years.
Ends with the following characteristics are considered to be a family of ends:

— same material specification;

— same forming process;

— same heat treatment;

— geometrical similarity to £ 10 %.

8.4.4 Visual examination and control of dimensions
Bought-in formed parts that require acceptance certificates conforming to EN 10204 shall be submitted by the tank

manufacturer to visual examination and dimensional check in the delivery condition, and the results shall be
included in the tank acceptance certificate.

8.4.5 Marking

Formed parts of pressure tanks shall be marked so that the material and the manufacturer of the part can be
identified as specified in 8.2. For batch testing the relationship to the batch shall be evident.

8.5 Welding

8.5.1 General

Welding of the joints of the component parts of a tank shall conform to EN 729-2 and shall only be carried out if all
the following apply:

— awelding procedure specification is compiled by the manufacturer;

— the welding procedures selected by the manufacturer are qualified for the field of application. If the design is
based on material specifications agreed by a competent authority, the welding procedure shall be qualified
using material with the higher properties;

— the welders and welding operators are qualified for the work and their approval is valid (see 8.5.5);

— the quality level of welded joints is quality level B of EN 25817:1992, except as modified in annex F, for shell

longitudinal and circumferential welds or if the design specification or drawing has more stringent
requirements.

8.5.2 Longitudinal welds

There shall be not more than one longitudinal weld on any strake. Longitudinal welds shall be full penetration butt
welds.
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