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§178.338-16 Inspection and testing.

(a) General. The material of construc-
tion of a tank and its appurtenances
must be inspected for conformance to
the ASME Code. The tank must be sub-
jected to either a hydrostatic or pneu-
matic test. The test pressure must be
one and one-half times the sum of the
design pressure, plus static head of lad-
ing, plus 14.7 psi if subjected to exter-
nal vacuum, except that for tanks con-
structed in accordance with Part UHT
of the ASME Code the test pressure
must be twice the design pressure.

(b) Additional requirements for pneu-
matic test. A pneumatic test may be
used in place of the hydrostatic test.
Due regard for protection of all per-
sonnel should be taken because of the
potential hazard involved in a pneu-
matic test. The pneumatic test pres-
sure in the tank must be reached by
gradually increasing the pressure to
one-half of the test pressure. There-
after, the test pressure must be in-
creased in steps of approximately one-
tenth of the test pressure until the re-
quired test pressure has been reached.
Then the pressure must be reduced to a
value equal to four-fifths of the test
pressure and held for a sufficient time
to permit inspection of the cargo tank
for leaks.

(c) Weld inspection. All tank shell or
head welds subject to pressure shall be
radiographed in accordance with the
ASME Code. A tank which has been
subjected to inspection by the mag-
netic particle method, the liquid pene-
trant method, or any method involving
a material deposit on the interior tank
surface, must be cleaned to remove any
such residue by scrubbing or equally ef-
fective means, and all such residue and
cleaning solution must be removed
from the tank prior to final closure of
the tank.

(d) Defect repair. All cracks and other
defects must be repaired as prescribed
by the ASME Code. The welder and the
welding procedure must be qualified in
accordance with the ASME Code. After
repair, the tank must again be
postweld heat-treated, if such heat
treatment was previously performed,
and the repaired areas must be re-
tested.

(e) Verification must be made of the
interior cleanliness of a tank con-
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structed for oxygen service by means
that assure that all contaminants that
are likely to react with the lading have
been removed as required by §178.338-
15.

[Amdt. 178-77, 48 FR 27706, June 16, 1983, as
amended at 49 FR 24317, June 12, 1984; 49 FR
421736, Oct. 24, 1984]
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(a) Liquid pumps and gas compressors,
if used, must be of suitable design, ade-
quately protected against breakage by
collision, and kept in good condition.
They may be driven by motor vehicle
power take-off or other mechanical,
electrical, or hydraulic means. Unless
they are of the centrifugal type, they
shall be equipped with suitable pres-
sure actuated by-pass valves permit-
ting flow from discharge to suction to
the tank.

(b) A valve or fitting made of alu-
minum with internal rubbing or abrad-
ing aluminum parts that may come in
contact with oxygen, cryogenic liquid,
may not be installed on any cargo tank
used to transport oxygen, cryogenic
liquid, unless the parts are anodized in
accordance with ASTM Standard B 580
(incorporated by reference, see §171.7 of
this subchapter).

[Amdt. 178-89, 54 FR 25020, June 12, 1989, as

amended at 55 FR 37058, Sept. 7, 1990; 67 FR
61016, Sept. 27, 2002]

Pumps and compressors.

§178.338-18 Marking.

(a) Nameplate. Each tank built after
July 1, 1985 shall have a corrosion re-
sistant metal plate permanently af-
fixed by brazing or welding around its
perimeter, on the left side (on the right
side prior to July 1, 1985) near the
front. If this nameplate is attached by
welding, it must be welded before the
tank is postweld heat-treated. The
nameplate must be plainly marked by
stamping, embossing, or other means
of forming letters into the metal of the
plate, in characters at least 3s-inches
high. The following information, in ad-
dition to that required by the ASME
Code, must be included (parenthetical
abbreviations may be used):

(1) DOT Specification number MC-338
(DOT MC-338);

(2) Material
(Mat. Spec. No.);

specification number

899



