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Fitness-For-Service





Fitness-For-Service

Risk Based Inspection

Design and Construction of Large, Welded, Low-pressure Storage Tanks

Welded Tanks for Oil Storage

Cathodic Protection of Aboveground Storage Tanks

Lining of Aboveground Petroleum Storage Tank Bottoms

Venting Atmospheric and Low-pressure Storage Tanks: Nonrefrigerated and Refrigerated

Protection Against Ignitions Arising Out of Static, Lightning, and Stray Currents

Safe Welding, Cutting, and Hot Work Practices in the Petroleum and 
Petrochemical Industries

Requirements for Safe Entry and Cleaning of Petroleum Storage Tanks

Safe Hot Tapping Practices in the Petroleum and Petrochemical Industries 

Preparing Tank Bottoms for Hot Work

Guidelines for Safe Work in Inert Confined Spaces in the Petroleum and Petrochemical Industries

Boiler and Pressure Vessel Code (BPVC) Section V: Nondestructive Examination

BPVC Section VIII: Pressure Vessels; Division 2: Alternative Rules

BPVC Section IX: Welding and Brazing Qualifications

Personnel Qualification and Certification in Nondestructive Testing

Standard Specification for General Requirements for Rolled Structural Steel Bars, Plates, Shapes, and 
Sheet Piling

Standard Specification for General Requirements for Steel Plates for Pressure Vessels

 Standard Specification for Carbon Structural Steel



Standard Test Methods and Definitions for Mechanical Testing of Steel Products

Standard Specification for Structural Steel Shapes

Structural Welding Code—Steel

Structural Welding Code—Stainless Steel

Design, Fabrication, and Inspection of Tanks for the Storage of Petroleum Refining
Alkylation Unit Spent Sulfuric Acid at Ambient Temperatures
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tank diameter D

a b c d e

An area of
corrosion

Key

Procedure

a – e are inspection planes
selected by inspector.

t2 is the least min. thickness
in entire area, exclusive
of pits.

1) Determine t2.
2) Calculate L = 3.7    Dt2, but not more than 40 in.
3) Locate  L  to get minimum tavg, which is t1.

Profile along Plane c , the
plane having the lowest
average thickness, t1.

SECTION A-A
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Step 4

Step 5

Step 6

Step 7

Step 8
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NOTE   For unheated tanks, the shell metal temperature shall equal the design 
metal temperature as defined in API 650, Section 3.4. The original nominal 
thickness for the thickest tank shell plate shall be used for the assessment.

Safe for use

Safe for use

Additional assessment required

 



Step 9

Step 10

Step 11

















prior to returning the tank to service

after the tank is returned to service

at the next scheduled internal inspection

monitor condition for continued deterioration
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A

V

V

V

R

V

A

Note 2

R

R

R
B

H

H
B Weld joint

(annular or
bottom plates)

C
* See Note 3

Existing welds

Existing
welds

Greater of
R or H

Bottom plate

R
B
H
V
A

6 in.
6 in.
3 in.
6 in.

12 in.

Dimension t t 

Greater of 6 in. or 6t
t
t
t

Greater of 12 in. or 12t

Minimum Weld Spacing Between
Edges (Toes) of Welds for Thickness
of Replacement Shell Plate, t, (inches)

NOTE 2   Prior to welding new vertical joints, cut existing horizontal weld for a minimum of 12 in. beyond the new 
vertical   joints. Weld the horizontal joint last.

NOTE 3   Prior to welding new vertical joints, cut existing shell-to-bottom weld for a minimum of 12 in. beyond the 
t. Weld 

the shell-to-bottom weld last.

Greater of 3 in. tC

* * *

See



t

 



Seal rivets
and rivet
seams

Greater of R or H See Note 4

See
Note 4

See Note 4

12 in. minimum (see Note 5)
3 in. or 5t minimum (see Note 5)

See
Note 4

R
V

Plug weld rivet
holes (see Note 6)

NOTES:
1. See table in Figure 9.1 for minimum weld spacing and dimensions H, R, and V.
2. When a door sheet crosses the horizontal joint between two courses, a replacement door sheet assembly shall be 

constructed of two separate plates. The upper door sheet thickness shall be the same as the higher shell course 
thickness. The lower door sheet thickness shall be the same as the lower shell course thickness.

3. Fillet Weld size shall be equal to thickness of thinner of two plates.
4. Rivets and existing lap rivet seams located within 12 in. of a weld may need to be sealed with caulk/coating or 

seal-welded to prevent product seepage.
5. Prior to welding new vertical seam which intersect the bottom plate, cut existing shell-to-bottom weld for a minimum of 

12 in. beyond the new vertical weld seam. The cut shall extend past or stop short of existing bottom plate welds by at 
least 3 in. or 5t. Weld the shell-to-bottom weld last.

6. Plug weld all rivet holes in the shell plate where rivets are removed. Filler weld to full plate thickness and grind flush.
7. Door sheets need not extend to shell-to-bottom weld provided that weld spacing and corner radii are in accordance 

with Figure 9.1.
8.  See 9.2.4.3. Stiffener arrangement may vary from that shown.

See Note 8

Greater of R or H
6 in. minimum

See
Note 3

12 in. minimum (see Note 4)
Greater of 3 in. or 5t (see Note 4)

R
V

Existing weld V
Existing
weld

NOTES:
1. See table in Figure 9.1 for minimum weld spacing and dimensions H, R, and V.
2. When a door sheet crosses the horizontal joint between two courses, a replacement door sheet assembly shall be 

comprised of two separate plates. The upper door sheet thickness shall be the same as the higher shell course 
thickness. The lower door sheet thickness shall be the same as the lower shell course thickness.

3. Fillet Weld size shall be equal to thickness of thinner of two plates.
4. Prior to welding new vertical joints which intersect the bottom plate, cut existing shell-to-bottom weld for a minimum of 

12 in. beyond the new vertical weld joint. The cut shall extend past or stop short of existing bottom plate welds by at 
least 3 in. or 5t. Weld the shell-to-bottom weld last.

5. Door sheets need not extend to shell-to-bottom weld provided that weld spacing and corner radii are in accordance 
with Figure 9.1.

6. See 9.2.4.3. Stiffener arrangement may vary from that shown.

See Note 6

V
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Greater of R or H

12 in. minimum (see Note 3)
Greater of 3 in. or 5t (see Note 3)

H

V

Door sheet seam

R

V
Existing
weld

NOTES:
1. See table in Figure 9.1 for minimum weld spacing and dimensions H, R, and V.
2. Detail shown for door sheet that utilizes removed section of tank shell. If new material is utilized, see Figure 9.1 for 

requirements.
3. Prior to welding new vertical weld seam which intersects the bottom plate, cut existing shell-to-bottom weld for a 

minimum of 12 in. beyond the new vertical weld seam. The cut shall extend past or stop short of existing bottom plate 
welds by at least 3 in. or 5t. Weld the shell-to-bottom weld last.

4. Door sheets need not extend to shell-to-bottom weld provided that weld spacing and corner radii are in accordance 
with Figure 9.1.

5. See 9.2.4.3. Stiffener arrangement may vary from that shown.

See Note 5

Greater of R or H Door sheet seams

12 in. minimum (see Note 3)
Greater of 3 in. or 5V (see Note 3)

R

V

Existing weld V

H

See
Note 2See

Note 2 Existing
weld

NOTES:
1. See table in Figure 9.1 for minimum weld spacing and dimensions H, R, and V.
2. Prior to welding new vertical joints, cut the existing horizontal weld for a minimum of 12 in. beyond the new vertical 

weld seam. Weld the horizontal seam last.
3. Prior to welding new vertical joints which intersect the bottom plate, cut the existing shell-to-bottom weld for a minimum 

of 12 in. beyond the new vertical weld joint. The cut shall extend past or stop short of existing bottom plate welds by at 
least 3 in. or 5t. Weld the shell-to-bottom weld last.

4. Door sheets need not extend to shell-to-bottom weld provided that weld spacing and corner radii are in accordance 
with Figure 9.1.

5. See 9.2.4.3. Stiffener arrangement may vary from that shown.

See Note 5





 

T

Tank shell

Repair plate

W 3/16

Trim repair
plate to clear
shell-to-bottom
weld

T

Detail A
For T > existing
shell-to-bottom
weld size

Detail B
For T
shell-to-bottom
weld size

W = lesser of repair plate thickness
or bottom plate thickness.

t
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A

A

A

T or t
(1.5 in. max) Tank

shell

1/4 in. tell tale hole, drill and
tap for 1/8-in. pipe thread

Greater
of

2 in. or 6T

1/16 in.

SECTION A-A

9/16 in.
3/4 in.

15/16 in.
1 1/8 in.
1 5/16 in.
1 9/16 in.
1 3/4 in.

1/4 in.
5/16 in.
3/8 in.

7/16 in.
1/2 in.

9/16 in.
5/8 in.

t and T
(maximum) A

NOTE    All details, dimensions, and weld spacing shall be in accordance
with the requirements of API 650.

T
t



 

A

A

A

B

T
t

T or t
(1.5 in. max) Tank

shell

1/4-in. telltale hole, drill and
tap for 1/8-in. pipe thread

Greater
of

2 in.  or 6T

SECTION A-A

9/16 in.
3/4 in.

15/16 in.
1 1/8 in.
1 5/16 in.
1 9/16 in.
1 3/4 in.

1/4 in.
5/16 in.
3/8 in.

7/16 in.
1/2 in.

9/16 in.
5/8 in.

t and T
(maximum) A

1/4 in.
1/4 in.

5/16 in.
5/16 in.
3/8 in.
3/8 in.
3/8 in.

B

NOTE     All details, dimensions, and weld spacing shall be in accordance
with the requirements of API 650.

1/16 in.

S

H 
 



 

t



 

Filler plate
same thickness
as shell

Old bottom

R—see Figure 9.1
+

+

Spacing per 
Section 5.7.3 
of API 650, 
or as permitted
per 9.11.2.4

New bottom

R—see Figure 9.1

Old bottom Reinforcing plate

Top of
proposed
new bottom

AFTER RAISINGBEFORE RAISING

Cut lines in shell plate

  



Centerline of nozzle

Tank shell

Fillet weld sizes per
API 650, Section 5.1.5.7

Not less than the greater of T/2
or the fillet size determined
from API 650, Section 5.1.5.7

New bottom or
annular plate

Existing tombstone
reinforcing plate

See Note 1

T

t

Existing shell penetration
(existing welds not shown)

NOTE 1 In using this detail, it must be confirmed that the distance from top of 
new bottom to center of nozzle meets API 650, Table 5.6a or Table 5.6b.

NOTE 2 All welds shown shall be individually examined to API 650, Section 
7.2.4.



 

Centerline of nozzle

Tank shell

Full penetration
weldFillet weld sizes per

API 650, Section 5.1.5.7

New bottom or
3/8 in.)

Existing tombstone
reinforcing plate

See Note 1

Existing shell penetration

NOTE 1     In using this detail, it must be confirmed that the distance from top of 
new bottom to center of nozzle meets API 650, Table 5.6a or Table 5.6b.

NOTE 2    All welds shown shall be individually examined to API 650, Section 
7.2.4.



  

NOTE 1 In using this detail, it must be confirmed that the distance from top of new bottom to
center of nozzle meets API 650, Table 5.6a or Table 5.6b and that additionally there is sufficient space 
to provide the minimum H and J spacings.

NOTE 2    All welds shown shall be individually examined to API 650, Section 7.2.4.

Fillet weld sizes per
API 650, Section 5.1.5.7

Telltale

Existing tombstone
reinforcing plate

Reinstalled existing
or new reinforcing plate

Full penetration weld
Tank shell

Existing welds

Centerline of nozzle

   H
(min.)

   J
(min.)

New bottom
or annular plate

See Note 1

Existing shell penetration

Material Thickness
         H
(the larger of)

         J
(the larger of)

Case 1, 2, and 3

Case 1:
Case 2:

Case 3:

t 2 in.1

t 2 in.1

t 2 in.1

t 2 in.1

3 in.

2t
4 in. or 4t
5 in. or 4t

1

3 in.

3 in. or 4tw
3 in. or 4tw
5 in. or 4tw

Case 1—Shell material meets API 650, Seventh Edition or later toughness requirements and opening was PWHT’d.

Case 2—Shell material meets API 650, Seventh Edition or later toughness requirements.

Case 3—Shell material does not meet API 650, Seventh Edition or later toughness requirements.

where tw is the required weld size from API 650, Section 5.1.5.7.
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Flange, Class 150
W.N. or S.O.

Reinforcing plate (T = t )
rolled to outside radius
of tank shell

Pipe nozzle, 
Schd extra strong

See Detail A

t

T

T

Grind out root and
seal weld for
nozzle size NPS 10
and larger

1/4 in.
min

HOT TAP ASSEMBLY

DETAIL A

REINFORCING PLATE DETAIL

(See Note 1)

12 in. min. Do or W

Vertical
weld

Horizontal weld if
reinforcing plate
is in two pieces

Spacing per
API 650, 
Figure 5.6 
Dim B or CHorizontal weld

E
qu

al

E
qu

al

NOTE 1   See 12.1 for NDE requirements.

Greater of
2 in. or 6T

1/4 in. telltale hole,
drill and tap for
1/8-in. pipe
thread



H

G







Shell

B B

C

CBottom
plate

1/2 in. min.

1/2 in. min.

A

A
12 in. min.
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RECONSTRUCTED TO API 653 EDITION

Original Standard

Tank No.

Tank Diam.                   Height

Specific Gravity

Design Pressure

Orig. Const. Date

Year Reconstructed

Liquid Level Max.

Capacity

Max. Operating Temp.

Date Completed

Serial No.

Shell
Course

Allowable
Stress Material

Reconstructed by:



Assessment Nameplate



Assessment Nameplate



CERTIFICATION FOR TANK
RECONSTRUCTED TO API 653

     We hereby certify that the tank reconstructed at ___________________________________________ and described as follows:
Location

Serial No. Owner's No. Height Capacity Floating or Fixed Roof

Reconstruction Organization

Authorized Representative

Date

Reconstruction Organization

Authorized Representative

Date

was reconstructed, inspected, and tested in accordance with all applicable requirements of API Standard 653,

________________ Edition,  ________________ Revision, Dated ________________ (including all material supplied by the 

reconstruction organization).

CERTIFICATION FOR TANK
DESIGNED TO API 653

     We hereby certify that the design evaluation of the tank reconstructed at _______________________________________________ 
     and described as follows: Location

Serial No. Owner's No. Height Capacity Floating or Fixed Roof

was performed by the undersigned organization in accordance with all design requirements of API Standard 653,

________________ Edition,  ________________ Revision, Dated ________________.



All el e  l
t a e an s

el e  an s  l t a e

 All-Welded Oil Storage Tanks Welded Tanks for Oil Storage



 All-Welded Oil Storage Tanks Welded Tanks for Oil Storage
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11

10

9 3

1

7

8

6
5

4

2

Tank shell

Maximum spacing of 32 ft around circumference. 
There must be at least 4 equally spaced diametrical 
measurement lines.

NOTE 1    There must be at least eight settlement points. The maximum spacing 
of the settlement points is 32 ft around the circumference.

NOTE 2    Points shall be equally spaced around the tank shell. See 12.5.2 for
method of determining the number of measurement  points.

Maximum spacing
of 32 ft around
circumference.
There must be at
least 4 equally
spaced diametrical
measurement lines.

Tank shell

Maximum spacing
of 10 ft across
diameter.

0
5 1

24

3 3

42

1 5
0

NOTE   See 12.5.2 for method of determining the number of 
measurement points.



n m settlement

  t lt n   a tan  plana  t lt

U
10

U
11

U
12

U
13

Max. settlement at
(Pt. 11)

Min.
settlement

(Pt. 22)

Plane of rigid tilt
represented by 
optimum cosine curve

Actual edge
settlement

Uniform or minimum settlement

D
at

um
 li

ne
 fo

r a
dj

us
te
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se

ttl
em

en
t

D
at

um
 li

ne
 fo

r n
et

 s
et

tle
m

en
t

N (23) data points, equally (L) spaced apart.

Tank circumference envelope ( D)

1 3 5 7
2 4 6

9
8

11
10

13
12

15
14

17
16

19
18

21
20

23
22 1

Out-of-plane deflection for Point “i” is
Si = Ui

1/2 U + 1/2 Ui  + 1), for example
S11 = U11 

1/2U10 + 1/2U12)

Ui = out-of-plane settlement of Point, “i ”
(+) when above cos. curve;

U11 = (+)
U13



U  

a b c

a b × θ c

a b c

R

S

SSE

R S SSE( )
S



 R

R

U S

S L

Si S

Si 

S U U  U  

S U U U

S
S



 

S i,1

Sarci,1

POINT  16       1   2   3   4   5   6   7   8    9  10  11  12  13  14  15  16

Sunif  has been 
eliminated from all 
measurements

Sj ,1

Sarcj,1

Sk,1

Sarck,1

Si ,2

Sarci,2

    initial 16 measurements
    additional measurements to better define settlement arc and maximum settlement

S i,N is the maximum out -of-plane settlement measured from indicated plane, Nth estimate
Sarci,N is the settlement arc corresponding to S i ,N

 

Si

S j

Sarci

Sarcj

S i is the maximim out-of-plane settlement measured from tilt plane for i th arc
Sarci is the settlement arc corresponding to Si
Sunif  has been eliminated from all measurements

POINT  1       2 ...                                                                                                                       16



B

B B
°

Be
°

Breakover point

Tank
shell

Tank
shell

Original
bottom
position

Original
bottom
position

R

R

Tank bottom

Tank bottom

B

B

R  is the Radius width of settled area
B  is the Settlement

Use straight edge
to determine the
breakover point

Breakover point



B
B B B B
B B

B B

B B

Cone down
bottom

Cone up
bottom

Shell

Original
bottom
position

Settled bottom
position

Shell

Original bottom

Breakover

Settled bottom

B — Measured from original
bottom position

B  — Incorrect!
Measured from level line from
breakover point to shell



R R
B

B

Tank shell

A A

SECTION A-A

R  is the radius of inscribed circle in bulged or depressed area
B  is the settlement or depression depth or height of bulge

R

R R

R

R  2R



Localized depressions
or bulges in tank
bottom plate

RR

B

B

Tank shell

A A

R

R

R

R  is the radius of inscribed circle 
     in bulged or depressed area

B  is the settlement depth 
    or height of bulge

SECTION A-A

S L Y× ×( )
E H×( )[ ]
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BB R

BB

R

nal  e te n al n nee n  s n

15

14

13

12

11

10

9

8

7

6

5

4

3

2

1

0
0 5 10 15 20 25 30 35 40 45

Repairs or a rigorous assessment
should be conducted if the depth
of the observed bulge or
depression is above this line

B

R
R
R R
R

BR R R R

Partial ring-
type depression
or bulge
(at edge only)
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Collect Tank Data for
the Control Tank and the

Candidate Tank

Collect Similar Service
Assessment Using the

Datasheet

Determine if Similar
Service Can be Applied to

the Candidate Tank

Determine the Corrosion
Rates to Apply to the

Candidate Tank

Establish the Next Internal
Inspection Date for
the Candidate Tank

Document the Revised
Internal Inspection Date for

the Candidate Tank

As Additional Inspection Data Becomes
Available, Validate the Corrosion Rate

Established for Candidate Tank

Determine if the Additional Inspection
Data Changes the Inspection Schedule

for the Candidate Tank
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SLBB:YTICAPAC:)TF( THGIEH:)TF( RETEMAID

SECTION 1—TANK BOTTOM (PRODUCT-SIDE) ASSESSMENT

H.1.1 TANK CHARACTERISTICS

a)  YEAR TANK ERECTED
b) BOTTOM MATERIAL
c) CORROSION ALLOWANCE
d) BOTTOM LINING TYPE
e) BOTTOM LINING THICKNESS
f) BOTTOM LINING AGE

H.1.2 CURRENT SERVICE CONDITIONS

a) CURRENT PRODUCT NAME
b) PRODUCT CLASS. (TABLE H.1)
c) SPECIFIC GRAVITY OF PRODUCT
d) NORMAL OPERATING TEMP.
e) WATER BOTTOM?
f) SULFUR CONTENT
g) TIME IN THIS SERVICE
h) PRODUCT CORROSIVITY

H.1.3 PREVIOUS SERVICE CONDITIONS

a) PREVIOUS PRODUCT NAME
b) PRODUCT CLASS. (TABLE H.1)
c) SPECIFIC GRAVITY OF PRODUCT
d) NORMAL OPERATING TEMP.
e) WATER BOTTOM?
f) SULFUR CONTENT
g) TIME IN THIS SERVICE
h) PRODUCT CORROSIVITY

H.1.4 CONCLUSIONS

a) Does this assessment include additional assessment documentation (see H.2.1), YES  or NO

b) Based on the criteria reviewed in this similar service evaluation, 
similar service is   OR is NOT   recommended for this tank (check appropriate box)

c) The corrosion rate to be applied to the product side of the tank bottom is: ___________mpy.

COMMENTS:

NOTE   THE DATASHEET SHALL BE MAINTAINED IN THE RECORD FILE AS PER 6.8.

:ETAD:YB DESSESSA

:ETAD:YB DEVORPPA

NOTE 1    The control tank is the tank for which service conditions and corrosion rates are well known.
NOTE 2    The candidate tank is the tank to be compared to the control tank to determine if similar service concepts apply.
NOTE 3    “Y” or “Yes” indicates that the candidate tank criterion essentially matches the control tank .
NOTE 4    If the candidate tank criterion does not match the control tank criterion, see H.2.1.

(tank owner/operator)

H.2.1.5

MATCH 3

Yes NoControl Tank 1

MATCH 3

NoControl Tank 1 Candidate Tank 2 Yes

Candidate Tank 2

Control Tank 1
MATCH 3

Yes NoCandidate Tank 2

H.2.1.10

IF NO,

H.2.1.10
H.2.1.10

H.2.1.10
H.2.1.10

H.2.1.10
H.2.1.10

H.2.1.10

H.2.1.10
SEE SEC. 4

IF NO,

SIMILAR SERVICE ASSESSMENT—DATASHEET

SEE SEC. 4

SEE SEC. 4
IF NO,

H.2.1.5

H.2.1.1
H.2.1.2
H.2.1.4

H.2.1.5

H.2.1.10

H.2.1.10
H.2.1.10

H.2.1.10
H.2.1.10
H.2.1.10

H.2.1.10



:NOITACOL:DI KNAT LORTNOC

SLBB:YTICAPAC:)TF( THGIEH:)TF( RETEMAID

:NOITACOL:DI KNAT ETADIDNAC

SLBB:YTICAPAC:)TF( THGIEH:)TF( RETEMAID

SECTION 2—TANK BOTTOM (SOIL-SIDE) ASSESSMENT

H.2.1 TANK CHARACTERISTICS

a) YEAR TANK ERECTED
b) BOTTOM MATERIAL
c) CORROSION ALLOWANCE
d) DOUBLE BOTTOM

H.2.2 SOIL/MATERIAL IN CONTACT WITH OR AROUND BOTTOM PLATE 5

a) SOIL TYPE
b) SOIL pH
c) SOIL ALKALINITY
d) SOIL MOISTURE
e) SOIL SALINITY
f) SOIL CONDUCTIVITY
g)  OIL TYPE (IF OIL SAND FOUNDATION)
h) SOIL CLEANLINESS

H.2.3 CURRENT OPERATING CONDITIONS

a) NORMAL OPERATING TEMP.
b) CATHODIC PROTECTION 5

c)  PONDING/WATER

H.2.4 PREVIOUS OPERATING CONDITIONS

a) NORMAL OPERATING TEMP.
b) CATHODIC PROTECTION 5

c) PONDING/WATER

H.2.5 CONCLUSIONS

a) Does this assessment include additional assessment documentation (see H.2.1), YES  or NO

b) Based on the criteria reviewed in this similar service evaluation, 
similar service is   OR is NOT   recommended for this tank (check appropriate box)

c) The corrosion rate to be applied to the soil side of the tank bottom is: ___________mpy.

COMMENTS:

NOTE    THE DATASHEET SHALL BE MAINTAINED IN THE RECORD FILE AS PER 6.8.

:ETAD:YB DESSESSA

:ETAD:YB DEVORPPA

NOTE 1   The control tank is the tank for which service conditions and corrosion rates are well known.
NOTE 2   The candidate tank is the tank to be compared to the control tank to determine if similar service concepts apply.
NOTE 3   “Y” or “Yes” indicates that the candidate tank criterion essentially matches the control tank .
NOTE 4    If the candidate tank criterion does not match the control tank criterion, see H.2.1.
NOTE 5    See API 651, Section 5.3.

(tank owner/operator)

H.2.1.8

H.2.1.8

IF NO,MATCH 3

H.2.1.6

Yes No SEE SEC. 4

H.2.1.10

Yes No

Control Tank 1 Candidate Tank 2

Control Tank 1

SIMILAR SERVICE ASSESSMENT—DATASHEET

IF NO,MATCH 3

No

IF NO,

SEE SEC.  4

H.2.1.10
SEE SEC. 4

H.2.1.8
H.2.1.8
H.2.1.8

H.2.1.8
H.2.1.8

H.2.1.6

H.2.1.1
H.2.1.2
H.2.1.4
H.2.1.7

H.2.1.8
H.2.1.8

H.2.1.8

SEE SEC. 4
IF NO,

MATCH 3

Yes NoCandidate Tank 2

Control Tank 1 Candidate Tank 2 Yes

Control Tank 1 Candidate Tank 2
MATCH 3
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SLBB:YTICAPAC:)TF( THGIEH:)TF( RETEMAID
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SECTION 3—TANK SHELL (PRODUCT-SIDE) ASSESSMENT

H.3.1 TANK CHARACTERISTICS

a) YEAR TANK ERECTED
b) SHELL MATERIAL
c) CORROSION ALLOWANCE
d) SHELL LINING TYPE
e) SHELL LINING THICKNESS
f) SHELL LINING AGE

H.3.2 AMBIENT CONDITIONS

a) LOW ONE DAY MEAN TEMP.
b) EXPOSURE TO SALT AIR

H.3.3 CURRENT SERVICE CONDITIONS:

a) CURRENT PRODUCT NAME
b) PRODUCT CLASS. (TABLE H.1)
c) SPECIFIC GRAVITY OF PRODUCT
d) REID VAPOR PRESSURE @ 60 oF
e) NORMAL OPERATING TEMP.
f) INERT GAS BLANKET?
g) WATER BOTTOM?
h) SULFUR CONTENT
i) TIME IN THIS SERVICE
j) PRODUCT CORROSIVITY

H.3.4 PREVIOUS SERVICE CONDITIONS

a) PREVIOUS PRODUCT NAME
b) PRODUCT CLASS. (TABLE H.1)
c) SPECIFIC GRAVITY OF PRODUCT
d) REID VAPOR PRESSURE @ 60 oF
e) NORMAL OPERATING TEMP.
f) INERT GAS BLANKET?
g) WATER BOTTOM?
h) SULFUR CONTENT
i) TIME IN THIS SERVICE
j) PRODUCT CORROSIVITY

H.3.5 CONCLUSIONS

a) Does this assessment include additional assessment documentation (see H.2.1), YES  or NO

b) Based on the criteria reviewed in this similar service evaluation, 
similar service is   OR is NOT   recommended for this tank (check appropriate box)

c) The corrosion rate to be applied to the product side of the tank shell is: ___________mpy.

COMMENTS:

H.2.1.5
H.2.1.5

H.2.1.9
SEE SEC. 4

H.2.1.10

SEE SEC. 4

H.2.1.10

MATCH  3 IF NO,
Control Tank 1

H.2.1.5

H.2.1.1
H.2.1.3
H.2.1.4

SIMILAR SERVICE ASSESSMENT—DATASHEET

H.2.1.10
H.2.1.10

H.2.1.9

IF NO,

H.2.1.10
H.2.1.10

Candidate Tank 2 Yes No SEE SEC. 4

H.2.1.10

H.2.1.10

H.2.1.10
H.2.1.10

MATCH  3 IF NO,
Control Tank 1 Candidate Tank 2 Yes No SEE SEC. 4

MATCH  3 IF NO,
Control Tank   1 Candidate Tank 2 Yes No

MATCH  3

Yes NoControl Tank 1 Candidate Tank 2

H.2.1.10
H.2.1.10
H.2.1.10
H.2.1.10
H.2.1.10
H.2.1.10
H.2.1.10

H.2.1.10

H.2.1.10
H.2.1.10



NOTE    THE DATASHEET SHALL BE MAINTAINED IN THE RECORD FILE AS PER 6.8.

:ETAD:YB DETTIMBUS

:ETAD:YB DEVORPPA

NOTE 1   The control tank is the tank for which service conditions and corrosion rates are well known.
NOTE 2   The candidate tank is the tank to be compared to the control tank to determine if similar service concepts apply.
NOTE 3   “Y” or “Yes” indicates that the candidate tank criterion essentially matches the control tank .
NOTE 4   If the candidate tank criterion does not match the control tank criterion, see H.2.1.

SIMILAR SERVICE ASSESSMENT—DATASHEET
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SECTION 4—TANK SHELL (EXTERNAL SIDE) ASSESSMENT

H.4.1 TANK CHARACTERISTICS

a) YEAR TANK ERECTED
b) SHELL MATERIAL
c) CORROSION ALLOWANCE
d) INSULATION TYPE
e) INSULATION THICKNESS
f) INSULATION AGE
g) COATING TYPE
h) COATING THICKNESS
i) COATING AGE

H.4.2 AMBIENT CONDITIONS

a) LOW ONE DAY MEAN TEMP.
b) EXPOSURE TO SALT AIR

H.4.3 CURRENT OPERATING CONDITIONS

a) PONDING/WATER
b) NORMAL OPERATING TEMP.

H.4.4 PREVIOUS OPERATING CONDITIONS

a) PONDING/WATER
b) NORMAL OPERATING TEMP.

H.4.5 CONCLUSIONS

a) Does this assessment include additional assessment documentation (see H.2.1), YES  or NO

b) Based on the criteria reviewed in this similar service evaluation, 
similar service is   OR is NOT   recommended for this tank (check appropriate box)

c) The corrosion rate to be applied to the ambient side of the tank shell is: ___________mpy.

COMMENTS:

NOTE    THE DATASHEET SHALL BE MAINTAINED IN THE RECORD FILE AS PER  6.8.

:ETAD:YB DESSESSA

:ETAD:YB DEVORPPA

NOTE 1   The control tank is the tank for which service conditions and corrosion rates are well known.
NOTE 2   The candidate tank is the tank to be compared to the control tank to determine if similar service concepts apply.
NOTE 3   “Y” or “Yes” indicates that the candidate tank criterion essentially matches the control tank .
NOTE 4   If the candidate tank criterion does not match the control tank criterion, see H.2.1.

(tank owner/operator)

H.2.1.10
H.2.1.10

Candidate Tank 2

MATCH 3 IF NO,
Control Tank  1 Candidate Tank 2 Yes No SEE SEC. 4

Yes No

MATCH 3

Yes No

Yes NoControl Tank 1 Candidate Tank 2

Candidate Tank 2

SIMILAR SERVICE ASSESSMENT—DATASHEET

H.2.1.9

MATCH 3

MATCH 3 IF NO,
SEE SEC. 4

H.2.1.1
H.2.1.3
H.2.1.4

H.2.1.4

H.2.1.4
H.2.1.4

IF NO,

H.2.1.4
H.2.1.4

H.2.1.4

H.2.1.10

IF NO,

H.2.1.10
SEE SEC. 4

H.2.1.9
SEE SEC. 4

Control Tank 1

Control Tank 1 
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SECTION 5—CONCLUSION SUMMARY

a) From Section 1, the corrosion rate to be applied to the product-side of the tank bottom is: ___________mpy.

b) From Section 2, the corrosion rate to be applied to the soil-side of the tank bottom is: ___________mpy.

c) From Section 3, the corrosion rate to be applied to the product-side of the tank shell is: ___________mpy.

d) From Section 4, the corrosion rate to be applied to the external side of the t ank shell i s: ___________mpy.

e) Based on the corrosion rates applied, the next internal inspection for this tank will be completed in Year _________.

COMMENTS:

NOTE    THE DATASHEET SHALL BE MAINTAINED IN THE RECORD FILE AS PER 6.8.

:ETAD:YB DESSESSA

:ETAD:YB DEVORPPA
(tank owner/operator)

SIMILAR SERVICE ASSESSMENT—DATASHEET
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