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Foreword

ISO (the International Organization for Standardization) is a worldwide federation of national standards bodies
(ISO member bodies). The work of preparing International Standards is normally carried out through 1SO
technical committees. Each member body interested in a subject for which a technical committee has been
established has the right to be represented on that committee. International organizations, governmental and

non-governm nnfnl' nliaisonwith 1ISQ, also take pnrf inthe work 1SO collaborates. r\ln:nl\/ with-the Interna

ional
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cal Commission (IEC) on all matters of electrotechnical standardization.

Standards are drafted in accordance with the rules given in the ISO/IEC Directives, Part 2.
5k of technical committees is to prepare International Standards. Draft International Stan
the technical committees are circulated to the member bodies for voting:-Publication 3

Standard requires approval by at least 75 % of the member bodies casting-a vote.

rawn to the possibility that some of the elements of this document may be the subject of g
nall not be held responsible for identifying any or all such patent rights.

as prepared by Technical Committee ISO/TC 58, Gas cylindepsy’'Subcommittee SC 4, Opera
for gas cylinders.
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Introduction

The primary objective of the periodic inspection of transportable refillable welded steel liquefied petroleum gas
(LPG) cylinders is that, at the completion of the test, the cylinders can be reintroduced into service for a further
period of time.

The riginnl pnrinrlir‘ in:pnrtinn andtest prnr‘nrlllrr.\c for fr:\n:pnrfnhln refillable welded steel LPG cylinders were
basefl on those for gas cylinders or other pressure vessels, including those used for high-presspre industrial
gases. These early methods relied on a periodic hydraulic proof pressure test being carried-out gt intervals as
frequently as two years (pre-1940). With increasing experience and confidence so gained, fogether with

imprgved cylinder manufacturing quality, it has been possible to allow the extension efi\the interyals between
periofic tests to 15 years.

Periodic inspection is normally carried out at a test station operating under the supervision of a competent body.

This [nternational Standard has been prepared to reflect the current state.of-the art for the periodic inspection
of LPG cylinders and is based on the operating experience of millions of cylinders in service over fnany years.

© 1SO 2004 — Al rights reserved \Y
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INTERNATIONAL STANDARD

ISO 10464:2004(E)

Gas cylinders — Refillable welded steel cylinders for liquefied
petroleum gas (LPG) — Periodic inspection and testing

WARNING — This International Standard calls for the use of substances and procedures that can be

inju
not
assu

appr

1

n

This
inspe
1501

i
zrbsolve the user from legal obligations relating to health and safety at any stage.

med in the drafting of this International Standard that the execution of its provisions.is
ppriately qualified and experienced people.

cope

International Standard specifies the intervals and inspection and-testing procedures for

ty and does
It has been
entrusted to

the periodic

ction of refillable welded steel dedicated LPG cylinders of watef,capacity from 0,51 up to &nd including

It applies to cylinders protected by a system to prevent externalscorrosion and designed and ma|

acco

dance with 1ISO 4706, I1ISO 22991 or an equivalent design and construction standard. This

Stanglard may also apply to other refillable welded steel“cylinder designs for LPG with the ap

natio
stand

2 N

The
referg
(incld

I1SO 4

hal authority. Cylinders for the on-board storage\of'LPG as a fuel for vehicles are exclug
ard, except cylinders used for fork-lift truck applications.

ormative references

following referenced documents ‘are indispensable for the application of this documen
bnces, only the edition cited applies. For undated references, the latest edition of the referenc
ding any amendments) apphes:

| 706, Refillable welded-ste€l gas cylinders

ISO 8501-1:1988, Prepatation of steel substrates before application of paints and related prody

asse
and d

ssment of surface)Cleanliness — Part 1: Rust grades and preparation grades of uncoated ste
f steel substfates after overall removal of previous coatings

ISO
prep

8504-2 Preparation of steel substrates before application of paints and related product
rationmethods — Part 2: Abrasive blast-cleaning

hufactured in

International
proval of the
ed from this

t. For dated
ed document

cts — Visual
el substrates

s — Surface

ISO 10691, Gas cylinders — Refillable welded steel cylinders for liquified petroleum gas (LPG) — Procedures
for checking before, during and after filling

ISO 14245, Gas cylinders — Specifications and testing of LPG cylinder valves — Self-closing

ISO 15995, Gas cylinders — Specifications and testing of LPG cylinder valves — Manually operated

ISO 22991, Gas cylinders — Transportable refillable welded steel cylinders for liquefied petroleum gas

(LPG) — Design and construction

EN 837-1, Pressure gauges — Part 1: Bourdon tube pressure gauges — Dimensions, metrology, requirements
and testing
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EN 837-3, Pressure gauges — Part 3: Diaphragm and capsule pressure gauges — Dimensions, metrology,
requirements and testing

3 Terms and definitions

For the purposes of this document, the following terms and definitions apply.

3.1

competent body
person or corporate body, defined by the national or relevant authority, which by combination of appropriate

qualification,

3.2

raiming, EXPeTience and TESOUITES 1S abte 10 Make Objective jJudgiments o a Subject

competent gerson

person who By a combination of training, experience and supervision is able to make objectivejudgmentq on a
subject

3.3

liquefied petroleum gas

LPG

a mixture of predominantly butane or propane with traces of other hydrocarbon gases classified in accordance
with UN number 1965, hydrocarbon gas mixture, liquefied, or NOS or ON/number 1075, petroleum gpses,
liquefied

NOTE In sonpe countries, UN number 1011 and UN number 1978 may also be used to designate LPG.

3.4

periodic inspection

activities carfied out at defined intervals including but net limited to examining, measuring, testing or gajiging
the charactefistics of a cylinder and comparing these with specified requirements as defined in the cylinder
design standprd and marking to attest conformity with the standard

3.5

periodic inspection test station

place where tylinders are tested and periedically inspected

3.6

tare mass

sum of the empty mass, the'mass of the valve including a dip tube where fitted, and the mass of all other|parts
that are pernpjanently attached to the cylinder when it is being filled, e.g. the fixed valve guard

4 Intervals between periodic inspections

The determiratiormof themtervat-between periodic mspections shat-be dependent o thecontent of awritten

scheme that shall be approved by a competent body as complying with the conditions outlined in Annex A.

The interval between periodic inspections shall be 15 years provided the conditions of Annex A are fully met. A
shorter time interval not exceeding 10 years shall apply if any of the conditions specified in Annex A are not met.

5 Proced

ures for periodic inspection

5.1 General

The determination of the periodic inspection procedures shall be dependent on the content of a written scheme

approved by

a competent body.

© 1SO 2004 — All rights reserved
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Test procedures

In all cases, periodic inspection procedures shall consist of an external visual inspection as given in 5.3.
Additionally, where required by national regulations, one of the following test procedures shall be performed:

a)

b)

<)
d)

e)

5.3

5.3.

hydraulic proof pressure test (see 5.4.2);

internal visual inspection (see 5.4.3) provided that cylinders have an adequate wall thickness and the

design burst pressure is known or the actual burst pressure is proven equal to or exceeding:

1) 35 bar for cylinders designed for dedicated butane service,

2) 70 bar for cylinders designed for propane service;
heumatic proof test and leak test (see 5.4.4);

p

pheumatic leak test for LPG cylinders of water capacity 6,51 or less (see 5.4.5)-where the
pressure is equal to or exceeds:
1
2

35 bar for cylinders designed for dedicated butane service,

70 bar for cylinders designed for propane service;

<

blumetric expansion test (see 5.4.6) where authorized by the natignal or other relevant autho

External visual inspection

1| Preparation for external visual inspection (see also Annex B)

Whetle the cylinder surface has loose coatings, cerrosion products, tar, oil or other foreign matter, t
remoled by steel wire brushing, shot blasting~in accordance with ISO 8504-2, water jet abrag
chenical cleaning or other suitable methods.

Care|shall be taken to avoid damaging the cylinder.

Cylin

thickpess check.

5.3.

2| Inspection procedure

The entire surface of the cylinder shall be inspected by a competent person for:

b)

c)
d)

dents; ‘cuts, gouges, bulges, cracks, laminations or punctures, applying the guidelines fo

actual burst

Fity.

hese shall be
ive cleaning,

Hers treated by a process that may remove cylinder material shall be checked by a suitable feans, e.g. a

rejection in

Thble 1;

corrosion, giving special attention to areas where water can be trapped, at the base of the

cylinder, the

junction between the body and the foot ring, the junction between the body and the valve guard or shroud,
and in particular hidden corrosion (e.g. behind the data plate), applying the criteria for rejection given in

Table 2;

other defects (e.g. depressed bung or fire damage), applying the criteria for rejection given in Table 3;

the integrity of all permanent attachments.

Any cylinder rejected by the competent person shall be segregated for reconditioning, for further testing or to be
rendered unserviceable (see Clause 8).

NOTE In some countries, to render unserviceable means to scrap.
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5.3.3 Visible defects

Rejection criteria for physical and material defects on the cylinder shell are contained in Tables 1, 2 and 3.
Under exceptional conditions and with the approval of a competent person, the wall thickness may be less than
the minimum design value, in which case the cylinder shall pass the pressure test specified in 5.4.2.

Table 1 — Physical defects in the cylinder wall

Defect Description Rejection limit
Bulge Visible swelling of the cylinder Rejection in all cases
Dent A depression in the cylinder that has|When the depth of the dent exceeds 25 % of its

IICit:ICI pcnctlatcd Ul ICIIIUVCI.JI IIICtGl:,
and its width at any point is greater than
2 % of the external cylinder diameter

HR ) " HY |
widtmat daity JuUllm

Cut or gouge

A sharp impression where metal has been
removed or redistributed

Where the original calculated wall ithickne
known: where depth of cut or geuge is suc
the undamaged (remaining) wall is less thg
minimum calculated wallthickness

Where the original'calculated wall thickne
not known: rejectionin all cases

Ss is
h that
n the

Ss is

Intersecting clit or gouge

The point of intersection of two or more
cuts or gouges

Rejection in,all'cases

Dent containifg cut or gouge

A depression in the cylinder within which
there is a cut or gouge

When ‘the size of the dent or cut or
exceeds the dimensions for rejection
individual defect

Q (O

ouge
s an

Crack

A split or rift in the cylinder shell

Rejection in all cases

Lamination

Layering of the material within the cylinder
wall appearing as a discontinuity, (Crack,
lap or bulge at the surface

Rejection in all cases

@ Consideratioh of appearance and location also plays a part in thé\evaluation of dents.

© 1SO 2004 — All rights reserved


https://standardsiso.com/api/?name=c7ac5629f3611c0884d377e8f753c498

ISO 10464:2004(E)

Table 2 — Corrosion on the cylinder wall

Defect

Description

Rejection limit

Isolated corrosion pits

Pitting of metal occurring in isolated areas
at a concentration not greater than 1 pit
per 500 mm? of surface area

When the depth of discrete pits exceeds 0,6 mm
(a greater depth can be accepted provided the
depth of corrosion does not reduce the wall
thickness below the minimum calculated wall
thickness)

Area corrosion

Reduction in wall thickness over an area
not exceeding 20% of the cylinder
surface, including the ends (top and
bottom)

When the depth of penetration of any pit
exceeds 0,4 mm (a greater depth can be
accepted provided the depth of corrosion does
not reduce the wall thickness below the

minimum calculated wall thickness)

Gengral corrosion

A reduction in wall thickness over an area
exceeding 20 % of the cylinder surface

When the depth of penetratioh of any pit
exceeds 0,2mm (a greater depth can be
accepted provided the 'depth of dorrosion does
not reduce the wall thicknes$ below the
minimum calculated,wall thicknesg)

Chain pitting or line or
channel corrosion

A series of pits or corroded cavities of
limited width along the length or around
the corrosion circumference

1) When thetotal length of coflrosion in any
direction exceeds 509 of the
circumference of the cylinder

2) /When the depth of penetra
0,4 mm (a greater depth can
provided the depth of corrog
reduce the wall thickness

minimum calculated wall thick]

3) When the depth of corrosic

measured

tion exceeds
be accepted
ion does not

below the
ness)

n cannot be

Crevife corrosion

Crevice corrosion occurs inthe area of the
intersection of the foot ring*or shroud with
the cylinder

When the depth of penetration ex
or when the depth of corrosig

ceeds 0,4 mm
n cannot be

measured

Table 3 — Other defects

Defect

Description

Rejection limit

Depressed bung

Damage to the bung which has altered the
profile of the cylinder

Rejection in all cases, or a liited level of
depression/alignment  deviationf may be
accepted as agreed with the comgetent body

Arc oy torch burns

Burning of the cylinder base metal, a
hardened heat-affected zone, the addition
of extraneous weld metal, or the removal
of metal by scarfing or cratering

Rejection in all cases

Fire dJamage?

Excessive general or localized heating of
a cylinder, usually indicated by:

Rejection in all cases

— charring or burning of paint
— fire damage of the metal
distortion of the cylinder
melting of metallic valve parts

melting of any plastic components,
e.g. date ring, plug or cap

2 |f paint is only superficially charred,

a cylinder may be accepted by a competent person.
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5.4 Additional test procedures

5.4.1 Preparation of cylinders

The cylinders shall be emptied of any liquid and depressurized in a safe and controlled manner before

proceeding.

Cylinders with inoperative or blocked valves shall be brought to a place for safe valve removal (see Annex C).
Valves shall be removed from cylinders for inspection and maintenance.

NOTE The e tcnlq: DUIfClL,C Uf t:IC by:;lldcl IIIQ_Y :IGVC ILICCII aubjcx.t tU U:CGII;IIB (DCC 531)
5.4.2 Hydrdulic proof pressure test

5.4.2.1 General

A liquid shall|be used as the test medium, e.g. water or kerosene.

5.4.2.2 Pre

If the cylindg
outside surfa|

5.4.2.3 Tes

All rigid pipe

paration of cylinders

r was cleaned (see 5.3.1) and the cleaning method involved wetting the outside surfacs
ce shall be completely dried before commencing the test-procedure.

equipment

vork, flexible tubing, valves, fittings and other-¢omponents forming the pressure system of th

equipment shall be designed to withstand a pressure ef.1,5 times the maximum test pressure of any cyli

to be tested.

Flexible tubing shall have characteristics-that prevent kinking.

Pressure galiges that are used to read the cylinder test pressure shall be in accordance with EN 837-

EN 837-3 (cl
regular intery
in accordand
connected to)

All joints with

A device sha
test pressure

5.4.2.4 Pro

ass 1.6 or better). They shall be calibrated or checked for accuracy against a master gau
als and in any case not less frequently than once a month. The master gauge shall be recalilg
e with national requirements. The design and installation of the equipment and the cyli
it shall ensure that no(air-is trapped in the system.

in the system shall’be leak tight.

| be fitted ta the test equipment to ensure that no cylinder is subjected to pressure in excess
by more‘than the tolerance given in 5.4.2.4 d).

cedure

, the

b test
nders

| and
ge at
rated
nders

of its

a) The pressure of the test shall be established from the test pressure marking on the cylinder.

NOTE More than one cylinder may be tested at a time provided they all have the same test pressure.

b)

c)

The cylinder shall be positioned so the welds are visible during the test.

cylinder shall be isolated from the pumping system.

d)

The test pressure shall not be exceeded by more than 10 % or 2 bar, whichever is the lesser.
The test pressure shall be held for at least 30 s to carry out the test.

If there is a leakage in the pressure system, it shall be corrected and the cylinders retested.

Before applying pressure, the external surface of the cylinder shall be in such condition that any leak can be
detected.

The pressure shall be increased gradually in the cylinder until the test pressure is reached. Then the

© 1SO 2004 — All rights reserved
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a)

h)
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Cylinders that do not leak or show any visible permanent distortion shall be deemed to have satisfied the
requirements of the hydraulic test.

Any cylinders that fail shall be rejected. Rejected cylinders having a pinhole leak at the weld may be
repaired, however. Cylinders that leak through pinholes at the weld should be rendered unserviceable or
examined by a competent person to determine whether they can be repaired by welding. Any welding or
repairing should be carried out in accordance with a written procedure approved by a competent body.

All repaired cylinders shall as a minimum be subjected to the procedures from a) to h) above. All repaired
cylinders which fail a second time shall be rendered unserviceable.

5.4.3] Internal visual inspection procedure

Afterremoving any residual liquid and depressurizing the cylinder, it shall be inspected internally fpr any sign of
corrokion or other defects that may affect its integrity. A safe inspection lighting system\(e'g. explosion-proof)

with

ppropriate internal illumination shall be used.

A cylinder requiring internal mechanical cleaning shall be degassed and the logse Scale or other fpreign matter
remoped. Cylinders showing signs of internal corrosion, except those having ‘enly a film layer of|surface rust,

shall [pe removed for further detailed evaluation in accordance with Table 2.

If mechanical cleaning is required, care shall be taken to avoid damaging the cylinder walls. Cylinders shall be

reinspected after cleaning.

5.4.4 Pneumatic proof test and leak test

5.4.4{1 General

Cylinfers shall be tested in a safe enclosure to, protect against rupture under pneumatic pressure

Repdinting before the test should preferably’be limited to a primer coat. The finishing coat shoul|d be applied

after the test in order not to mask potential leaks.

NOTH 1 Consideration should be givento the need for repainting before commencing the test if full water immersion will be

used.

NOTH 2 The external surface\of the cylinder may have been subject to cleaning (see 5.3.1).

5.4.4]2 Procedure

a)

b)

c)

d)

The pneumatic proof test pressure for the cylinder shall be established before starting the test. The
ppeumaticiproof test pressure shall be the same as for an equivalent hydraulic test (see 5.4.2}4 d).

Aylinders shall be charged with the pneumatic test medium to the test pressure, isolated from|the pressure
spurce and then held at that pressure for 5 s to 7 s to carry out the test.

Where a pressure relief valve is fitted, an adequate margin of safety shall be maintained between the
pneumatic proof test pressure and the pressure setting of the pressure relief valve. If necessary, the
pressure relief valve shall be removed and the port plugged for testing.

The pressure may then be reduced to that required for the leakage check. The reduced pressure shall not
be less than the pressure developed at the reference temperature as given in the design standard. If the
pressure relief valve has been removed, it shall be reinstalled before leak testing.

The leakage check shall be for the entire cylinder and shall be by full water immersion or an equivalent
method.

Any cylinder that fails the test shall be reconditioned or rendered unserviceable.

All reconditioned cylinders shall as a minimum be resubjected to the procedures from a) to d) of this subclause.

© 1SO 2004 — All rights reserved 7


https://standardsiso.com/api/?name=c7ac5629f3611c0884d377e8f753c498

ISO 10464:2004(E)

5.4.5 Pneumatic leak test

5.4.5.1 General

Repainting before the test should preferably be limited to a primer coat. The finishing coat should be applied

after the test

in order not to mask potential leaks.

NOTE 1 Consideration should be given to the need for repainting before commencing the pneumatic test if full water

immersion will

NOTE 2 The

be used.

external surface of the cylinder may have been subject to cleaning (see 5.3.1).

5.4.5.2 Pro
a) The cylin

small quantity of LPG in such a way that the internal pressure developed in the cylinder.at the tim

checked
1) 7751
2) 18"

Propane
5 bar.

Then the

b) The gas
equipme

c) The test
d) Any cylin

All reconditio

5.4.6 Volunpetric expansion test

5.4.6.1 Gen

The cylinder
kerosene or

cedure

der shall be filled either with a pneumatic test medium (e.g. natural gas, air, nitrogen) or

for leakage shall be:
ar for cylinders designed for dedicated butane service;

bar for cylinders designed for propane service.

cylinder shall be isolated from the pressure source.

tightness check shall be capable of detecting any'deak from any part of the cylinder
nt.

chall consist of full immersion of the cylinder inWater or an equivalent system.

der that fails the test shall be reconditioned_or rendered unserviceable.

hed cylinders shall as a minimum he\reésubjected to the procedures from a) to d) of this subcl

eral

shall be placed.ina-water jacket equipped to measure expansion and may be pressurized by v
hnother suitable-liquid.

paration, of cylinders

ders shall be emptied of any liquid and depressurized in a safe and controlled manner

vith a
P it is

lvapour may also be used as the test medium, in which case thectest pressure shall be limijed to

Dr its

ause.

vater,

efore

5.4.6.2 Pre
a) The cylin
proceedi

1t

b) Cylinders with inoperative or blocked valves shall be brought to a place for safe valve removal (see
Annex C).

c) Valves shall be removed from cylinders for internal inspection.

NOTE The external surface of the cylinder may have been subject to cleaning (see 5.3.1).

5.4.6.3 Test equipment

All rigid pipework, flexible tubing, valves, fittings, and other components forming the pressure system of the test
equipment shall be designed to withstand a pressure of 1,5 times the maximum test pressure of any cylinders

to be tested.

Flexible tubing shall have characteristics that prevent kinking.
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Pressure gauges that are used to read the cylinder test pressure shall be in accordance with EN 837-1 and
EN 837-3 (class 1.6 or better). They shall be calibrated or checked for accuracy against a master gauge at
regular intervals and in any case not less frequently than once a month. The master gauge shall be recalibrated
in accordance with national requirements. The design and installation of the equipment and the cylinders
connected to it shall ensure that no air is trapped in the system.

All joints within the system shall be leak tight.

A device shall be fitted to the test equipment to ensure that no cylinder is subjected to pressure in excess of its
test pressure by more than the tolerance given in 5.4.2.4 d).

The g¢xpansion measurement system shall be capable of an accuracy of + 2 % or better.

5.4.6/4 Procedure
a) The pressure of the test shall be established from the test pressure marking onthé cylinder.

b) The pressure shall be increased gradually in the cylinder until the test(pressure is reachg¢d. Then the
ylinder shall be isolated from the pumping system.

(@]

c) The test pressure shall be held for at least 30 s to carry out the test.

d)

fithere is a leakage in the pressure system, it shall be correctedhand the cylinders retested.

e) The cylinder shall not exhibit a permanent expansion greaterthan 10 % of the maximum expahsion.

6

mspection of cylinder threads

6.1 |General

If the|valve (or any other fitting) is removed.during periodic inspection, the cylinder threads shall bg inspected in
accordance with 6.2 to 6.4.

6.2 |Internal threads

The ipternal threads of theZeylinder shall be visually examined to ensure that they are of adequate(form and are
clear]. They shall be checked for burrs, cracks and other thread damage.

6.3 |External threads

Exterjnal'neck threads which are required for operational reasons shall be examined for integrity gnd for thread
damage.

6.4 Damaged threads

Where necessary and where the design permits, damaged threads may be repaired by a competent person.

7 Final operations

7.1 Drying

After hydraulic testing, effective precautions shall be taken to prevent internal corrosion.

© 1SO 2004 — All rights reserved 9
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7.2 Purging

Air should be removed from the cylinder, e.g. by evacuation or by displacement with LPG. Cylinders should not
be left open without valves or plugs for any period other than that required for essential maintenance.

7.3 Tare mass

The tare mass of the cylinder shall be re-established if any modification or re-valving has been made on the

cylinder (see

ISO 4706 and I1ISO 22991).

7.4 Valvin

A valve suitgble for the intended use shall be fitted to the cylinder using a sealing material/system

ISO 13341 fq
The torque a
and the type

Testing and 4

7.5 Markin
After succes
the following
a) Theiden
b) The date

shall be 4t least 4 mm.

7.6 Refere

The next per

7.7

The cylinder

8 Render

The decisior
procedure. B

Identification of contents

J

r details) and the optimum torque necessary to ensure a seal between the valveand the cyl
bplied shall take into consideration the size, form and taper of the threads, the material of the
of sealing material/system used.

pecifications of valves shall be in accordance with ISO 14245 and 1SQ5995.

g

5ful completion of the periodic inspection, each cylinder shall be legibly and durably markeg
information:

ification of the test station or inspection body which<¢arried out the periodic inspection.

of the inspection, which shall be in line with the-UN model regulations. The height of the mar

nce to next periodic inspection.date

contents shall be identified in accordance with the relevant regulations, e.g. commercial prog

ing cylinders unserviceable

to rénder a cylinder unserviceable may be taken at any stage during the periodic inspd
efore.rendering any cylinder unserviceable, the agreement of the owner shall be obtained s

(see
nder.
valve

with

kings

odic inspection date shall be identified on the cylinder in accordance with the relevant regulafions.

ane.

ction
D that

the cylinder d

annot be reissued into service as a pressure vessel

Prior to taking any of the following actions, ensure that the cylinder is empty (see 5.4.1) and degassed.

The following methods may be employed to render a cylinder unserviceable:

by crushi

dome or,

10

ng the cylinder using mechanical means;

in the case of a thin-welded cylinder, by piercing in at least three places;

by irregular cutting of the neck;
by irregular cutting of the cylinder in two or more pieces;

by bursting (in a controlled and safe manner).

by burning an irregular hole in the top dome equivalent in area to approximately 10 % of the area of the top
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ISO 10464:2004(E)

9 Records

The competent body shall maintain records including quality system, inspection reports and test data,
calibration data, and reports concerning the qualifications or approvals of the competent persons.

Inspection reports and test data for cylinders shall be kept and maintained by the competent body at least until
the retest date plus 2 years.

An inspection report or test data can cover one or more cylinders.

Where reports are issued for individual cylinders, at least the following information shall be available:

a) sgrial number;

b) cylinder mass or tare, where applicable;

c) test pressure, where applicable;

d) type and result of test (pass or fail);

e) retest date;

f) identification of the competent body or the test station;

g) identification of the competent person;

h) details of any major repairs made to the cylinder by the retester;

i) cylinder manufacturer;
j) manufacturing specification;

k) water capacity/size.
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