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PART |
WELDED REPAIRS AND ALTERATIONS

ILHR 42.01 Rules and reports. (1) WELDED REPAIRS OR ALTERATIONS.
Welded repairs or alterations to any boiler or pressure vessel or their fit-
tings, settings, or appurtenances shall be completed in accordance with
the requirements of ss. ILHR 42.01 through 42.17. Other methods may
be acceptable provided they are approved by the department. In the ab-
sence of specific rules, the rules for new construction shall apply. No
welded repair or alteration shall be made without the approval of an au-
thorized inspector who shall, if it is considered necessary, inspect the ob-
ject before granting an approval.

(2) ADDITIONAL REQUIREMENTS FOR ALTERATIONS. (a) Alterations to
boilers and pressure vessels, with the exception of rerating with no physi-
cal change in the b01ler or pressure vessel, shall be performed by an or-
ganization in possession of a valid ASME certificate of authorization,
provided the alterations are within the scope of such authorization.

(b) 1. The organization responsible for the preparation of the report of
alteration shall also be responsible for adding a nameplate to the boiler or
pressure vessel,

2: The stamping or namplate shall be applied adjacent to the original
manufacturer’s stamping or nameplate in letters at least 5/32 inch high.

3. The nameplate for rerating when no physical change is made in the
boiler or pressure vessel shall be as follows:

RERATED BY

PSI AT F
(MAWP) (Temp)

(Date Rerated)

4. The nameplate for all other alterations to a boiler or
pressure vessel shall be as follows:

ALTERED BY

PSI AT F
(MAWP) (Temp)

(Manufacturer’s Alteration Number, if used)

(Date Altered)

Register, February, 1984, No. 338
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(c) A copy of the original manufacturer’s data report and any required
manufacturer’s partial data reports shall be a part of the completed re-
port of alteration and shall be attached thereto. Where the manufac-
turer’s data report is unavailable, documentation acceptable to the de-
partment shall be submitted.

(d) A pressure test shall be applied after the alteration has been com-
pleted, at a pressure of at least the operating pressure, but not to exceed
150% of the maximum allowable working pressure. In lieu of a pressure
test, if approved by the authorized inspector, radiographic testing or ul-
trasonic testing may be utilized.

Note: Where water is used in a hydrostatic test, the temperature of the water should not be
less than 70° F and the maximum temperature during inspection should not exceed 120° F. If a
test is conducted at 1% times the maximum allowable working pressure (MAWP) and the
owner specifies a temperature higher than 120° F, the pressure should be reduced to the
MAWP and the temperature to 120° F for the close examination.

(3) EXAMPLES OF REPAIRS. (a) Weld repairs or replacements of pres-
sprle parts or attachments that have failed in a weld or in the base mate-
rial. :

(b) The addition of welded attachments to pressure parts, such as: .
1. .Studs for insulation or refractory lining;

2. Hex steel or expanded metal for refractory lining;

3. Ladder clips;

4. Brackets;

5. Tray support rings;

6. Corrosion-resistant strip lining;

7. Corrosion-resistant weld overlay;

8. Weld buildup of wasted areas.

(¢) Replacement of heat exchanger tube sheets in accordance with the
original design,

(d) Replacement of boiler and heat exchanger tubes where welding is
involved. :

(e) In a boiler, a change in the arrangement of tubes in furnace walls,
economizer or superheater sections.

(f) Replacement of pressure retaining parts identical to _those existing
on the boiler or pressure vessel and described on the original manufac-
turer’s data report. For example:

b 1. Replacement of furnace floor tubes or sidewall tubes, or both, in a
oiler.
- 2. Replacement of a shell or head in accordance with the original de-
sign.
3. Rewelding a circumferential or longitudinal seam in a shell or head.
4. Replacement of nozzles.

(g) Installation of new nozzles or openings of sucha _size that peinforpe-
ment is not a consideration. For example, the installation of a 3-inch pipe

Register, February, 1984, No. 338
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size nozzle to a shell or head of %-inch or less in thickness or the addition
of a 2-inch pipe size nozzle to a shell or head of any thickness.

(h) The addition of a nozzle where reinforcement is a consideration
may be considered to be a repair provided the nozzle is identical to one in
the original design, is located in a similar part of the vessel, and is not
closer than 3 times its diameter from another nozzle. The addition of
such a nozzle shall be restricted by any service requirements.

(i) The installation of a flush patch to a boiler or pressure vessel.

(j) The replacement of a shell course in a eylindrical pressure vessel.
(k) Welding of gage holes. ' '

(1) Welding of wasted or distorted flange faces.

:(m) Replacement of slxp-on flanges with weld neck ﬂanges or ‘vice
versa.

(n) Seal welding of butt straps and rivets.

(4) EXAMPLES OF ALTERATIONS. (a) To increase the maximum allow-
able working pressure or temperature of a boiler or pressure vessel re-
gardless of whether or.not a physical change was made to the boiler or
pressure vessel,

(b) The addition of new nozzles or openings in a boiler or pressure ves-
sel except those classified as repairs.

(c¢) A change in the dimensions or contour of a pressure vessel.

(d) In a boiler, an increase in any heating surface which results in in-
creasing the heat output or the final temperature above that specified in
the original design.

(e) The addition of a pressurized jacket to a pressure vessel.

(f ) Replacement of a pressure retaining part in a pressure vessel or.a
boiler with a material of different nominal strength or nommal composi-
tion from that used in the original design.

(g) A decrease in the minimum temperature such that additional
mechanical tests are required as specified in ASME code section VIII.

(5) RECORD OF REPAIR OR ALTERATION. (a) Except as provided in par.
(b), anyone making welded repairs or ‘alterations in accordance with
these rules shall furnish the department with a report of every welded
repair or alteration. The report shall be signed by the authorized inspec-
tor who inspected or approved the repair or alteration. The owner of the
equipment shall retain a copy of the report for review by an authorized
inspector. The report shall contain the information indicated on form
SB-190.

(b) The following items are exempt only from the reporting require-
ments of par. (a):

1. The welded repair or replacement of tubes in boilers or pressure ves-
sels; and

Register, February, 1984, No. 338
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2. The welded repair or replacement of piping, nozzles, valves and fit-
tings of 2-inch nominal pipe sizes and smaller.

(¢) All other requirements of ss. ILHR 42.01 to 42.17 shall apply

Register, February, 1984, No. 338
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STATE OF WISCONSIN
DEPARTMENT OF INDUSTRY, LABOR AND HUMAN RELATIONS
SAFETY AND BUILDINGS DIVISION
201 East Washington Avenue
Post Office Box 7969
Madison, Wisconsin 53707

Record of Repair or Alteration

Completed on; Power Boiler M Wis. Reg. No.
Heating Boiler 1 NB No.
Pressure Vessel [0 Serial No.
Miniature Boiler O Other
Mfd. by:
Work completed by contractor
(Name)

Address:

(Zip)
Located in the plant of

(Name of owner)

Address;

(Zip)
Description of repair:

(Use reverse side for sketch description of repair or alteration.)
Hydrostatic Test psig

Repair or alterations were made in accordance with the requirements of the Wisconsin De-
partment of Industry, Labor and Human Relations, Wis, Adm. Code Chapter ILHR 42. The
welding was completed by

(Name of Welder )
who has made the test requirements of said rules,
Signed by
(Welding Process) (Contractor Representative)
Dated

(Welding Procedure)

1, the undersigned, have inspected the work described in the report and state that to the best
of my knowledge and belief, this work has been done in accordance with the requirements of
Wis. Adm. Code Chapter ILHR 42. By signing this certificate, neither the inspector nor the
inspector’s employer makes any warranty, expressed or implied, concerning the work de-
scribed in this report. Furthermore, neither the inspector nor the inspector’s employer shall be
liable in any manner for any personal injury or property damage or loss of any kind arising
from or connected with this inspection, except such liability as may be provided in a policy of
insurance which the inspector’s insurance company may issue upon said object and then only
in accordance with the terms of said policy.

Authorized Ingspector—Wis. Com. No. Employed by
Date
SB-190
Rev, 1979

Reg‘ister, ?‘g‘bruary, ‘17984,|No. 338
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History: Cr. Register, April, 1961, No, 64, eff, 5-1-61; r. and recr., Register, May, 1974, No.
221, eff, 6-1-74; am. (1) and (2), cr. (3), Register, May, 1978, No. 269, eff. 6-1-78; r. and recr.,
Register, June, 1980, No. 294, eff. 7-1-80; am. form, Register, February, 1982, No. 314, eff. 3-
1-82;r. and recr. (2) (b), er, (4) (f) and (g), am, (5), Register, February, 1984, No, 338, eff. 3-1-
84,

ILHR 42.02 Hydrostatic test or nondestructive testing. If, in the opinion
of the authorized inspector, a hydrostatic test is necessary, such a test
shall be applied at a pressure of at least the operating pressure, but not to
exceed 150% of the maximum allowable working pressure. In lieu of a
hydrostatic test, if approved by the authorized inspector, radiographic
testing, ultrasonic testing, or-other applicable nondestructive testing of
the repair may be utilized. Such tests shall be applied after the repair has
been completed.

Note: Where water is used in a hydrostatic test, the temperature of the water should not be
less than 70°. F and the maximum temperature during inspection should not exceed 120° F. If a
test is conducted .at 1-% times the maximum allowable working pressure (MAWP) and the
owner. specifies a temperature higher than 120° F, the pressure should be reduced to the
MAWP and the temperature to 120°F for the close examination,

History: Or. Register, April, 1961, No. 64, eff. 5-1-61; r. and recr., Register, May, 1974, No.
221, eff, 6-1-74, :

ILHR 42.05 Welding procedure. Anyone undertaking repairs or altera-
tions shall have available at the job site a written welding procedure
specification acceptable to the authorized inspector that shall be fol-
lowed in making the necessary repair.and also a record of procedure qual-
ification tests. Welding procedure specifications shall have been prepared
and ‘qualified in accordance with the requirements of section IX of the
ASME code.

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61; r. and recr., Register, June, 1980, No.
294, eff, 7-1-80. =

ILHR 42.06 Welders. (1) WELDER QUALIFICATIONS. Anyone undertak-
ing repairs or-alterations shall have available at the job site records of
welder qualification tests showing that each welder to be employed on
the work has satisfactorily passed tests as prescribed in section IX of the
ASME code. :

(2) ' WELDING TESTS; RESPONSIBILITY; INSPECTOR’S DUTY. Preparation
of welding procedure specifications and the conducting of tests of proce-
dures and welders shall -be the responsibility of the party undertaking
repairs or alterations. Before repairs or alterations are started, it shall be
the duty of the inspector to be satisfied by examination of the written
welding procedure and records of qualification tests that procedures and
welders have been properly qualified as required in section IX of the
ASME code. Witnessing of the tests by the inspector shall not be manda-
tory but the inspector shall have the right to call for and witness the
making of test plates by any welder, at any time, and to observe the
physical testing of such plates.

History: Cr, Register, April, 1961, No. 64, eff. 5-1-61; r. and recr., Register, June, 1980, No.
294, eff, 7-1-80.

ILHR 42.07 Cracks, permissible welded repairs. A repair of a defect,
such.as a crack in a welded joint or base material, shall not be made until
the defect has been removed: -A suitable nondestructive examination
method shall be.used to assure complete removal of the defect. If the
defect penetrates the full thickness of the material, the repair shall be

Register, February, 19584, No. 338
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made witha complete penetration weld such as a double butt weld or a
single butt weld with or without backing.

Note: Before repairing a cracked area, care should be taken to investigate its cause and to
determine its extent. Where circumstances indicate that the crack is likely to recur, considera-

tion should be given to removing the cracked area and installing a patch or other corrective
measures.. '

(1) Cracks in unstayed shells, drums or headers of boilers or pressure
vessels may be repaired by welding, providing the cracks do not extend
between rivet holes in a longitudinal seam or parallel to a rivet seam
within 8 inches, measured from nearest caulking edge. The total length
of any one such crack shall not exceed 8 inches. Cracks of a greater length
may be welded, provided the complete repair is radiographed and stress
relie}xlre((ii in accordance with s. ILHR 42.14. See I'igure 2 for acceptable
methods.

(2) Cracks of any length in stayed areas may be repaired by fusion
welding except that multiple or star cracks radiating from rivet or
staybolt holes shall not be welded. See Figure 2 for acceptable methods.

(8) Cracks of any length in unstayed furnaces may be welded, pro-
vided the welds are thermally stress relieved in accordance with s. [LHR
42.14. Welds applied from one side only shall be subject to the approval
of the authorized inspector. Field repair of cracks at the knuckle or the
turn of the flange of the furnace opening are prohibited unless specifically
approved by the department. See Figure 3 for acceptable methods,

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61; r. and recr., Register, June, 1980, No.
294, eff, 7-1-80,

ILHR 42.08 Corroded surfaces and seal welding. (1) Corroded areas in
stayed surfaces may be built up by fusion welding, provided the remain-
ing plate has an average thickness of not less than 50% of the original
thickness, and further provided that the areas so affected are not suffi-
ciently extensive to impair the safety of the object. See Figure 4 for ac-
ceptable welding methods.

(2) Corroded areas around manhole or handhole openings in either
stayed or unstayed plates may be built up by fusion welding, provided
that the average loss of the thickness does not exceed 50% of the original
plate thickness and that the area to be repaired does not extend more
than 3 inches from the edge of the hole nor closer than 2 inches to any
knuckle. See Figure 5 for acceptable methods.

(3).Corroded areas in unstayed shells, drums or headers may be built
up by fusion welding provided that, in the judgment of the authorized
inspector, the strength of the structure has not been impaired. See Figure
6 for acceptable welding methods.

(4) Edges of butt straps or of plate laps and nozzles or connections
attached by riveting may be restored to original dimensions by welding.
Seal welding shall not be used except with the special approval of the
authorized inspector, and in no case where cracks are present in riveted
areas. See Figure 7 for acceptable welding methods.

() Wasted flange faces may be cleaned thoroughly and built up with
weld metal. They should be machined in place, if possible, to a thickness
not less than that of the original flange or that required by calculations in
accordance with the provisions of the applicable section of the ASME,
Register, February, 1984, No, 338
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code. Wasted flanges may also be remachined in place without building
up with weld metal provided the metal removed in the process does not
reduce the thickness of the flange to a measurement below that calcu-
lated above. Flanges that leak because of warpage or distortion and that
cannot be repaired shall be replaced with new flanges that have at least
the dimensions conforming to the applicable section of the ASME code.

(6) Tubes may be seal welded provided the ends of the tube have suffi-
cient wall thickness to prevent burn-through and the requirements of the
appropriate sections of the ASME code are satisfied. See Figure 8 for
acceptable methods.

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61; r. and recr., Register, May, 1974, No.
221, eff, 6-1-74; r, and recr., Register, June, 1980, No. 294, eff. 7-1-80.

ILHR 42.09 Re-ending and piecing tubes. Re-ending or piecing of tubes
or pipesin either fire tube or water tube boilers is permitted provided the
thickness of the tube or pipe has not been reduced by more than 10%
from that required by the applicable section of the ASME code.

History: Cr. Register, April, 1961, No. 64, eff, 5-1-61; am. (2), Register, May, 1974, No. 221,

eff, 6-1-74; am, (1) and (2), Register, May, 1978, No. 269, eff. 6-1-78; r. and recr., Register,
June, 1980, No. 294, eff. 7-1-80. '

ILHR 42.10 Materials. The materials used in making repairs or altera-
tions shall conform to the requirements of the applicable section of the
ASME code. Materials shall be of known weldable quality, have at least
the minimum physical properties of the material to be repaired and be
compatible with the original material. The thickness of any patch shall
be at least equal to, but not more than %-inch greater than, the material
being patched. Carbon or alloy steel having a carbon content of more
than 0.35% shall not be welded.

History: Cr, Register, April, 1961, No, 64, eff, 5-1-61; am., Register, May, 1974, No. 221, eff,
6-1-74; r. and recr., Register, June, 1980, No. 294, eff. 7-1-80.

Brilaw and Prasenra Vaccal Mnda
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Fire Cracks at Girth Seams Circumferential Cracks at Girth Seams

Cracksin Stayed Plates : Fire Cracks at Door Openings

Cracks radiating from rivet -or staybolt holes may be repaired if the plate is not
seriously. damaged. If the plate is seriously damaged, it shall be replaced. A sug-
gested repair method is described below:

a. Prior to welding, the rivets or staybolts from which the cracks extend and the
adjacent rivets (or staybolts if appropriate) should be removed.

b. Inriveted joints, tack bolts should be placed in alternate holes to hold the plate
laps firmly.

¢. The cracks should then be prepared for welding by chipping, grinding or goug-
ing.

d. In riveted joints, cracks which extend past the inner edge of the plate lap should
be welded from both sides.

e. Rivet holes should be reamed before new rivets are driven.

f. Threaded staybolt holes should be retapped and new staybolts properly driven
and headed.

FIGURE 2 — RIVET AND STAYBOLT HOLE CRACKS

Register, February, 1984, No. 338
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—

of :the plate. Thermal stress re-
lieving 'is  recommended.

Cautions Buccessful perform-
ance of this repalr requires a
ductile weld free from 'slag in-
clusions, voids, cracks or other
defects. .
Cracks shall be chipped,
ground “or. gouged to. provide
required ‘welding  groove; -root
of “weld 'shall .- be -cleaned by
chipping .or flame gouging and
: welding ‘applied from both sides

Cracks at the knuckle or at the turn of the flange of the furnace opening require
immediate replacement of the affected area. If repairs are attempted, specific ap-
proval of:the department is required.

FIGURE 3 — UNSTAYED BOILER FURNACES

Register, February, 1984, No. 338
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RIVET & STAYBOLTS

a. Prior to welding, the rivets or
staybolts in the wasted ‘area
should be removed.

b. Threaded staybolt holes should
be retapped after welding.

c. Rivet holes should be reamed
after welding,

* d. Welding should not cover rivet
or staybolt heads.

TUBESHEET

a. Prior to welding, the tubes in
the wasted area should be
removed.

b. After - welding the tube holes
may be reamed before new
tubes are installed.

Wasted areas in stayed and unstayed surfaces may be built up by welding provided
that in the judgment of the Inspector the strength of the structure will not be im-
paired." Where extensive weld build-up is employed, the Inspector may require an
appropriate method of NDE for the complete surface of the repair.

FIGURE 4 — WELD BU>ILD-UP OF .WASTED AREAS

Register, February, 1984, No. 338
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STANDARD
MANHOLE OPENING

‘-Backing Ring

L———— Pressure Sidev;——f

A badly wasted manhole flange may be removed and replaced with a ring-type
frame as shown above. The requirements of 2, /5'//,"for flush patches shall be met.
A full penetration weld is required. May either be double welded or welded from
one side with or without a backing ring.

Wasted area removed—7.17 4 /—Original edge of opening
Ring

Minimum lap
V2" {12.7 mm)

Pressure Side

A badly wasted area around a handhole opening may be repaired by adding a ring
as shown above on the inside of the object.

FIGURE 5 — REPAIRS FOR ACCESS OPENINGS

Register, February, 1984, No, 338
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FIGURE 6--CORRODED AREAS

Corroded Area around
manhole ‘or handhole open-
ings.

Corroded ‘area shall be thor-
oughly cleaned :before welding.
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No -corroded area which is shown in this sketch and which exceéds in
size .the permissible area .cf an unreinforced opening or exceeding in average
depth :50¢; of the plate required thickness shall be “built up” by welding.
Larger areas in vessels ‘which are subj’e:ctk to inlernal corrosion .or erosion
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SEAL WELDING OF CAULKING EDGES

o{}

A —— ——— —— —— —" — - S o — D> S ——
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Cautlon. eal welding shall not be applied if cracks are pregent in

Indication ' of persistent or recurring leakage may be a sign of
cracking. No welding shall be ‘applied until ‘a ‘careful examination—
including removal ‘of rivets if necessary-—has been made of such areas.

Seal welding shall ‘be applied in one light layer i{ practicable but not
more than two layers shall be used.

Throat Approx. 1/8in. (3.2 mm)

¢ §
N

TYPICAL RIVET. JOINT SHOWING SEAL WELD

Seal welding of riveted joints requires the approval of the jurisdiction. Seal welding
shall not be considered a strength weld.

Prior to welding, the area should be examined by an appropriate method of NDE
to assure that there are no cracks radiating from the rivet holes, If necessary, the
rivets should be removed to assure complete examination of the area. Seal welding
should not be performed if cracks are present in riveted areas.

FIGURE 7 — SEAL WELDING OF RIVETED JOINTS

Register, February, 1984, No. 338
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Tubes may be seal welded provided the ends of the tubes have ‘sufficient wall
thickness to prevent burn through. Seal welding should be applied with a maximum
of three light layers in lieu of one or two heavy layers.

In water tube boilers, tubes may be seal welded on the inside or outside of the tube-
sheet.

FIGURE 8— TYPICAL EXAMPLES OF
) SEAL WELDING TUBES

Register, February, 1984, No. 338
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~JLHR 42.11 Replacement pressure paris. Replacement parts shall be
classified as follows:

(1) PARTS ASSEMBLED BY FORMING. Replacement parts which will be
subject to internal or external pressure and that consist of materials
which may be formed or-assembled to the required shape by bending,
forging or other forming methods, but on which no shop fabrication
welding is performed, may be supplied as material. Material and part
identification shall be supplied in the form of bills of materials and draw-
ings with ASME code compliance certified in a statement by the parts
supplier,

Note: Examples include seamless or welded tubes or pipe supplied separately or in bundles;

forged nozzles; heads or tube sheets forged or machined from a single piece of material; subas-
semblies of tubes or pipe attached together mechanically.

(2) WELDED PARTS NOT REQUIRING INSPECTION. Replacement parts
which will be subject to internal or external pressure and that are preas-
sembled by welding, but on which shop inspection is not required by the
ASME code, shall have the welding performed in accordance with sec-
tion IX and other applicable sections of the ASME code. The replace-
ment part assembly identification shall be supplied in the form of bills of
material and drawings, The supplier or manufacturer shall certify that
the material, design and fabrication are in accordance with the applica-
ble section of the ASME code.

Note: Examples include boiler furnace panel wall or flaor assemblies; prefabricated openings
in boiler furnace walls such as burner openings, air ports, inspection openings or soot blower
openings,

(3) WELDED PARTS REQUIRING INSPECTION, Replacement parts which
will be subject to internal or external pressure and that are fabricated by
welding and which require shop inspection by an authorized inspector,
shall be fabricated by a manufacturer having an ASME certificate of au-
thorization and the appropriate code symbol stamp. The item shall be
inspected, and stamped with the applicable code symbol and the word
“PART”. A complete manufacturer’s partial data report shall be sup-
plied by the manufacturer. When the part is added to the vessel, the
partial data report is to be attached to Form SB 190 “Report of Welded
Repair or Alteration”.

History: Or. Register, Pebruary, 1984, No. 338, eff, 3.1-84.

ILHR 42.12 Procedure. Groove welds shall completely penetrate the
thickness of the material being welded. If possible, welding shall be ap-
plied from both sides of the plate or a backing strip or ring may be used to
insure complete penetration. Manually applied welds shall have a convex
surface on both sides if applied on both sides of the plates being joined; or
on one side if welding is applied from one side only. Valleys and under-
cutting at edges of welded joints shall not be permitted. The reinforce-
ment may be chipped, ground, or machined off flush with the base metal,
if so desired, after the welding has been completed.

History: Cr. Register, April, 1961, No. 64, eff. 5.1-61.
ILHR 42.13 Preheating. (1) GENERAL, Preheating may be required dur-

ing welding to assist in completion of the welded joint. Where deemed
necessary, advice shall be sought from a qualified source.

Note: See ASME code section VIII Appendix R for further explanatory information,
Register, February, 1984, No. 338
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(2) PREHEAT AND INTERPASS TEMPERATURES. The welding procedure
specification and qualification for the material being welded shall specify
the preheat and interpass temperature requirements.

History:-Cr, Register, February, 1984, No. 338, eff, 3-1-84.

ILHR 42.14 Postweld heat ireatment. (1) GENERAL. In repairing carbon
or low alloy steels, postweld heat treatment shall be required if it would
be required for new construction by the ASME code or when considered
necessary by the authorized inspector.

(2) ALTERNATIVE METHODS. Under certain conditions, postweld heat
treatment as outlined above may be inadvisable or impractical. In such
instances, any other method of postweld heat treatment or special weld-
ing method acceptable to the inspector may be used. Examples of special
welding methods for. P1 and P38 materials are described:in sub. (3).
Where deemed necessary, competent technical advice should be obtained
from the manufacturer.of the object or from another qualified source.
When such procedures are used, the inspector shall be assured that the
requirements of sub. (3) are met.

(3) WELDING METHODS AS ALTERNATIVES TO POSTWELD HEAT TREAT-
MENT. Two. welding methods that may be used as alternatives to
postweld heat treatment are given below as a general guide. The use of
these alternatives is limited to P1 and P3 steels, and to the more routine
repairs required in boiler and pressure vessel maintenance. They should
not be used in highly stressed areas, or if service conditions are conducive
to stress corrosion cracking or, in some cases, to hydrogen enbrittlement.

(a) Method 1, Higher preheat temperatures. 1. Material applicabil-
ity: P-No. 1, 3.

2. Method details. Preheat the materials to be welded to at least 300° F
and maintain this temprature during welding. The 300° F temperature
should be checked to assure that 4 inches of the steel on each side of the
joint, or:4 times the plate thickness, whichever is greater, will be main-
tained at the minimum preheat.

Note: Preheat of carbon steel to the temperature range of 300° F.to 400° F has been shown
by some laboratory tests to be the equivalent of the conventional postheat temperature qf
1200° F-insofar as mechanical properties of the weldment are concerned. In thg use _of this
method it should be ascertained that the noteh duectility in the as welded condition is ade-

quate at operating and pressure test temperatures. When this altemat‘ive meets the above re-
quirements, any code credit for postweld heat treatment can be continued.

(b) Method 2, Temper bead. 1. Material applicability: P-No. 1, 3.

2. Limitations. a. The weld metal shall be deposited by the manual
shielded metal arc process using low hydrogen electrodes. The maximum
bead width shall be 4 times the electrode core diameter.

b. The depth of the repair shall not be greater than %-inch or 10% of
the base metal thickness, whichever is less, and the 1nd1v1dual area shall
not be greater than 10 square inches.

c. When the temper bead method is used, it shall require the approval
of the department. The inspector shall assure that the method has been
qualified in accordance with the guidelines of section IX of the ASME
code.

Register, February, 1984, No. 338
Boiler and Pressure Vessel Code



DEPT. OF INDUSTRY, LABOR & HUMAN RELA&I{Q%S 71

3.:Method details. a. Step 1. The weld area shall be preheated and main-
tained at 2 minimum temperature of 350° F' during welding. The maxi-
mum interpass temperature shall be 450° F.

b. Step 2. The initial layer of weld metal shall be deposited over the
entire area with %-inch maximum  diameter electrode. ‘Approximately
one-half the thickness of this layer shall be removed by grinding before
depositing subsequent layers. Subsequent layers shall be deposited with
a 5/32-inch maximum diameter electrode in a manner to ensure temper-
ing of the prior beads and their heat affected zones.

c. Step 3. Heat input shall be controlled within a specified range.

d. Step 4. The weld area shall be maintained at a temperature of 400-
500° F for a minimum period of 2 hours after completion of the weld
repair.

(4) ‘JOINTS BETWEEN AUSTENITIC STAINLESS STBELS. Postweld heat
treatment is neither required nor prohibited for joints between austenitic
stainless steels. It shall not be attempted except in accordance with the
recommendations of the manufacturer of the material or the require-
ments of s. ILHR 41.10.

Note: See ASME code, section VIII, division 1, paragraph UHA-105.

(5) PEENING. In lieu of postweld heat treatment of carbon steels, peen-
ing or other methods acceptable to the authorized inspector may be used.

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61; r. and recr., Register, June, 1980, No.
294, eff, 7-1-80,

ILHR 42.15 Welded patches. (1) FLUSH OR BUTT WELDED PATCHES. (a)
The weld around a flush patch shall be a full penetration weld and the
accessible surfaces shall be ground flush where required by the applicable
section of the ASME code. Flush welded patches shall be subjected to an
appropriate nondestructive examination which shall be consistent with

tlée original construction requirements, See Figure 9 for acceptable meth-
ods.

(b) In some situations it is necessary to weld a flush patch on a tube,
such as when replacing tube sections and accessibility around the com-
plete circumference of the tube is restricted, or when it is necessary to
repair a small bulge. This is referred to as a window patch. Suggested
methods for window patches are shown in Figure 10.

(2) LAPPED AND FILLET WELDED PATCHES. Lapped and fillet welded
patches may be applied provided they are not exposed to radiant heat.
Lapped and fillet welded patches may be applied on the pressure side of
the sheet, provided the maximum diameter of the opening repaired is no
larger than 8 inches and does not exceed 16 times the thickness of the
plate. See Figure 11 for acceptable methods.

History: Cr. Register, April, 1961, No, 64, eff, 5-1-61; am, (2), Register, May, 1974, No. 221,
eff, 6-1-74; r. and recr., Register, June, 1980, No. 294, eff. 7-1-80; am. (2), Register, February,
1982, No. 314, eff, 8-1-82.

ILHR 42.16 Stays. Threaded stays may be replaced by welded-in stays
provided that, in the judgment of the inspector, the plate adjacent to the
staybold has not been materially weakened by wasting away. All re-
quirements of the ASME code governing welded-in stays shall be met,

Register, February, 1984, No. 338
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except that stress relieving other than thermal may be used as provided
in 8. ILHR 42.13 [42.14].

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61; r. and recr., Register, June, 1980, No.
294, eff. 7-1-80.

ILHR 42.17 Additional acceptable repair methods. Repairs and repair
methods not covered in this chapter may be used if acceptable to the
inspector. Some additional methods are illustrated in Figures 12 and 18.

History: Cr. Register, April, 1961, No. 64, eff, 5-1-61; r. and recr., Register, June, 1980, No.
294, eff. 7-1-80,

Register, February, 1984, No. 338
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5

FLUSH PATCHES IN UNSTAYED AREAS

FLUSH PATCHES IN STAYED AREAS

Before installing a flush patch, the defective metal should be removed until sound
metal is reached. The patch should be rolled or pressed to the proper shape or cur-
vature. The edges should align without overlap. '

In ‘stayed areas, the weld seams should come between staybolt rows or riveted
seams.

Patches should be made from material that is at least equal in quality and thickness
to.the original material.

Patches may be of any shape or size. If the patch is rectangular, an adequate radius
should be.provided at the corners. Square corners should be avoided.

FIGURE 9 — FLUSH OR BUTT-WELDED PATCHES

Register, February, 1984, No, 338
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Bevel outside
25°.35°

S

Weld
inside

N/

DETAIL OF
PATCH

FRONT AND SIDE VIEW SIDE VIEW SHOWING
OF TuBE PATCH FIT AND WELDED

It may be necessary to weld a flush patch on a tube, since in some situations, ac-
cessibility around the complete circumference of the tube is restricted. Listed below
are suggested methods for making window patches:

a. The ‘patch should be made from tube material of the same type, diameter and
thickness as the one being repaired.

b. Fitup of the patch is important to weld integrity. The root opening should ‘be
uniform -around the; patch.

c. The gas tungsten arc welding process should be used for the initial pass on the
inside of the tube and for the initial pass joining the patch to the tube,

d. The balance of the weld may be completed by any appropriate welding process.

FIGURE] 0— TUBE WINDOW PATCHING METHOD

Register, February, 1984, No. 338
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Patches shall be of mate-
rial ‘equal to the original in
quality . and thickness.

If ‘area to be patched in-
cludes a riveted seam rivets
shall ‘be removed before
patch is applied and new
rivets driven before patch is
welded “at edges.

New gtaybolts shall be in-
stalled -in patched area, the
heads ‘of staybolts shall not
be covered by welding.

Lap Fillet. Welded Patch in
Unstayed Area

i Min Lar

FIGURE 11--LAP~FILLET WELDED PATCHES

Register, February, 1984, No, 338
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1. Flush Butt Welded Head

‘With thig repair the old head is cut cloge to the point of tangency
of the knuckle of the flange and the new ‘head; previously ‘drilled for
tube -holey -and ‘beveled for adequate ‘welding groove ig butt welded to
flanged section of old head. Pack up ring, inserted in sections if neces-
sary, shall he used to insure weld penetration for full head thickness.

2. Lapped and Fillet Welded Head : :

‘With this repair, the new head is lapped under the flange knuckle of
old -head, “previously slotted as shown to admit new head, ‘then fillet
welded at edgé,

3. Segmental or Pie-Shaped Butt Welded Pateh

FIGURE 12--ACCEPTABLE REPAIRS. FOR CORRODED
OR WORN HEADS OF VERTICAL TUBE
OR SIMILAR TYPE BOILERS

Eeg‘ister, AF&bquary, ‘1?84'.1\!?' 338
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FULL PENETRATION WELDS REQUIRED

DO NOT USE BACKING RING IN AREA
SUBJECT . TO RADIANT HEAT

ALTERNATE :END ASSEMBLIES FOR RINGED FURNACES

A 4 4 3\

TUBES AND/OR STAYS "'\\\

B |

.

TYPICAL END PLAIN END FURNACE
CLOSURE FOR
RINGED FURNACES

Longitudinal seam in furnace double butt-welded and thermally
stress-relieved. For repalr, final joint to each head may be stresa-
relioved by peening., Furnace may. be welded Into a riveted boiler by
using adaptable end closures. Ringed furnace shall be thermally streas-
relieved after longitudinal seam and rings have been applied.

FIGURE 13--SUGGESTED FURNACE RENEWAL

Register, February, 1984, No. 338
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PART I
RIVETED REPAIRS

ILHR 42.18 Riveted paiches. When riveted patches are used, they shall
be designed and applied using methods aceeptable to the department.
Note: Information regarding the use of riveted patches is available from the department

and may be found in Wis. Adm. Code chapters Ind 41-42, Boiler and Pressure Vessel Code,
Register, May, 1974, No. 221.

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61; r. and recr. Register, June, 1980, No.
294, eff. 7-1-80.

ILHR 42.19 Report of riveted repair. Anyone making a riveted repair
shall furnish the department and the owner of the equipment with a re-
port of the repair as specified under s. ILHR 42.01 (5).

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61; r. and recr. Register, June, 1980, No.
294, eff. 7-1-80.

ILHR 42.20 Pressure test. The authorized inspector may require a pres-
sure test, as specified in s. ILHR 42.02, after completion of a riveted re-
pair.

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61; r. and recr. Register, June, 1980, No.
294, eff. 7-1-80.

ILHR 42.21 Materials for riveted patches. Patch material shall meet the
requirements of s. ILHR 42.10.

History: Cr. Register, April, 1961, No. 64, eff, 5-1-61; r. and recr. Register, June, 1980, No.
294, eff, 7-1-80,

PART III
RERATING OF A BOILER OR PRESSURE VESSEL

ILHR 42.22 Rerating of ‘a boiler or pressure vessel. (1) Rerating of ‘a
boiler or pressure vessel by increasing the maximum allowable working
pressure or temperature shall be considered an alteration and may be
done only after the following requirements have been met to the satisfac-
tion of the department:

(a) Revised calculations verifying the new service conditions shall be
requested from the original manufacturer and shall be made available to
the authorized inspection agency. Where such calculations cannot be ob-
tained from this source, they may be prepared by a Wisconsin registered
professional engineer and forwarded for review by the department.

(b) All reratings shall be established in accordance with the require-
ments of the code to which the boiler or pressure vessel was built, or by
computation using the appropriate formulas in the latest edition of the
ASME code if all essential details are known to definitely comply with
the latest edition of the code (table 41.10-A).

(¢) Current inspection records verify that the boiler or pressure vessel
is satisfactory for the proposed service conditions.

(d) The boiler or pressure vessel reratihg is acceptable to the autho-
rized inspection agency responsible for the object.
Register, February, 1984, No, 338
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(2) The requirements of s. ILHR 42.01 (2) (b), (¢) and (d) shall be met
and an alteration report shall be submitted in accordance with s. ILHR
42.01 (5).

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61; r. and recr. Register, June, 1980, No.
294, eff. 7-1-80.

PART IV

SECONDHAND VESSELS—PORTABLE BOILERS

ILHR 42.25 Application. Sections TLHR 42.25 through 42.33 shall ap-
ply to secondhand boilers, secondhand pressure vessels installed after
July 1, 1960 on which both the ownership and location were changed,
and shall also apply to portable boilers (See s. ILHR 42.33).

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61; am. Register, May, 1974, No. 221, eff,
6-1-74.,

ILHR 42.26 Code constructed vessels. Secondhand vessels which were
constructed and stamped according to some edition of the ASME Boiler
and Pressure Vessel Code or other recognized pressure vessel codes ac-
ceptable to the department may be installed and operated at or below
the working pressure stamped on the vessel.

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61; am., Register, May, 1974, No. 221, eff.
6-1-74; am., Register, June, 1980, No. 294, eff. 7-1-80.

ILHR 42.27 Existing vessels, Secondhand boilers which were con-
structed ‘and installed in ‘Wisconsin under the provisions of ss. ILHR
41.60 through 41.99 may be reinstalled if the working pressure is recalcu-
lated with a factor of safety of 6. Secondhand pressure vessels which do
not meet the requirements of s. ILHR 42,26 may be reinstalled if .the
working pressure is recalculated with a factor of safety of 6, using ss.
ILHR 41,63 through 41.65 and ss. ILHR 41,71 through 41.75 for such
calculations.

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61; am., Register, May, 1974, No, 221, eff.
6-1-74.

TLHR 42.28 Vessels from out of state, Secondhand vessels from out of
state shall meet the requirements of s. ILHR 42.26. A copy of the manu-
facturer’s data report shall be furnished to the department for each ves-
sel indicating that it was manufactured originally to the requirements of
an earlier edition of the applicable ASME code, If a vessel has been re-
paired or altered since its fabrication, a copy of the manufacturer’s data
report, welded repair report or alteration report shall be furnished to the
department.

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61; am., Register, June, 1980, No. 294, eff.
7-1-80.

ILHR 42.29 Lap seam boilers. Second hand boilers which have lap seam
construction and which ‘are larger than 36 inches in diameter shall be
limited to a maximum allowable working pressure of not more than 15
pounds per square inch.

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61.

Register, February, 1984, No. 338
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ILHR 42.30 Prohibited boilers. The installation of secondhand boilers
which have the longitudinal joint exposed to the intense heat of the fur-
nace is prohibited.

Note: The locomotive or inside welt strap will not be considered as strengthenmg or chang-
ing the original type of boiler joint.

History: Cr. Register, April, 1961, No. 64, eff, 5-1-61.

ILHR 42.31 Inspection and testing. (1) Every secondhand vessel shall be
inspected and given a hydrostatic pressure test at one and one-half times
the working pressure at its new point of installation location before it is
placed in operation. The test shall be w1tnessed by an authorized inspec-
tor.

(2) When the department determines that a hydrostatic test-at one
and one-half times the working pressure is not possible or desirable, the
department may accept alternate means to determine if the vessel is safe
for its intended use.

Note: Where water is used in a hydrostatic test, the temperature of the water should not be
less than 70° F and the maximum temperature during inspection should not exceed 120°F, If a
test 1s conducted at 1% times the maximum allowable working pressure (MAWP) and the

owner specifies a temperature higher than 120° T, the pressure should :be reduced to the
MAWP and the temperature to 120° F {or the close examination,

History: Cr, Register, April, 1961, No, 64, eff. 5-1-61; am. (1) (intro.), (2) and (3), Register,
May, 1974, No. 221, eff. 6-1-74; r. and recr., Register, June, 1980, No. 294, eff, 7-1-80.

ILHR 42.32 Installation. Except for vessels exempted in s. ILHR 41.21,
all secondhand vessels when reinstalled, shall comply: with the ASME
codes listed in s. ILHR 41.10 in regard to fittings, appliances, valves,
connections, settings and supports.

History: COr. Register, April, 1961, No. 64, eff, 5-1-61; am., Register, May, 1974, No, 221, eff.
6-1-74; am. Register, February, 1982, No. 314, eff, 3-1-82.

ILHR 42.33 Portable boilers. The owner or user of a portable boiler
brought into this state for use, shall possess a certificate of operation is-

sued by the department prior to use. The certificate will be issued only
after the following requirements are met:

(1) The boiler is of ASME construction; and

(2). An internal or external inspection of the boiler has been made
which is acceptable to the department.

History: Cr. Register, April, 1961, No. 64, eff, 5-1-61; r. and recr. Register, February, 1982,
No, 314, eff. 3-1-82,

PART V
INSPECTION AND REPAIR OF PRESSURE VESSELS
IN-PETROLEUM REFINERIES

ILHR 42.35 Application. Sections ILHR 42.35 through 42.63 shall ap-
ply to the inspection, repair, evaluation for continued use, and the meth-
ods for-.computing the maximum allowable working pressure of pressure
vessels in petroleum refineries.

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61; afn., Register, May, 1974, No. 221, eff.
6-1-74.

Register, February, 1984, No. 338
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ILHR 42.36 Inspection; general. (1) Vessels that are inspected in ac-
cordance with the procedures described herein will be acceptable; how-
ever, other procedures approved by the department may be used.

(2) New.vessels shall be permitted to operate within the conditions for
which they were constructed as determined in s. ILHR 42.40 or, in cases
where the provisions of s.. ILHR 42,39 (1) (¢) apply, for an initial period
during which corrosion rates are determined as specified in s. ILHR 42.39

(1) (c).

(8) If the vessel is to be kept in service the allowable conditions of
service and the length of time before the next inspection shall be based on
the condition of the vessel, as determined by the inspection.

(4) 1f the allowable working pressure and temperature are changed,
the period of ‘operation until the next inspection shall be established for
this new service.

(5).If both the ownership and location of any vessel are changed, the
vessel shall be inspected before it is re-used and the allowable conditions
of service and the next period of inspection shall be established for the
new service.

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61; am. (1), Register, May, 1974, No, 221,
eff, 6-1-74.

ILHR 42.37 Qualifications ‘of inspectors. (1) EXPERIENCE. Inspectors
shall have at least 3 years experience as follows:

(a)-In boiler or pressure vessel construction or repair;
(b') As an operating engineer in charge of high preSsure boilers; or

(e) As.an inspector of steam boilers or pressure vessels.

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61; am., Register, May, 1974, No. 221, eff,
(2561-74; i a{ld recr. Register, May, 1978, No. 269, eff. 6-1-78; r. (2), Register, June, 1980, No.
4, eff7-1-80.

ILHR 42.38 Inspection records. (1) A permanent and progressive record
§hall be maintained for each vessel. This record shall include the follow-
ing:

(a) Manufacturer’s and owner’s serial numbers.
(b) Location and thickness for critical points at all inspections.

(¢) Limiting metal temperature and location on vessel, if such temper-
ature is’below -20° I., or is a factor in establishing the allowable working
pressure or other service conditions for the vessel.

(d) Computed maximum allowable working pressure at the time of the
next inspection and coincident temperature,* and, in addition, if the ves-
sel is rated by a code other than the one to which it was constructed,
computations showing method of determining the maximum allowable
wo(;'king xéressure with reference to the specific edition ‘of the code or
codes used.

* . For a vessel designed for more than one combination of operating conditions, i.e., having
more than one maximum allowable working pressure with coincident temperatures, or for a
vessel'in which different zones are subjected to different temperatures (see s. ILHR 41.50), all
conditions should be recorded.

Register, February, 1984, No, 338
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(e) Hydrostatic test pressure if so tested at the time of inspection.
(f) Scheduled (approximate) date of next inspection.

g Date of installation and of any significant change in service condi-
t}ons (pressure, temperature, character of contents, or rates of corro-
sion), for-any vessels of the types mentioned in sub.(2) (b).

(2) In addition to the progressive vessel record described in sub. (1), a
file which contains the following information shall be maintained;

(a) Complete safety valve data, including spring data, and date of lat-
est inspection.

(_b) For a!l _vessels used in process operations and others subject to cor-
rosive conditions, drawings giving sufficient details to permit calculation
of service rating of all components.

History: Cr. Register, April, 1961, No. 64, eff, 5-1-61.

ILHR 42.39 Determination of probable corrosion rate. (1) On new vessels
and on vessels for which service conditions are being changed, one of the
following methods shall be employed to determine the probable rate of
corrosion from which the remaining wall thickness at the time of the next
inspection can be estimated:

(a) The corrosion rate as established by accurate data collected by the
owner or user on vessels in the same or similar service.

(b) If accurate data for the same or similar service are not available,
the probable corrosion rate as estimated from the inspector’s knowledge
and experience on vessels in similar service.

(e) If the probable corrosion rate cannot be determined by either of the
above mentioned methods, thickness determinations shall be made after
approximately 1,000 hours of service, or one normal run if longer than
this; subsequent sets of thickness measurements shall be taken after ad-
ditional similar intervals until the corrosion rate is established. If the
probable corrosion rate is determined by this method, the corrosion data
indicated by the first inspection may be used as a first approximation of
the corrosion rate, but shall be excluded from all subsequent computa-
tions of the corrosion rate, since attack on the initial surfaces may not be
indicative of subsequent attack on corroded surfaces.

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61.

ILHR 42.40 Maximum period between inspections. (1) When the con-
tents of a vessel are known to be, or expected to be, corrosive, the maxi-
mum period between internal inspections shall not exceed % of the esti-
mated remaining safe operating life of the veseel, or 5 years, whichever is
less; except in cases where an adequate inspection history extending over
a period of at least 5 years has established that the corrosion rate is rea-
sonably uniform and predictable, the interval between the current in-
spection and the next subsequent one may be established as the pro-
jected full remaining safe operating life of the vessel, provided. this
projected period does not exceed one year.

(2) In cases where part or all of the vessel wall has a protective lining,
the frequency of inspections for the portions of the vessel so protected
shall be determined from a consideration of records of previous experi-

Register, February, 1984, No. 338



DEPT. OF INDUSTRY, LABOR & HUMAN REL!’&“I{ROI\;S 83
4

ence with the protection afforded by the lining during similar operations
(and the corrosion allowance for the protected metal if there is any likeli-
hood that the lining will fail), but the maximum period between internal
inspections shall not exceed 5 years.

(8) When a vessel has 2 or more zones of considerable extent and the
net discarding thicknesses, corrosion allowances, or corrosion rates for
each differ so much that the foregoing provisions give significant differ-
ences in maximum periods between inspections for the respective zones
(e.g., the upper ‘and lower portions of some fractionating towers), the
periods:between ‘inspections may be established individually for each
zone on the basis of the conditions applicable thereto, instead of being
established for the entire vessel on the basis of the zone which requires
the more frequent internal inspection.

(4) The “net discarding thickness” for a vessel or zone, as referred to
above, shall be understood to mean the large of the following:

(a) The net wall thickness, exclusive of any corrosion allowance, re-
quired for the safety valve setting and operating temperature for the ser-
vice in which the vessel is being used, or

(b) The minimum practical thickness permitted by the provisions of s.
ILHR 41.50.

(5) When the contents of a vessel are known to be non-corrosive, the
vessel need not be inspected internally as long as it remains in the same
service and provided all the following conditions are met:

(4).The non-corrosive character of the contents, including the effect of
trace components, shall have been established by at least 5 years compa-
rable service experience with the fluid which is being handled.

(b) No questionable condition is disclosed by the annual external ex-
aminations required by sub. (7).

(e)The operating temperature of the vessel contents does not exceed
500° F for ferrous metals, or 250° F for non-ferrous metals.

(d) The vessel is so installed that the contents are not subject to inad-
vertent contamination by corrosives.

(6) When the contents of a vessel are expected to be non-corrosive, but
one or more of the conditions of sub. (5) is not met, the maximum period
between inspections shall not exceed 5 years, or such shorter interval as
may be deemed necessary if some kind of deterioration other than corro-
sion is anticipated or suspected.

(7) In addition, all vessels aboveground shall be given a visual external
examination at least once every 12 months, preferably while in opera-
tion, to determine the readily apparent condition of the vessel, its sup-
ports, and exterior insulation, as well as the general alignment of the ves-
sel on its supports, which might indicate external loadings affecting the
vessel’s condition.

(8) The safety and relief valve equipment shall be inspected and tested
at intervals as necessary to maintain the equipment in a safe operating
condition. The intervals between inspections should be determined by
experience in the particular service concerned. Other pressure relieving
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devices, such as rupture disks, shall be given a thorough examination at
intervals determined on the same basis.

(9) The periods for inspection referred to in this section assume that
the vessel is in continuous operation, interrupted only by normal shut-
down intervals. If the vessel is out of service for an extended interval, the
effect of such a non-operating period shall be considered in revising the
date of .the next inspection which was established and reported at the
time of the previous inspection. If the vessel is out of service for a contin-~
uous period -of one year or more, it shall be given an inspection before
again being placed in service.

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61.

ILHR 42.41 Inspection for corrosion. (1) The minimum thickness and
maximum corrosion rate for any part of the vessel shall be determined at
each inspection specified in s. ILHR 42.40 by methods such as described
in the following paragraphs:

(a) ‘The depth of corrosion in vessels subjected to corrosion service
may be determined by gaging from uncorroded surfaces within the ves-
sel, when such surfaces are available and suitably located with respect to
the area in question. These surfaces may be obtained by either of 2 meth-
ods:

1. Protecting the normal surface with welded corrosion-resistant strips
or buttons which can be removed during inspection; or

2. By using such strips or buttons as reference levels from which to
measure if the strips or buttons are fully corrosion-resistant and if accel-
erated corrosion does not occur adjacent to the strips or buttons.

(b) When corrosion-resistant strips or buttons cannot be used, it may
be practical to drill small holes from the corrosion-susceptible surfaces,
before corrosion starts, at suitable intervals to a depth equal to the metal
thickness allowed for -corrosion, and to plug these holes with protective
material that can be readily removed to determine from time to time the
loss in ‘metal thickness as measured from the bottom of these holes.

(¢) ‘When the depth of corrosion cannot be readily determined other-
wise, holes may be drilled through the portions of the wall where corro-
sion appears to be a maximum, and the thickness determined by taking
thickness-gage measurements through these holes, If suitably located ex-
isting openings are available, such measurements may be taken through
these openings.

(d) Any other suitable method (such as ultrasonic or gamma-ray in-
struments) that will not affect the safety of the vessel may be used pro-
vided it will assure minimum thickness determinations accurate within
the following tolerances:

Wall Thickness, t Permissible Tolerance
5/16 in. and less 0.10t
Over 5/16 in. 1/12 in., or 0.05t, whichever is
greater.
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(2) For a corroded area of considerable size in which the circumferen-
tial stresses govern, the least thicknesses along the most critical element
of such area may be averaged over a length not exceeding:

(a) The lesser of % the vessel diameter, or 20 inches, in the case of
vessels with inside diameters of 60 inches or less; or

(b) -The lesser of % the vessel diameter, or 40 inches, in the case of
vessels with inside diameters greater than 60 inches—except that if the
area contains an opening, the distance within which thicknesses are aver-
aged on either side of such opening shall not extend beyond the limits of
reinforcement as referred to in s. ILHR 41.50. If, because of wind loads
or-other factors, the longitudinal stresses would be of importance, the
Jeast thicknesses in a similarly determined length of arcin the most criti-
cal plans perpendicular to the axisof the vessel also shall be averaged for
computation of the longitudinal stresses. The thicknesses used for deter-
mining corrosion rates at the respective locations shall be the average
thicknesses determined as aforesaid; and for the purposes of s. ILHR
42.48 “the actual thickness as determined by ingpection’’ shall be under-
stood to mean the most eritical value of average thickness so determined.

(8) Widely scattered pits may be ignored provided their depth is not
more than % the net thickness of the vessel wall (exclusive of corrosion
allowance), the total area of the pits does not exceed 7 square inches
within any 8-inch diameter circle, and the sum of their dimensions along
any straight line within this circle does not exceed 2 inches.

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61,

ILHR 42.42 Correction of corrosion rate. If, upon measuring the wall
thickness at any inspection, it is found that an inaccurate rate of corro-
sion has been assumed, the rate to be used for the next period shall be
increased or may be decreased to conform with the actual rate found.

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61.

ILHR 42.43 Inspection for defects. (1) The parts of a vessel which
should be inspected most carefully depend upon the type of vessel and
the operating conditions to which it is subjected. The inspector should be
familiar with the operating conditions of the vessel and with the causes
and character of ‘defects and deterioration that may result therefrom.

(2):Among the many ways of inspecting a vessel for defects, careful
visual examination is by far the most important and the most universally
applicable. Other means that may be very useful from time to time in-
clude magnetic-particle (for cracks and other elongated discontinuities
in magnetic materials), fluorescent or dye penetrants (for disclosing po-
rosity, pinholes, etc., which extend to the surface of the material and for
outlining other surface manifestations, especially in non-magnetic mate-
rials), hammer testing, pressure testing, exploratory chipping, ete. All of
these methods should be considered as auxiliary to careful visual exami-
nation. The extent to which one or more of them should be used in any
given case can be determined only by the exercise of mature judgment
based upon the details of circumstances encountered. Adequate surface
preparation is frequently of paramount importance to proper visual ex-
amination and to the satisfactory application of any auxiliary procedure
such as those mentioned above, The extent to which special surface prep-
aration may be required is dependent upon the individual circumstances

Rggig‘ter, F(Jabruary, 19§4, No. 338



86 WISCONSIN ADMINISTRATIVE CODE
ILHR 42

inyolyed, but may require wire brushing, sandblasting, chipping, or
grinding, or a combination of these operations in addition to routine cle-
anings.

(3) If it is found that external or internal coverings, such as insulation,
refractory protective linings, corrosion-resistant linings, etc., where they
exist are in good condition and there is no reason to suspect any unsafe
condition behind them, usually it is not necessary to remove them for
inspection of ‘the vessel. In such cases, however, it sometimes may be
advisable to remove small portions of the coverings in order to investi-
gate their condition and effectiveness and the condition of the metal back
of them, Where operating deposits, such as coke, normally are permitted
to remain on a vessel surface, it is particularly important to determined
whether such deposits adequately protect the vessel surface from deteri-
oration; this may require thorough removal of the deposit in selected
critical areas for spot-check examination. Where vessels are equipped
with removable. internals, these internals need not be completely re-
moved provided reasonable assurance exists that deterioration in regions
rendered inaccessible by them is not occurring to an extent that might
constitute a hazard or.to an extent beyond that found in more readily
accessible parts of the vessel.

(4) The items that normally shall be examined during an inspection,
subject in each case to the provisions of sub. (3) and various suggestions
concerning some of the things to be looked for, or procedures that may be
used, are as follows:

(a) Shells and heads. Examine surfaces carefully for possible cracks,
blisters, bulges, and other evidences of deterioration giving particular
attention to the knuckle regions of the heads. If evidence of distortion is
found, it may be advisable to make a detailed check of the actual contour
against the design shape even though this may require removal of insula-
tion or internal protective linings. On vessels with torispherical (dished)
heads, if no record exists as to the erown radius and knuckle radius of the
heads, these dimensions should be ascertained and recorded even though
no evidence of distortion is observed.

(b) Joints. Examine inner and outer surfaces of welded joints carefully
for possible eracks and for other defects such as may have been uncov-
ered by the progress of corrosion. Magnetic-particle inspection is sug-
gested as a useful means for doing this either throughout the lengths of
the welds or as a supplement to visual inspection on selected lengths
which may appear to need more than a visual inspection. Examine riv-
eted joints inside and outside of the vessel for the condition of rivet
heads, butt straps, and plates, and for the condition of the calked edges.

(¢) Manways, nozzles, and other openings. Examine the surfaces of all
manways, nozzles, and other openings carefully for distortion, eracks,
and other defects giving particular attention to all welding or riveting
used for attaching such parts and their reinforcements. If drawings are
not available which show details of opening reinforcements and their at-
tachments, take such measurements on these components as may be
needed for computing the adequacy thereof. If any question exists as to
the condition of any threaded connections, the threaded parts should be
disassembled to permit a careful check of the number of threads that
remain effective and in good condition. Examine accessible flange faces
for distortion and for the condition of gasket seating surfaces.
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(5) The inspection items given above are not presumed to be complete
for.every vessel, but include those features common to most vessels and
in general those of greatest importance. Inspectors must supplement this
list with any additional items necessary for the particular vessel or ves-
sels involved.

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61.

ILHR 42.44 Check of dimensions, The vessels shall be examined for visi-
ble ‘indication of distortion; if any such distortion is suspected or ob-
served, the over-all dimensions of the vessels shall be checked to deter-
mine the extent and seriousness of the distortion.

History: Cr. Register, April, 1961, No. 64, eff, 5-1-61,

ILHR 42.45 Pressure relief devices. The safety valves and other protec-
tive devices, such as rupture disks and vacuum valves, where used,
should be checked to see that they are in proper condition. This inspec-
tion, in the case of valves, will normally include a_check on their opera-
tion at the set pressure, a check that the proper spring is installed for the
service, and an examination to determine that inlets, outlets, and dlS-
charge piping are free.or corrosion products or other stoppage.

History: Cr. Register, April, 1961, No. 64, eff, 5-1-61,

ILHR 42.46 Temperature measuring devices. Temperature measuring
devices used for determining metal temperatures shall be checked for ac-
curacy and general condition.

History: ‘Cr. Register; April, 1961, No. 64, eff, 5-1-61.

ILHR 42.47 Allowable operation based on inspection data, Defects or
damage discovered during the inspection shall be repaired in accordance
with ss, ILHR 42.50 through 42.63, or shall constitute a basis for reduc-
ing the allowable working pressure in accordance with s. ILHR 42.48, or,
as a final resort, for retiring the vessel from service.

History: Cr. Register, April, 1961, No. 64, eff, 5-1-61.

ILHR 42.48 Allowable working pressure. (1) The -allowable working
pressure for the continued use of a vessel may be established by the code
to.which the vessel was built or by computation using the appropriate
formulas in the edition of the ASME code listed in s. ILHR 41.10 if all
essential details (such as quality of materials and workmanship, knuckle
radii of heads, reinforcement -of openings, ete.) definitely are known to
comply with the latter. In corrosive service the actual thickness as deter-
mined by inspection minus twice the estimated corrosion loss before the
date of the next inspection shall be used, except as modified in s. ILHR
42.40 (1). Suitable allowance shall be made for the other loadings in ac-
cordance with s. ILHR 41.50.

(2) For vessels with riveted joints, in which the strength of one or more
of the joints is a governing factor in establishing the maximum allowable
working pressure, consideration shall be given to whether, and to what
extent, corrosion will change the possible modes of failure through such
joints. Also, even though no additional thickness may have originally
been provided for corrosion allowance at such joints, credit may be taken
where computations show this to be justified, for the corrosion allowance
inherent in the joint design.
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(8) The allowable working pressure of vessels with one or more open-
ings, for which the closures are auxiliary equipment not part of the pres-
sure vessel, shall be determined only after due consideration of any pres-
sure limitations imposed by such auxiliary equipment.

ﬁl{é.sxior7y: Cr. Register, April, 1961, No. 64, eff. 5-1-61; am. (1), Register, May, 1974, No. 221,
eff. 6-1-74.

ILHR 42.49 Pressure test. (1) Unless required by sub. (2), a pressure
test normally need not be made as a part of a periodic inspection. How-
ever, one shall be made when unusual, hard-to-evaluate forms of deterio-
ration possibly affecting the safety of the vessel are disclosed by inspec-
tion (and after certain repairs, see s. ILHR 42.63). When a pressure test
is made for this purpose, it shall be conducted at a pressure determined in
accordance with the provisions of s. ILHR 41.50.

(2) Any vessel that has not previously been given a hydrostatic test at
a pressure of 1.50 times its maximum allowable pressure as referred to in
s, ILHR 41,50, or a pneumatic test at a pressure of 1,10 times the maxi-
mum allowable pressure, shall be given a hydrostatic pressure test at the
time of ‘each inspection at a pressure not less than 1.50 times its design
pressure, or a pneumatic test not less than 1.10 times the design pressure,
suitable correction being made in either case for differences in tempera-
ture between :design and test conditions. Vessels whose main joints are
100% radiographed are exempted from this requirement.

History: Cr, Register, April, 1961, No. 64, eff. 5-1-61.

ILHR 42.50 Field repairs; general. No repairs, additions, or alterations
shall be made until the proposed methods of execution have been consid-
ered and approved by the inspector. Other methods may be used if sub-
mitted to and approved by the department. All such work shall be of the
highest quality of workmanship, and shall be executed in a manner and
by practices complying with the applicable provisions of s. ILHR 41.50,
and with code approved materials and under proper supervision. Com-
plete records of all such work shall be made and filed.
6—1H'i1i’iwry: Cr. Register, April, 1961, No. 64, eff. 5-1-61; am., Register, May, 1974, No. 221, eff.

ILHR 42.51 Defecis in welded joinis and plates. Repairs to cracks found
in welded joints and to minor defects found in plates may be made, after
preparing a U or V-shaped groove the full depth and length of the crack,
by filling this groove with weld metal deposited in accordance with the
requirements of s. ILHR 42.57, or by riveting a reinforcing plate which
meets the requirements of s. TLHR 41.50 for a hole equal in diameter to
the full length of the crack after chipping out or drilling the ends.

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61.

ILHR 42.52 Corrosion pits. Isolated corrosion pits may be filled with
weld metal deposited in accordance with the requirements of s. ILHR
42.57. Such pits shall be cleaned to sound metal before welding,

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61.

ILHR 42.53 Thickness gage holes. (1) In corroded vessels subject to
rapid stress fluctuations, the holes drilled through the vessel wall for
measuring thickness in accordance with s. ILHR 42,41 shall be closed by
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welding which complies with s. ILHR 42.57 and provides complete pene-
tration and fusion for the full depth of the hole.

(2) For-vessels in other service, these holes may be treated as un-
reinforced openings and may be closed by any method permitted under
the rules of the ASME code.

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61.

ILHR 42.54 Corroded or distorted flange faces. (1) Corroded flange faces
may be cleaned thoroughly and built up with weld metal deposited in
accordance with the requirements of s. ILHR 42.57-and re-machined in
place, if possible, to a thickness not less than that of the original flange or
that required by:calculations in accordance with the rules in s. ILHR
41.50. Corroded flanges may also be re-machined in place, without build-
ing up with weld metal, provided the metal removed in the process does
not reduce the thickness of the flange below that calculated as above.

(2) Warped flanges which cannot be re-machined, or flanges which
have become distorted because of excessive tightening of bolts, shall be
replaced with new flanges which have at least the dimensions conforming
to s. ILHR 41.50, welded on in accordance with the requirements of s.
ILHR 42.57.

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61.

ILHR 42.55 Cracks at {apped openings. (1) It is not recommended to
repair.a crack at a tapped opening by chipping, welding, and re-tapping.

. (2) Instead of making a repair as mentioned in sub. (1), a fully rein-
forced flanged nozzle may be installed, or if a tapped connection is re-
quired, it may be provided by welding in a heavy-wall, 3000# minimum
threaded coupling by one of the methods permittedin s. ILHR 41.50.

History: Cr. Register, April, 1961, No. 64, eff, 5-1-61.

ILHR 42.56 Inadequate bolting material. Defective bolting material
shellgll;e rexilasced with suitable material which meets the requirements of
S, R 41.50. '

History: Cr. Register, April, 1961, No. 64, eff, 5-1-61,

ILHR 42.57 Field welding. (1) Strength welding shall be done by quali-
fied welders and shall meet all other requirements of s. ILHR 41.50.

(2) Preheating to not less than 300° F may be considered as an alterna-
tive to thermal stress relief for minor alterations or repairs of initially
stress relieved vessels constructed of the P-1 carbon steels listed in s.
ILHR 41.10 and for the P-3 alloy steels preheat sometimes can be consid-
ered as an alternative, especially when the operating temperature is high
enough to assure reasonable ductility of the weldment during operation,
and there is no excessive hazard during hydrostatic tests. Vessels con-
structed of other steels, which initially were required to be stress-relieved
normally, shall “be “stress-relieved if alterations or repairs.involving
strength welding are performed. Any stress relieving shall be performed
in accordance with s. ILHR 41.50. When preheat is used as an alterna-
tive for thermal stress relief as provided above, the stress relief factor
may be continued.

Eﬂésiofzyi Cr. Register, April, 1961, No. 64, eff. 5-1-61; am. (2), Register, May, 1974, No. 221,
eff, 6-1-74.
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ILHR 42.58 Applying patches to vessels by welding. (1) Patches to be
welded to vessel walls shall be made of material equivalent to the mate-
rial of the plate to be repaired. If a flush patch is to be installed in a vessel
with welded longitudinal joints, a type of joint shall be used which has a
joint factor (efficiency) as high as the original longitudinal joint. If a flush
patch is to be installed in a seamless section, a double welded butt joint
shall be made.

(2) If 'a lap patch is applied, welding shall be performed in the same
manner as for a reinforcing plate around an opening, and the proportions
of the patch shall be determined as outlined in s. ILHR 41.50. The appli-
cation of patch plates to both the outside and inside of the vessel wall
sometimes is preferred to a single lap plate. (Such double patch plates
should ‘be avoided in high temperature service; in hydrogen blistering
service a weep hole should ‘be provided in one of the patch plates.) Lap
patchses at}tlached by welding should not be applied to wall thicknesses
over % inch.

(8) If a welded patch is applied to a riveted vessel, the type of welded
joint used shall have at least as high an efficiency as the riveted longitudi-
nal joint.

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61.

ILHR 42.59 Riveting. All field riveting shall meet the requirements of s.
ILHR 41.50.

History: Cr. Register, April, 1961, No. 64, eff. 5-1-67.

ILHR 42.60 Applying patches to vessels by riveting. The application of a

riveted patch shall be made in confomity with the rules given in s. ILHR
41.50 for reinforcing plates attached by riveting.

History: Cr. Register, April, 1961, No. 64, eff. 5-1-61,

ILHR 42.61 New connections. (1) New connections may be installed on
vessels provided the design, location, and method of attachment meet
the construction requirements of s. ILHR 41.50.

(2) Welding shall conform to the requirements of s. ILHR 42.57 and
riveting to the requirements of s. ILHR, 42.59.

ﬂﬂésio;y: Cr. Register, April, 1961, No. 64, eff, 5-1-61; am. (1), Register, May, 1974, No. 221,
eff. 6-1-74.

ILHR 42.62 Calking riveted vessels. Rriveted joints may be made tight
either by mechancial calking or by metallic arc seal welding in accord-
ance with s. ILHR 41.50 after carefully cleaning the seam and cleaning
around the rivet heads.

History: Cr. Register,-April,- 1961, No. 64, eff. 5-1-61.
ILHR 42.63 Pressure test after repairs. A vessel, which has had repairs

or alterations, shall be given a pressure test in accordance with s. ILHR
42,49 (2), provided the inspector deems it necessary.

History: Cr. Register, April, 1961, No, 64, eff. 5-1-61.
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Power boiler (DefiNition) .....evevvvirererniesssnessnrecssessnsessssesesssssens 41.02
Setting and installation (Existing installations). ..41.95
WiSCONSIN SPECIAL.ceiirerirrvereerieeieseniiersessssssssserassssssssserssnsssnsnnssns 41.51
C
CALCULATIONS
PreSSUIe .pueeeccriiereereneeirivriiaeerreeesiinaeeressssssnsnessseees
Riveted repairs (Design)
CERTIFICATE
Of competency
Of OPEratioN...ccvveereerieirieereerernieninneeeesereseessseirorssassnssesseses "
CHECK OF DIMENSIONS (Vessels in petroleum refineries) .....42.44
CODE CONSTRUCTED VESSELS
Existing installations ....ecovveeeererisessscnenneeresssaeesrensssssssesssessnnes
New Installations ....iievvevieereiseeneivvasiinsionsssissresenssarsaes
Secondhand boilers and pressure vessels
COMBUSTION REGULATORS
Existing installations ......cccccccveeenmecneenmnanesseenininiesssiin. 41.89
New INStAllationS ceeeerreririrerrersererereeceraessoossssossivosesrorsessssnsesnssese 41.50

COMPANIES/CORPORATIONS Allowed to make inspections ..41.25

CONDEMNATION/CONDEMNED
Boiler or pressure vesel
DEfINIEION vuvrviireireererrirserrrensessssnrrerscssenssessesisiiosiiisesessasessassiosnes

CORRODED OR DISTORTED FLANGE FACES (Vessels in

petroletim refiNeries) v viiveeereeuniiesrererrnererereemnnisssrosessesesnnnniane 42.54
CORRODED SURFACES AND SEAL WELDING....c..cieveeeniis 42.08
CORROSION (Vessels in petroleum refineries) .

Correction Of TAte -vuvvvveviiireinirinnrreiserenrirrrersssrererseserseennsssorarars 42.42

Inspection for
30 17 SO
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Index
CRACKS
At tapped openings (Vessels in petroleum refineries) ............... 42.55
Permissible welded repairs .....ooveisiinnienisnieniennenssecinsorsensnonine 42.07
D .
DATA REPORTS (Manufacturers) vueeiiveeecesirmmecssisssorisorersesssiseass 41.15
DEFECTS IN WELDED JOINTS AND PLATES
(Vessels in petroleum refineries) vueveeerneimensmmseennssinnmesiiini. 42.51
DEFINITIONS ...ccottiirvirieeeereniriiesesssssnassisessisisnssssssssssnasssssossanns 41.02
DEPARTMENT (Definition) uiuueissereriiiremmmminisssscsiinimmmnmenn 41.02
" DESIGN (Riveted patches) oovcvimiienniiniiirineiii e, 42.18
DETERMINATION OF PROBABLE CORROSION RATE
(Vessels in petroleum refineries) .....ocuuirsssserissisieessvnmisenciiinen 42,39
E
EFFICIENCY OF JOINT (Existing installations)........; evseeiiesens 41.73
ENFORCEMENT AUTHORITY (Definition) ....cccveeeereiesssereesse 41,02
EXEMPTIONS FROM PERIODIC INSPECTIONS................41.21

EXISTING INSTALLATIONS
Access and firing doors
ADPPHCALION cevreicrreireeenreritivsnnnesissrtainnisivarasaieeanansensecsosiaasnssrenses
Boiler plate thickness.....ccccvviiininieiiiniinieniecieeeerenrenrreeeesesaensees
Boiler setting and installation
Bottom blow-off or drain
Code constructed VeSSelS..ierrmereerrmemreeeennsisensiossorsiinnessioinmeises
Combustion regulators for boilers ....
Definition ol iecvirirnienreeeennnn

Dished head restrictions.

Efficiency of joint

Factor of safety

.............................................................

..................................................

.........................................................

...........................................................
---------------------------------------------------------------------

.......................................................................

FEOA PIPC tovecrrrrernssnnenieiisieiiinnisieiiiiioesiossnssassssssannnsssssssssssnnsss

GALE COCKS.auuiiierrererereersseneeceeesionrasistasssesissossssnesnssosssansessansssnse

Ligament between diagonal tube holes......ivvveiiiiieeiiiiiiinerersesenss 41,75
Ligament between parallel tube holes i.iiveviccrerivernseisrererseeessans 41,74
Maintenance...cicieeereeereiisviennense ..41.93
ManholeS .cue.veeeiiiieeneeereiissisinersersonsss ..41.92
Maximum allowable WOrking PreSSureS.....icicvevecsseesssssrassesesasee 41.61
Maximum pressure for cast iron DOIIErS ........cieeicersnsersessesssesecs 41,76
Other methods of installing safety devices .......coavrenne Veereeresasass 41.69
Pressure calculations....iceesiviieersrssssssnrrsersesssonesses 41.63-41.65, 41.67
Pressure SaUeS...ccireiiieiivisrieirrenteecsssnessosrerssrnesossanersosssnnsisseeas 41.84
Pressure relief devices (Unfired préssure vessels) .....ocvvevveerrvnenss 41.99
Safety or relief valves required on boilers....ccceereecerueresessnsinrness 41,77
Safety valves for low pressure bollers....c..occcioviviiivciiiereeesesreneens 41.78
Shearing strength of FVetS i vveiieeeerreeniiniiieeeniisssssessasssasss 41,72
Stop valves on pressure discharge outlets.. .41.85
Strength of materials ....vevevevivereeeeenecssene L4171
Thermometers on hot water DoIlers......oeeeivrreeeerssvnenssis 41,80
Threaded OPeNINES.....cccverrierieereereereerereersrreersrsorsrrrossarsossoarsosssns 41,94

Register, February; 1984, No. 338

Railar and Pracenre Vessel (nde



152 WISCONSIN ADMINISTRATIVE CODE

Index
Washout and inspection Openings .....c.cecvviiiscerscisorcsnensoensernes 41.91
Water coltmn PIDING tcvveereiinnicrarencrneiviisinnssessinsosessssseossssoseines 41.83
WA LSS vreerereireereereerserenessersessosseessinnessisensioinsissenersnsiisssnns 41.81
Water relief valves on hot water Doilers ...vecreerrreereessersereresnns 41.79
Water tube Doiler dOOTS covevrreercerienrernecssisserssnseessessesseessessessaen 41.97
EXISTING VESSELS (Secondhand) .....c..covevreseseeseescesserseesserens 42.27
EXTERNAL INSPECTION...cooucvverevesrnnss ..41.20
Definition cieeenneerererssecsreerssnees ...41.02
Reporting of ....ccverveveressvnresnnes ..41.26
EXTERNAL PIPING, BOILER (Deﬁmtlon) ................... ievennee 41.02
F
FACTOR OF SAFETY (Existing installations) ........cosueesrisesiasans 41.70
FEED PIPE (Existing installations) ... e seervesssessessesseseerserns 41.88
FEES (INSPECLIONS) ceveererrrererserseesseerssrersosesssssssnssssosasssnssnessns PO 41.17
FIELD INSPECTOR
Definition ......eoeeeneeeen. cerrernssnnannernistsanaane eresssirsessrreranens w.. 41,02
IN-SErViCe...cviiniinniiniricsniriisscsisnsesensinssnsssesesessesensssssensassersasrene 41,09
FIELD REPAIRS (Vessels in petroleum refineries) ........osvessssses 42.50
FIELD WELDING (Vessels in petroleum refineries) ....ossossseesossss 42.57
FUSION WELDING (Defilition) eeevveeecessrerseesarissosesosonsossorssnssses 41.02
G
GAUGE
* Cocks (Existing inStallations) v.csreeseseresseesesssssesessnsesessossrasssnsen 41.82
PrESSUIE cviieiieiicnnennriensiiiossisssseassnsesersessssssanesossansesessassesssnnseses 41.55
GENERAL RULES
Boiler blow-down eqUIDIMENL ..cvveeerveeereveesseesssnessisisssessionsissios 41.11
Certificate of competency as inSPECLOr ...vvevvevesvererneiviveriiseissnisse 41,08
Identification of boilers and pressure vessels vi...oeeirceesresciisanses 41,06
Inspection of new INStallations........cceersseeererseescressanssesinsssiions 41.19
Liow-water cutoff and water feeder.....ivurerisissnsiisiiinissinmisiins 41.16
MaINTeNANCE, vuveeersreriesirerreesersannssesserersasnsessnssssisancisiosssissssssssinrs 41,13
Manufacturer’s data reports .....ueeececeeeinssseeerssnerssessanes i 41.15
Notification of INStAlALION cvveverrersrorireesereersreessnsssrssssassossesissisns 41.05
Reporting of accidents, repairs and alterations .....cociieieiionnis 41.04
Safety regulations........cevuseserssennen etesessssssassesersraresnssisesrrersiases ..41.08
Safety ValVe TeDAIS iiviveisrersseerersiresessnsssrsessansssnssasesseississenis 41.07
Standards adopted ...ceeiiveeerreerrirssiesicseessrsessssassessons 41.10, 41.105
Vessels supplied through pressure reducing valves .......coceersnsees 41.12
H
HIGH TEMPERATURE WATER BOILER (Definition) :....0i.... 41.02
HOT WATER BOILER :
Certification of OPEration ... .ccccccveirrerirersisrercrssesssssnsassssosesssens 41.28
ClEAIANCE icuiivriesierressnessesiererenessnossnesaessssssesoscessssnesnnsnsensessasnns 41.03
CONAEIMNALION 41iiivreisreisreniarsecsssrresstesssersssarsssesssnsessnssesnnssnsonsees 41.29
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Index
DEfINILION civiiirrirrereiinerrrereiirarenrrsnirsreeeineseerereeesssssesssssesssessonss .41.02
Exemptions from periodic inspections, .41.21
TAentification .iieveerreeereeesineennenesiieeeerenieiseeseerinreasesssssnnssessasans 41.06
Inspections (Internal, preparation for).....ccovuvmmmeereesserreeses .. 41.22
Inspections (New installations)......ccccevivceeeeiririnnrecssssneesersenes 41.19
Inspections (Periodic) ...c.cveniviererreesrereresereeeresserrrnnesrssesssnnecsansen 41.20
MaIntenance...ccccvnvvceeeieinrcrnneeirnninererisrsssreeresssersessssaersssesses 41.13
Manufacturer’s data rePOrtS ciccveeeeeeerirorisssirsserreeerssesssesssassssees 41.15
Multi-boiler installation......cccciecevriciciierirrerrrerssnerersssesseseseraesss 41.54
OPErating PreSSUIe ..icceireesssrenirmeeiesnreisrssssosasssesrsssessssasssassen 41.03
HYDROSTATIC TEST .ccccciicerrtrirrmrnrrneeeinrcsereiosesssesssssssrasessssnssss 42.02
I
IDENTIFICATION (Boilers and pressure vessels)...cccrsereeresnnne 41.06
INADEQUATE BOLTING MATERIALS (Vessels in petroleum re-
TIT1ETIES) veverrereeerersassosensssnesnssronsostresssnseeresesanssnsresassnnereseessnssevnnes 42.56
INCIDENTS, REPORTING OF (NUCIear) iviiiveinneiiessrseeresesssnss 41.45
IN-SERVICE INSPECTION REPORTS (NUClear) ....ccccessunnesens 41.35

INSPECTION AND REPAIR OF PRESSURE VESSELS IN
PETROLEUM REFINERIES

Allowable operation based on inspection data.......ccecereeererernans 42.47
Allowable WOrKing Pressure....i....iovicveicrviosrerssiossecsssssnsresssesseses 42.48
ADDICALION cctvvierriinrnrisereniesiruesisienseseseterssnnesssssessnensscsenessrnnesnene 42.35
Applying patches to vessels by rveting.....ccceecrreereerersiseeniecrnnens 42.60
Applying patches to vessels by welding......cccccererrnreersnrsrncieens 42,58
Caulking riveted VesselS...iiciiiieiersriicraeessinreennenisseessinsesses 42.62
Check of dimensions .......e.ine w..42.44
Correction of corrosion rate .......... e 42.42
Corroded or distorted flange faces......ccoccvverriivrcrersrrrerersnessrenses 42.54
COITOSION PILS covvrvreveerrererrereereesrersseeessssssonssssses rerscensurersresnentrsens 42,52
Cracks at tapped OPENINES.....cccceceeicrvrenreriersscsunensosssssnesssssnsesens 42,55
Defects in welded joints and plates....cccocevveereneerrnesresessscanssnses 42.51
Determination of probable corrosion rate........corcevecersnrscarersrens 42.39
Field repairs (ZeNEIal) .. .cvureeeirereereeeerssesssssasssesnrensessssnsssssssssese 42.50
Field WeldINE ..cvvevermiceerersreessromnearssisersssessssessnesssnsossssssnssssones 42.57
Inadequate bolting material......ccccocreersernesressescasnerersssnsssnsesaeas 42.56
InsSpection fOr COITOSION .....eeeecrviviverrrerssnnmeseesersseressssssssassossissss 42,41
InSpection fOr defECtS....cccerrerernrrnerivrnerssssnesssaressssneessosaesessassens 42,43
Inspection; general......cccccecrvecrerenennne s 42.36
Inspection records.......cccevvevererennnes .42.38
Maximum period between inspections.. .. 42,40
NEW CONNECTIONS .u1vvreeeirrecrvressrcrstesinsessurressessanssnesssnesseronaessosss 42.61
Pressure relief deviCes ....ccvuveeieiiviriirersrisiessnnseesesssesnossossssesessosns 42.45
Pressure teStS.....cvvvvvcerereeeevvenreereeenesesrecsrsssssnsssrsesennsonssnne 42.49, 42.63
Qualifications of INSPECLOTS vvvcvververcerriseerssnsrsrsersssseressarsonssnssee 42.37
RIVEINE . c1everererannersesreesrernreeerseersssesereraressessenssiesessessesssns sarsossns 42.59
Temperature measuring devices.....ccecvveerirerersreerisrensssesseronens 42.46
Thickness gage holeS....cccvvevrrrcreriiineenniinnnnisnenninneiecsnsresssnessssennns 42.53
INSPECTIONS
By city of fIrst Class ivveveeerrrireencirnnererrnresinsrsssnesssrserssanesssessns 41.24
By companies Or COrPOrations .....cccevvreeivscnersoersisssssesssassesssasss 41.25
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Index
EXemPIONS frOIM covieiiireeiiiiiiesiiiisiereeernsisereeesssssssssneessrsossesss 41.21
FeeS. it 41,17
INSUrANCE COMPANY ....vevrerireerieriisreissersieesseereesersesaseorssesonssissass 41.23
Internal, preparation fOr ... eiiiesnerecseeesersesssessseersssosssinseis 41.22
New INStAllationS .occcciiviineiiisensiisesesenssesreesnrssseesserbsssosnss onsions 41.19
Periodic cueiieiiiriiiiecn it ecse s e ressereene o s e asanssnei e 41.20
REPOIT fOIMS cuvvirurierievrieircieseoreeesserseeeseesseesssersessassnsssssrnoss 41.27
ReEPOIEING Of 1..nviieiviirieeiniiiirieneeieessereesceesassessnssssevaies oneinsesess 41.26
Secondhand boilers and pressure VeSselS........eieeioseivvisisoniivinsns 42.31
Vessels in petroletum refinerieS. e rerreeerresreresssnssnessonsssessnrons 42.36
INSPECTOR
Certificate of COMPELENCY..ivvivuiiriirrieiciiseesssseesneressessesssessesessens 41.08
DefINITION cvevreiiciiievciicn it r e eseesseeseseseesseessessnsssesssnsnes 41.02
QUAlIfICAtIONS c..vviviviririsseiesreeesreesnseseseerensessnessanens 41.08, 41.09, 42,37
INSTALLATION (Secondhand boilers and pressure vessels)......., 42.32
INSURANCE COMPANY INSPECTIONS...ucooecvivereeeeeeresnsions 41,23
INTERNAL INSPECTION
DefiNition coviiviiviinriirnereninsnereriisessnsorsessesesssssessessssnsssesnesesssess 41.02
Preparation fOr ...l sesiesse s seessessessasessssssssnen 41.22
REPOItING Of .. iicvreiiiviriennniiiniiineinsonsisiesssssssssaessnsissnenamessantinins 41.26
J
JURISDICTIONAL AUTHORITY (Definition of).c....cvveeeiesiivens 41.02
: L
LAP SEAM BOILERS .....oevtiiviireiessreeiesseeessassossssrasessnsesssssssssas oo 42.29
LAPPED AND FILLET WELDED PATCHES.....iiiiiiivniniinnes 42,15
LIGAMENTS BETWEEN TUBE HOLES .....ccorieneviivennes 41,74, 41.75
LOW PRESSURE BOILERS

Blow-down equipment
Certificate of operation
Clearance.......ccceeereeeeen,s

Condemnation ...iuecviiereeereeeecivnnnereeesssssssssessessnrenaes cereereeennreer
DefINILION cuiciiiiiiieieiireniiiiiieeeieisseeressscessserssssssersnesssssenssnseessas
Exemptions from periodic InSpections.......cvcereerrrersenseressesensases 41.21
Tdentification ..ol i e e eeesreseneesssresesssssssnnneserann 41.06
Inspections (Internal, preparation fOor).....cccviirceerseereseensrsesee 41.22
Inspections (New installations)...cceuieveccesreneensevennnsessessessnsrerenns 41.19
INSpections (PeriodiC) cuiveieeeriereeisarsssrsseeeseessssnssnsssesassssseessssssens 41.20
Low Water CUtOff .. vvviverieiiiieiiiin e ieesseressessesrnvanssnsansrsasanes 41.16
MaAINTENANCE .vevtriierireeierrerrrriiesserstresesssessssnessssssansessessesssnsssssans 41.13
Manufacturer’s data report......iieeeineeiercereeeesnsseerens ..41.15
OPerating PreSSUIe..ciciveiiiviererreeisrisseeeasssnsssssrsssssrersssssaressanssane 41.03

LOW . WATER CUTOFTF ....coutriiiirecirenneresissiisssesssssssrseseessssanssonns 41.16

M

MAINTENANCE
BOHBIS ceuvvveieririieeeressirisesenesesssreesssssessessasessssesansensinnasssssssasaes 41,13
Existing InStallations .......cccccvevireerercsviveicivnesioserineesssssnessnssorsnes 41.93
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Index
MANHOLES (Existing installations) .....ccececveviinviiniineciieminienninin, 41.92
MANUFACTURER’S DATA REPORTS ...ccocvvumrererevrvecenenrinenias 41.15
MATERIAL FOR RIVETED PATCHES....ccccirimmiirirecnienersronnens 42.21

MAXIMUM ALLOWABLE WORKING PRESSURES
Cast IrON DOIIErS.uurreuiiirireeririrrrerersuirriresserineererenresessessssesannesnesens
Existing installations

New INStallationsS covveeiveeirereriiiirieerienrirerreemmrsorsisienersesminressssssns
MAXIMUM PERIOD BETWEEN INSPECTIONS

Boilers and pressure vesSelS. v eiiirerinrereriniiosiereeesesnnersersennes 41.20

Vessels in petroleum refineries..ccccveeceiiinneniieniecenininnnsnsse, 42.40
MINTATURE BOILERS (Definition) ...eveiviesesseeieeenrsnnssssessessrenns 41,02
MULTI-BOILER INSTALLATION ...ccocoevreererresersscnnnnenvennssenneens 41.54

N

NATIONAL BOARD OF BOILER AND PRESSURE VESSEL
INSPECTORS

Reciprocal COMIMISSIONS wevvverrerrrermreisieenseeereeeereasissseesenrerssssenseses 41.08
REPOTt fOTINS 1oviiireeeirrieerrenerssersneseerassssesoserersrsiassassssssonsssnnsosnane 41.27
NEW CONNECTIONS (Vessels in petroleum refineries).......c.ciu. 42.61
NEW INSTALLATIONS, ORIGINAL CONSTRUCTION
ASME COde VESSEIS .uuuruiierieirrrernriiirsrereernnseressnssssssserernsanansssonnes 41.50
INSPECEION e viiiirereereinirerrrenverrteinreeseesrennereresssnnseessssenmersesnrsanes 41.19
Multi-boiler installation......ccccveeriererreeerirenrerereiiineesiiissesasssvessons 41.54
Non-code VesselS...eenernreerrerervensonnns rereeeserecerreeranenresarnnnsettrnnnnss 41.53
Pressure gauges for air FeCeIVErS i inirerieseoreiiniosssnisiosrisnsrrse 41.55
U.S.:Department of Transportation vessels .......eeeemeeeriesesenees 41.52
Wisconsin SPecial VESSEIS.....cevrrrriierreereermmrenrensssccossesraerennarensanse 41.51
NON-CODE VESSELS ...cettttiiiierirtireereessssnersissssneesesssessssasssserens 41.53
NONDESTRUCTIVE TESTING (Repairs) ...ccccerverseeserrarernsarnns 42.02
NON-STANDARD BOILER OR PRESSURE VESSEL
(DefINITION ) vritavseerernanassecrorersrenrecsreensssrrernesssinrenessssasnrasssnessnsons 41.02
NOTIFICATION OF INSTALLATION OF BOILERS, PRESSURE
VESSELS AND POWER PIPING ...ccciiivvierirrirersenersrrnsessensenes 41.05
NUCLEAR POWER PLANTS
Installation registration .......c.cccevveeiiveccrinensrssesvnsasessessannsssssnes 41.30
Periodic INSPections ..o o i civerseessaerassestsenessssssrsanes 41.35
Report of INCIAENTS wuveieeereriiieririreinieninss i irrsssenesssessissesessisessaes 41.45
Welded FePAIT cvuvririeeseienariorioniiiosnnassernrsinsisnsessrasiontesssssasssrasssnss 41.40
0
ORGANIC FLUID HEAT TRANSFER SYSTEMS....occcervrrerees 41.57
ORIFICE RELIEVING CAPACITIES......cvrersesnvrvsnnennssenniing e 4112

ORIGINAL CONSTRUCTION (see NEW INSTALLATIONS)
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Index

OWNER OR USER
DEfINIEION 1ovvireireereeranrievinrecriisiissssesseessesseseessessessessnesssssssseesses
8 20 4100 £ R DU SO
Responsibility for payment of fees

PATCHES :
Flush oF DULE Weld vevevuviriueiorneirreessineseserssnssesarssesnessnsersisesises 42.15
Lapped and fillet Welded ......coveveeriinieereeneneerssnerseresrioisomiasivieion 42.15
Material ....ccvveeerererreeiressossnsrens
Riveted...
Welded .......

PENALTIES ....coitiiiiriiinciseisisnessresssssnssensseassenssssssersssssssens 41,016
PERIODIC INSPECTIONS (see INSPECTIONS)
PETITION FOR MODIFICATION. .....ccovvererevmrereesarserseresnsnesens 41.015

PETROLEUM REFINERIES (see INSPECTION AND REPAIR
OF PRESSURE VESSELS IN PETROLEUM REFINERIES)

PORTABLE BOILERS
DEfINILION ..eierriinieriinnrorseesinvessnnesseesssneisssesersesessesssssessnnssssbrsssnss
Exemption from periodic INSPECLIONS ..ccvvreversercrrrrerssesseseesssesssa 41.21
BeCONANand ...l iciriirrseesseresssessssnssnreressesassasnssnsens 42.33

POWER BOILERS (see BOILERS)

POWER PIPING '
DEfINITION torverrirevrnerrrissuneruesirencsseerssseessorsossnrsinesssosis cossasosnmmes 41.02

INSPECTION....cutiiireerirerireensrtresinnserseiosseressresssensesenesensossasioisesasbes 41.19

INSEAIlation cueseeeeerenecsneesnissserssnessssnsssarsniornsssatesinaissansasesssssnssns 41.56

ReBIStIation . veuveevieinneerironiiressnieisierssseesssnniinssessrnosasiassssesesives 41.05
PREHEATING .....covvreeerueierrnnssniesssersseessseessssessssnssssserssnesssanossases 42.13
PRESSURE CALCULATIONS (Existing installations) .....41.63-41.67
PRESSURE GAUGES

AT TECRIVEIS....viiriiieeressiienseeresrissssrentesseresorsssssnsasesnsssosanssunsssenss 41,55

ExXisting installations ..eeeeeeeseecersseseesressssssssseesrassesssssnanssanassssass 41.84
PRESSURE REDUCING VALVES....iccviteererrsrisesseesessatassessssios 41,12
PRESSURE RELIEF DEVICES

NONCOAE VESSEIS wuvveereriirrsnreereessisrrneereessresserssanrressesssnnnsassnsssenss 41.53

Unfired pressure vessels (Existing installations) ......ccveeeeeresseenss 41.99

Vessels in petroleum refiNerieS.....coverreereererererrsreersssssesssassnsessens 42.45
PRESSURE-TEMPERATURE RELIEVING VALVE

DEfINItION iovevsviiveiierrecrneereriseessssnneenrssessssssssenseresssssasssssesonassnnss 41.02

INONCOAE VESSEIS vevverierssnreeeeeressrersantenerssrissersnsnserssssssnunassssesssons 41.53
PRESSURE TEST

HYATOSEALIC vivserrrereerieisirrnsreeesrssossessrseesenssosssssasnssssssssssansorssesmsss 42.02

Vessels in petroleunm refinerieS...oeeeeeseerereersuneessseneess veeeesd2.49, 42.63

Register, February, 1984, No. 338
Boiler and Pressure Vessel Code



DEPT. OF INDUSTRY, LABOR & HUMAN RELAT%ONS 157

ndex
PRESSURE VESSELS
Certificate of OPEration ....ccccerereeeerssisissssssssissnreeeerneesecsssisssnnnees 41.28
Clearance reqUIreIMENtS. eveeererrermmnssssessssnssrrsenmmesssssssssasessasassoses 41.03
Condemnation v.ueeeeeceeeeeeenrererremmereeesisisossssssesssssssseesessessasasasnsse 41.29
DefiNItION vvvverreerssrrrerecssrorsrssrserereeessssssssssssassssasssssssssssssessessssonss 41.02
Exemption from periodic inspections .....cceevvvcsiseeerisinennisnannse 41,21
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REGISTRATION
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DEfINIEION ittt ieiiiiecerrrareanenrierirrerserirensisssssseseessssssssnsnassesssssssessss 41.02
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Insurance company inspections...........................; .................... 41.23
REDAIIS t1viiiviiveeninriinenieresssiessesessssersessessssssessssssssssssessassssonsmonns 41.04
RIVETING AND RIVETED PATCHES
CalCUIAtIONS . .eerrrrererrerserrnesseirsessnesssnsssesssessesssosrsosssssessnessssssesses 42.18
DESIZN covvivvevnrreisrenriressscnnans reosnnsreressesrenas ereesssnnesenesnessrerennrenin 42.18
Material c.uiecrvcniinnrannrecnneniesmsnmssessesessssesssessosssss eersnivesiies 42.21
REDAIS c1eevreererrerserssreessrssessersssesssonses tressssessrsssiensesaresrsnnran 42.18-42.21
Vessels in petroleum refinerieS.....eeeessessssssene rersereresserres resvarive 42.59
RUPTURE DISC (Definition)...ceerveessersssssscesseans rereessranerseesensanses 41.02
)
SAFETY REGULATIONS...cccovtsereresenee rreessesaraesnenes seasorinsssssisiens 41.03
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DefINItION wuveversrerserisneccssneosserersreessseessasssssnsorsessonaes veereveres sesrenns 41.02
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DefiNItION cuiiiiiiiiiieniiiieirieeereeessssressssssersrsssssarssssesesssassssssssasnsssans 41.02
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Installation..c....eeeeeeene

Lap seam DOLIEES ovvrveesreereessssreseesesersesreereeserrerrersesesseesiseersssiesss 42,29
Manufacturer’s data reports .eiiiineeiiinenneseiessensnne censernnneee 4115
Notification of INStallation .....eeeeveereeeerrinrernrressensseesssssnsessssesans 41.05
Portable DOIIErS...coovivessvresssressrersressossrssssssssreiassssnnass ORI 42.33
Vessels from Other StateS..ceeeirieeeeerreerrerisseeracsersorssssssnrerssenassosses 42,28
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STRESS RELIEVING OPERATIONS (Repairs) sveeesssesssssssanesee 42.13
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TEMPERATURE MEASURING DEVICES (Vessels in petroleum
TEfINEIIBS) vivvevereereeennerrersroscrsnenrssssrneresersncsrsnasssissonss 42.46
THERMOMETERS
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HAND BOILERS AND PRESSURE VESSELS)

USER (see OWNER OR USER)
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Cracks (Permissible welded repairs)....c.cceeeeesivercerenssrsssnrerssenes 42.07
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