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QAP's for AIISVASQC Standard Q9001
Changes for Index Revision 13

The following QAP's have been revised. Except for those QAP's that are new or
extensively revised, a documented review of this summary sheet for the revised QAP's by
the applicable individuals may be used for their indoctrinatior/training to these QAP's.

OAP 1.1 Rev.6

Deleted "reports to" in all paragraphs.

Added "Construction Technology" and corrected "Corporate Welding & QA
Technologies" in2.2.
Added 2.6.5 to "General Manager Corporate Welding & QA Technologies"
Deleted'?resident Chicago Bridge & Iron Technical Services Company''and added

"Vice-President Engineering, Fabrication and Logistics" as new 2.3 and Vice-
President Engineering" as new 2.9.
Deleted "Purchasing Manage/' and added "Corporate Procurement Manager" as new
2.5 and "Purchasing" as new 2.16.

6. Added "Manager Construction Technology" as new 2.8.
7. Changed "ChiefEngineer" to Vice-President Technology" in2.10.
8. Added 2.ll.l0 through 2.11.13 for "Engineering Manager".
9. Reorganized the "Cortract Development Manager's" duties in2.14.1 through 2.14.6.
10. Combined "Manufacturing Manager" and "Construction Manager" in2.75.
11. Added "Component Supply Team" as new 2.17.
12. Changed "Contract Team Leader" to '?roject Manager" and added 2.18.14 through

2.18.18.
I3. Added 2.I9.4 for "Construction Supervisor".
14. Added 2.20.5,2.20.6,2.20.7 for "Superintendent (or Foreman)".
15. Added 2.21.5 through 2.21.9 for "Welding & QC Manger".
16. Added 2.22.8 to "Welding & QC Supervisor".

OAP 1.2 Rev.2

This QAP indioates that the procedure was extensively revised. Most ofthe changes were
editorial (i.e., changed Contract Team Leader back to Project Manager, changed shall to
will, used acronyms AIA and AI where possible, clarified that Engineering-Assigned
transmits data reports to the AI through the shop Schedule Coordinator or the Project
Manager, etc.).

5.
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QAP's for ANSVASQC Standard Q9001
Changes for Index Revision l3

OAP 2.1Rev. 4

1. Added 2.3 concerning CB&I Standards and work instructions.
2. Changed 3.2.1to be the same as the QAM for the contents of Contract Addenda.
3 . Moved "Quality Plans" to a new 3 .4 and more clearly defined their use.
4. Added a descriptive use of CB&I Standards to renumbered 3.5.
5. Changed "Special Process" to "welding, NDE and PWHT" in renumbered 3.6.1(4).
6. Changed "Contract Team Leader" to '?roject Manager" in3.6.2.
7. Added "Work Instructions" as new 3.7.
8. Added "work instructions" to renumbered 4.0 and changed "electronic format" to "as

online-documentation (OLD)".

OAP 2.2 Rev. 4

l. changed "contract TeamLeader" to "Project Manager" in 3.r and3.2.
2. Changed "he" to "the Welding & QC Manager" in3.2.
3. Clarified the use of quality plans in 3.3.
4. Removed "customer's 3rd party" in3.4 and3.7.
5. Added new 3.8 concerning distribution of quality plans by the welding & ec

Manager.
6. Added "by the Welding & QC Manager" to end of 4.0.

OAP 2.3 Rev, 4

L Changed "Contract Team Leader" to'?roject Manager', in2.l.
2. Added "Contract" to o'QAPs" in2.2 and 4.0.
3. Added new 3.2 concerning distribution of Contract QAPs by the Welding & QC

Manager.
4. Added "by the Welding & QC Manager" to 4.0.

OAP 2.4 Rev. 0

Mnor change to 3.1(l) eliminating arrows.
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QAP's for AIIISVASQC Standard Q9001
Changes for Index Revision 13

OAP 3.1Rev. 5

l. "Responsibilities" 2.0 and "Distribution of Pre-Contract Documents" 3.1 have been
completely rewritten.
Clarified first sentencein3.2.l by adding "by the Contract Team in order to".
Clarified first sentence in 3.3.1 by adding "Contract Team Member @roduct Definition
Speciali st)" and deleted "fabrication and installation".
Changed "Construction Manager or Manufacturing Manager" to "Project Manager or
other Responsible Contract Team Member(s)" in 3.3.2.
Added "both fabrication and installation" to end of 3.3.2@).
Changed "Responsible Management" to "Responsible Contract Team Leader" in
aaaJ.J.J.

7 . Paragraphs 3 .3 .4 and 3 .3 . 5 concerning the proposal have been completely rewritten.
8. Added a new 3.4 concerning the on-line Contract Folder.
9. Added "on-line Contract Folder" to 4.0.

OAP 3.2 Rev. 5

l. Added "to conform the on-line Contract Folder for the contract and control
subsequent customer changes" to end of 1.0.

2. "Responsibilities" 2.0 and "Contract Documents and Conforming the Online Contract
Folder" 3.1 have been completely rewritten.

3. Changed "Contract Team Leader" to "Project Manage/' in2.2,3.2.1,3.2.2,3.2.3,
3.2.4 & 4.0.
Changed "those executing the contract" to "the Contract Team" in3.2.I.
Changed "Each Manager or designated personnel" to "The Project Manager and the
responsible Contract Team Member(s)" in 3.2.2.
Changed "comments" to "changes" in 3.2.3.
Deleted existing 3.2.4.
Added new 3.2.4 and 3.2.5 concerning contractual changes.
Added the "Contract Folder" and "change log" as internal records to 4.0.

OAP 4.1 Rev. 6

l. Deleted "Emergency Change Notices" from title and body of procedure.
2. Deleted "written" from "written requisition" in title and body of procedure.
3. Added 3.5 and 3.6 concerning emergency changes to drawings.

4.
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7.

8.

9.



Page 4 of 10
Ivly 22,1997

QAP's for ANSVASQC Standard Q9001
Changes for Index Revision l3

OAP 4.2 Rev.3

l. Changed "Contract Team Leader" to "Project Manager" in renumbered3.2 and 3.3.3.
2. Moved 3.3 and 3.5 to 3.1 and 3.2, respectively.
3. Moved 3.1,3.2,3.4 and 3.6 to 3.3.1, 3.3.2,3.3.3 and 3.3.4,respectively.
4. Included Schedule Coordinator in 3.2, 3.3.2 and 3.3.3.
5. *Safety Relief and venting for ASME vessels" reworded and moved to 3.4.

OAP 5.1Rev. 5

l. Added "and data" to l.l.
2. Included "contract Addenda and contract QAps", "euality plans", "customer

Drawings" and'?rocess Control Documents and Testing Instructions" in 1.2.
3. Changed "Contract Team Leade/' to "Project Manager" in2.0 and renumb ered 6.2.
4. Added "Electronic Files" to 3.t(A).
5. clarified "on-line Documentation (oLD)" in 3 . l (B) and renumb ered 3 .4.
6. Added new 3.2 concerning "Master List".
7. Added new 3.3 concerning "Design Output".
8. Clarified forms in renumbered 3.5.
9. Added new section 4.0 on "Receipt".
10. Added new section 5.0 on "Acknowledgment Receipt".
I l. Clarified the distribution and control of documents in renumbered section 6.0.
12. Added "Records" in new 7.0.
13. Added the'?OT" as Attachment I under 8.0.

OAP 5.2 Rev. 5

l. Deleted "Emergency change Notices" from title and body of procedure.
2. Deleted "written" from "written requisition" in title and body of procedure.
3. Changed QAP reference from QAP 5,6 to QAP 5.1 in 1.0.
4. Added responsibilities of Project Manager inZ.Z.
5. Deleted last sentence of renumbered 3.I concerning computer printouts.
6. Deleted PoT in renumbered 3.2 and old 6.2 and7.2 and added it to eAp 5.1.
7 . Changed "Contract Team Leader'' to "Project Manager" in renumbe red 3.2 and,3 .4.
8. Deleted 3.1.3,3,1.4,3.1.5, 3.1.6 and4.4.
9. 3.1.7,3.1.8 and 3.1.9 renumbered to 3.3, 3.4 and 3.5.
10. Clarified procurement specifications in 5.0.
11. Added 6.3 and 6.4 into 6.0.
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QAP's for ANSVASeC Standard e9001
Changes for Index Revision 13

OAP 5.3 Rev. 2

This procedure has been extensively revised.

OAP 5.4 Rev. 6

l. Mnor editorial changes made to 1.0, 2.1,2.2,3.1, 4.0 and renumbered3.2.
2. Changed "Contract Team Leader" to ,,project Manager,' in2.2.
3. Deleted 3.2, 3.2.1, 3.3, 3.4, 3.5, 4.2 and 4.3.
4. Clarified o\d3.2.2 as 3.3 concerning distribution of Contract QADocuments.

OAP 5.5 Rev. 4

changed "contract Team Leader" to'?roject Manager', throughout procedure.

OAP 5.6 Rev. 2

This procedure has been extensively revised.

OAP 6.1 Rev.7

This procedure has been extensively revised.

OAP 6.2 Rev. 4

I' Added "ProjectManager" along with'?urchasing" in2.I,3.l and 4.0 and renumbered
3.2, 3.3.1, 3.3.8 and 3.3.9.
Deleted 2.4 and3.2.
Minor editorial changes made to z.l, 2.2, 2.3 and renumbered 3.3.1,3.3.4 and 3.4.2

OAP 6.3 Rev. 5

I. Added '?roject Manager" along with "purchasing" in2.0 and 3.1.
2. Minor editorial changes made to 3.1(A), 3.1(B), 3.1(D), 3.1(E), 3.1(F), 3.1(G) and

3.3.
changed 3.1(J) concerning "approved" suppliers being listed on another cB&r
database.

Deleted second sentence of 4.0 since already covered inZ.0.

2.
3.

3.

4.
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QAP's for AI.{SVASQC Standard Q9001
Changes for Index Revision 13

OAP 6.4 Rev.2

This procedure has been extensively revised.

OAP 7.1 Rev. 5

l. Changed "Contract Team Leader" to "Project Manager" in2.2,3.1.2 and 3.3.1.
2. Added requirement for receiving inspection report to end of 2.3.
3. Added release of acceptable items to end of 2.4.
4. Deleted release of customer supplied items by Purchasing from 2.5.
5. Added requirement for filling in RIR and added reference to CB&I Standard 607-3-3.
6. Added that inspection may be documented on customer documents to 3.2.1(D) & (E).
7. Added new 3.2.1(F) concerning release of acceptable items and what to do with an

unacceptable item.
8. Clarified that records were customer documentation and anv RIR's.

OAP 7.2 Rev. 2

l. Changed "Contract Team Leadet''to "Project Manager" in2.2,3.2(B) and3.4.
2. Added reference to RIR to 2.5 and3.2.
3. Changed reference in3.2 to paragraph 3.3 of QAP 10.1.
4. Added new 3.2(C)(5)&(6). Moved old 3.2(C)(5) into 3.2(C)(6).
5. Incorporated 3,2(D) inro 3.2(C)(6).
6. Incorporated3.2@) into 3.2p)
7. Deleted 3.2(F).
8. Added new 3.4 concerning nonconformities.

OAP 8.1 Rev.4

This procedure has been extensively revised.

OAP 9.1 Rev.5

This procedure has been extensively revised.
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QAP's for ANSVASQC Standard Q9001
Changes for Index Revision 13

OAP 9.2 Rev. 7

l. Changed'?urchasing Manager" to'?urchasing in 2.2 and3.3.
2. Added new 2.4 for Superintendent responsibilities.
3. Changed "vendor" to "supplier" in 3.1.1.
4. Deleted "written" from "written requisitions" in 3.3.
5. Deleted most wording in 3.4 and referred to QAP 10.1 for the receiving inspection of

welding materials.
6. Fxpanded wording in 3.5 for the release of welding materials.
7 . Added "(Foreman)" after "Superintendent" in 3.7 .l and 6.1.
8. Deleted customer's 3rd party inspection in a.z(C) and 5.2.3.
9. Deleted reference to Article AD-900, Division 2 and changed "Record Drawing" to

"Process Control Drawing" in 6.3.2.
10. Added ASME Section VIII wordingto 6.4 for tack welds.
11. Removed words in middle part of paragraph of 7.2.

OAP 9.3 Rev. 5

l. Added reference to CB&I Standard 732 to 2.2.
2. Changed "contract drawings" to "detail drawings" in 3.3.
3. Added the Welding & QC Manager's concurence to 3.5.1.
4. Changed wording in last sentence of 3.6 to be consistent with 4.1.
5. Changed "vendor" to "subcontractor" in 4.1. Changed "will' to "shall" in three places

in 4.1. The revision mark for these changes was forgot.

OAP 9.4 Rev. 4

l. Changed "Contract Team Leadef'to'?roject Managef in2.l andZ.2.
2. Editorial changes to 3.1, 3.2.2,3.4(A), 3.4(F)
3. Added "standards" to 3.2.3 and 5.0.
4. Made 3.2.4 and3.2.5 as subparagraphs of 3.2.3.
5. Added 3.2.3(d) concerning customer approval.
6. Added reference to QAP 5.1 and QAP 5.6 to 3.3.
7. Changed title of 4.0 and start of 4.0 to "Work Instructions".
8. Added reference to QAP 2.4 to end of 4.0.
9. Deleted last sentence in 5.0.

OAP l0.l Rev.7

This procedure has been extensively revised.
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QAP's for AIISVASQC Standard Q9001
Changes for Index Revision 13

OAP 10.2 Rev. 6

This procedure has been extensively revised.

OAP 10.3 Rev. 5

l. Changed "Contract Team Leader" to "Project Manager" in2.0.
2. Added "detail" to "drawings" and added "design output" in 3.1.1.
3. Changed'?urchasing Manage/' to'?urchasing or Shop eC,', 

.,assuring,' to
"veri$ing" and "purchasing related records" to "procurement related records" in
3.1.2.

4. Deleted "Record Drawings and Checklists" from 3.1.3(A).
5. Added "PWHT and Testing Charts" to 3.1.3@).
6. Deleted "3rd party" from 3.2.1.
7. Made first paragraph of 4.0 as 4.I and added "the completion of a final inspection

checklist form" to the end.
8. Made first sentence of second paragraph of 4.0 as 4.2.
9. Made second sentence of second paragraph of 4.0 as 4.3 and added "by the Welding

and QC Manager" to the end.

OAP 19.4 Rev. 4

This procedure has been extensively revised.

OAP 12.1 Rev.4

l. changed "checklists" to "process control documents" in2.0 and 3.1.5.2(A).
2. Editorial changes to 3.1.5, 3.1.5.2(B) and 3. 1.5.2(C).
3. Changed "3rdparty" to "AI" in 3.1.5.l@).
4. Deleted sentence under 3.1.5.2.
5. changed "checklists, quality plans, record drawings, etc." to "process control

documents" in 4.2.

OAP 13.1Rev. 6

1. Deleted 4.1(B) and 4.3 and clarified in 4.1 that AI concurrence is required prior to
making repairs by welding to pressure retaining material.

2. Changed "vendor" to "supplier" in 5.0.
3. changed "Purchasing Manage/'to "Purchasing or Project Manager" in 5.0 and

s.0(B).



Page 9 of l0
Iuly 22,1997

QAP's for AII{SVASQC Standard Q9001
Changes for Index Revision l3

OAP 14,1 Rev.4

changed "contract Team Leader" to "Project Manager"' in2.2,2.3,3.2, 4.1 and 5.2.

OAP 15.1 Rev.4

Changed "Contract Team Leader" to'?roject Manage/' inl.Z and 8.0.

OAP 16.1Rev.5

Changed "Contract Team Leader" to "Project Manager" in 3.9. I and3.9.2.

OAP 16.2 Rev. 2

1. Deleted parenthetical statementin2.2(I) and added "orNational Board Registration
forms" at end.

2. Added "supplier Partial Data Reports" as new z.z(z) and added "Nameplate
Drawings", "General Plan Drawing" and "Material specifications" as (10), (l l) and
(r2).

3. Changed '?urchasing Manager" to '?urchasing" in 3 . I .

OAP 17.1 Rev.6

l. Added "locations and corporate Procurement" after "Engineering" in 3.1.
2. Changed "purchasing" to "procurement" in3.2.
3. Added "designated" before "Welding & QC Manager" in 6. l. l.
4. Changed titles of personnel in table on page 5 and added "Audits with Procurement

Related Findings" to table
5. Changed "Audit Finding" form on page 8.

OAP 18.1 Rev.5

This procedure has been extensively revised.

OAP 18.2 Rev.2

This procedure has been extensively revised.
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QAP's for AII{SVASQC Standard Q9001
Changes for Index Revision 13

OAP 19.1 Rev.4

Changed "Inspector" to "AI" in2.1,2.2,2.3,2.4.4, renumbered2.7.3, renumbered
2.7.4,3.1.5
Editorial changes to 2.3,2.4,2.4.1,2.5,2.6,3.2.3,3.2.6,3.2.7 and renumbered 3.3.3,
3.3.4 and 3.3.5.
Deleted 2.6(C)&(D), 2.7 and 3 .3 .

Reworded completely 3. 1. I through 3. 1.4 concerning Engineering-Assigned
responsibilities for nameplates, stamps and National Board Forms R-l and R-2.
Changed "Shop Welding & QC Manager" to "Designated Welding & QC Manager
(NBIC Certificate Holder)" in3.2, renumbered 3.3.4, renumbered 3.3.5 and 4.2.
Removed "Construction" from "Construction Welding & QC Manage/'in renumbered
3.3.

OAP 19.2 Rev. 0

New procedure for API-510 Repairs and Alterations

R. E. Shelton
Houston CQA

a
J.

4.

6.
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Attn: R. E. Shelton
Houston CQA

September 2,1997

DOCUMENT TRANSMITTAL

Quality Assurance Manual (QAM) and Quality Assurance
Procedures (QAP's) for ANSI/ASQC Standard Q9001 (lSO 9000)
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August 28,1997

Summary of QAM Ghanges
QAM to ANSI/ASQC Standard Q9001

Revision 6 to Revision 7

Paqe/Paraqraph

Section 1.0

Section 1.0

Section 1.0

Section 1.0

Section 1.0

Section 1.0

Chanqes

Changed title of "Vice President of Operations" to
"Vice President Sales & Operations' in 1.2 and on
page 3.

Moved organization below "Vice President
Engineering, Fabrication & Logistics" to new page 4.

Changed title of "Corporate Procurement Manage/'
to "Vice President Procurement" on new page 4 and
renumberedpages5&6.

Added "Vice President Area Director of Marketing" on
page 3.

Deleted "General" from "General Manager Corporate
Welding & QA Technologies" on page 3 and
renumberedpages5&6.

Added "President CBI Company Ltd." to page 3.
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1 .O MANAGEMENT RESPONSIBIL]TY

Scope

This section describes management responsibility, authority and
interrelationships.

1.2 Responsibility and Authority

The President of CB&l has overall responsibility and authority for all
work. The responsibility and authority for execution of individual
projects is delegated to the presidents of CB&l subsidiaries. The
president of each subsidiary works with the Vice President of
Engineering and the Vice President of Sales & Operations in order to
execute all aspects of a project. See organizational charts on pages 3,
4, 5 & 6 of Section 1.O. Specific responsibilities for each member of
the management team are described in a OAP.

1.3 Resources

Managers shall identify resource requirements applicable to their work
and shall provide sufficient and appropriate resources including trained
personnel for the work.

1.4 ManagementRepresentative

1.4.1 The Corporate OA Manager is the Management Representative
and has the authority and responsibility for implementation,
maintenance and improvement of CB&l's OMS. The Corporate
OA Manager has the organizational freedom and authority to:

f . initiate action to prevent the occurrence of noncon-
formities;

2. identify and document any quality problems;

3. initiate, recommend or provide solutions to problems;
4. verify the implementation and performance of solutions;
5. control further use of nonconforming materials and

products until the deficiency or unsatisfactory condition
has been resolved.

1.1



OUALITY ASSURANCE MANUAL
TO

ANSI/ASOC STANDARD O9OO1

SECTION 1.0
PAGE 2 of 6

REVISION 6
DATE 8-13-97

1.5 Management Review

The Corporate QA Manager shall review OMS/OAM on an ongoing basis to
ensure its continued suitability and effectiveness in satisfying the
requirements of ANSIiASOC Standard 09001 -1994 and the OAM Statement
of Policy. Methods of determining this include: a thorough review of the
results of internal audits, NCRs, CARs, warranty and customer complaints.
The Corporate OA Manager documents the results of management reviews
annually to the President of CB&l.

1.6 Deleqation

Managers may delegate functions to qualified individuals to act for them,
however they shall retain overall responsibility for implementation of the
function delegated.
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ENGINEERING. FABRICATION & LOGISTICS

Manager
CB&l Subsid

(cBar

Component
Supply Teams

(cB&l
Subsidiary)

Vice President
Engineering,
Fabrication &

Logistics

Engineering-
Assigned



OUALITY ASSURANCE MANUAL
TO

ANSI/ASOC STANDARD O9OO1

SECTION 1.O
PAGE 5 of 6

REVISION 6
DATE 8-13-97

MANU FACTU RING ORGANIZATION

See Page 3 of
Sec-tion 1.0

- Denotes Technical Authority

Vice President
Engineering,
Fabrication &

LogisticsMce President and General
Manager (May not exist)
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CONSTRUCTION ORGAN IZATION

See Page 3 of
Sec'tion 't.0

Denotes Technical Authority

Mce President and
General Manager

(May not exist)

Gontract
Daveloprnent

Manager
(SaleE)
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QAP'S for AI.{SI/ASQC Standard Q9001
Changes for Index Revision 14

The following QAP's have been revised. Except for those QAP's that are new or
extensively revised, a documented review of this summary sheet for the revised QAP's by
the applicable individuals may be used for their indoctrination/training to these QAP's.

OAP 1.1 Rev.7

l. Changed title of "Vice President Operations" to "Vice President Sales & Operations"
in2.2.

2. Changed title of "Corporate Procurement Manager" to "Vice President Procurement"
in2.5.

Added "Vice President Area Director ofMarketing" as new 2.6.

Deleted "General" from "General Manager Corporate Welding & QA Technologies"
in renumbered 2.7.

R. E. Shelton
Houston CQA

J.

4.
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SECTTON 11 INSPECTTON, MEASI'RTNG AND TEST EOUIPMENT
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REFERENCED
STANDARD REV. NO.

1.0

2.0

SCOPE:

The purpose of this procedure is to descrj-be the responsi-
bilities of Managers. Managers may delegate functions to
gualified personnel to act for them but retaj-n overall
responsibility for implementatj-on of the requirement..

RESPONSIBILITIES :

2.1- PRESIDENT CIITCAGO BRfDGE & fRON CO: Responsible for all
CB&f operations.

2 .2 VfCE PRESIDENI SALES & OPERATIONS: Responsible f or
policy and standards, product development, product and
process change management and Corporate Sales &
Operations (includes Corporate Welding & QA Technologies
and Construction Technology) .

2.3 VICE PRESIDEIfiT ENGINEERTNG, FABRTCATION A}iID LOGISTICS:
Responsible for engineering, fabrication and logistics
(procurement) activities.

2.4 PRESIDEilnf (CB&f SUBSfDIARV): Responsible for all CB&I
Subsidiary operations .

2.5 VrCE PRESIDENT PROCIIREMEIIT: Responsible for all CB&f
procurement and purchasing policy and guidelines.

2.6 VICE PRESIDEIifl! AREA DIRECTOR OF MARKETING: Responsible
for all CB&I Sales Policy and Guidelines.

2.7 IIIAI\TAGER CORPORjA,TE WETDING & pA TECIINOLOGIES: Responsi-
bilities include:

2.7.1 QA, Welding, Calibration and NDE Policy.
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2.7.2 Content and qualification for welding, heat
treating and NDE procedures.

2.7 .3 Weld Lab operations.

2.7 .4 Training of personnel for welding, welding
supervision, NDE, heat treating and repair and
maintenance of welding equipment.

2.7 .5 Maintenance of the Corporate Calibration program
and NDE Program.

2.8 CORPORjATE 9A MAMGER: Responsibilities include:

2.8. L Controlling contents and distribution of the eAM
and QAPg

2.8.2 Assuring that appropriate QA procedures are gen-
erated, reviewed and approved.

2 . B .3 Monitorj-ng and auditing of quality related
activiti-es.

2.8.4 Evaluation and implementation of correct,ive
action.

2.8.5

2.8.6

2.9 MAIiIAGER CONSTRUCTfON TECHNOLOGY:
include:

Coordinating and controlling QA related func-
tions.

Conducting and reporting the annual Management
Review.

Responsi-bilities

2.9.L Construction policy and guidelines.

2.9.2 Preparation and maintenance of equipment. and
erection manuals.

2.9.3

2.9.4

Training of personnel
techni-ques.

Special lifting procedures.

construction

cQA-35 4/91

for
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2.1-O VfCE PRESIDETiIf ENGINEERING: Responsible for all
activities of Engineering including coordinating the
activities of engineering groups with the President
(CB&I Subsidiary).

2.L1CE PRESIDEIIT TECIINOLOGY: Responsible for design
policy and guidelines.

2.L2 ENGINEERING I{AI{AGER: Responsibilities include:

2.L2.1 Review and distribution of customer specif J-ca-
tions and requirements within Engineering.

2.l-2.2 Review and approval of customer and supplier
design calculations.

2.L2.3 Preparation, review and acceptance of design
calculations.

2.1-2.4 Preparation and distribution of procurement
specifications.

2.1"2.5 Overseeing the preparation, review and approval
of detail drawings.

2.!2.6 Preparation and distribution of process control
documents.

2.12.7 Preparation and distribution of requisitions.

2.12.8 Preparation of pressure and vacuum test
procedures.

2.l.2.9 Revj-ew and approval of venting requirements.

2.l2.10Review and approval of special and non-furnace
heat treating Procedures.

2.L2.1-L Preparation of Manufacturers Data Reports,
Partial Data Reports and National Board forms.

2 .L2.12 Assernbly and distribution of Pressure Vessel
Booklets (P\iB) .

cQA-35 4/97



DOC. II)
REV. NO.
CONTRACT

QAP
7

1_. 1

TITLE MANAGEMENT RESPONSIBIIJITY PAGE NO. OF

2.L2. L3 controlling National Board Registration numbers.

2.r3 GENERAT, I{ANAGER (FAcrLrrY oR suBsrDrARyl r Responsible
for Customer Service, Contract Development, project
Managers, local purchasing and component supply teams
and jobsite activities.

2.14 BUSINESS DEVELTOPMENI MAITIAGER (BDM) (Sa1eg) : Responsible
for obtainincr contracts.

2.1-5 coMtRiilcr DEVELoPMEMI MAITAGER (cDM) (salee) :
Responsibilities include :

2.15 .1 ldentifying customer and code requirement,s
during pre-contract review.

2.15.2 Assembling the Contract Team.

2.15.3 Preparation of the proposal and the on*line
Contract Folder.

2.1-5.4 Reviewing the contract prior to signing by the
BDM to assure that it reflects a1l that was
agreed to by CB&f and the customer.

2.r-5.5

2.3-5.6

Conforming the on-Iine Contract Folder with the
signed contract.

Distribution of contracts documents.

. 1.6 MAI{UFACTI]RTNG/CONSTRUCTTON MAIVAGER S

at assigned facility i-nclude:
Responsibilities

2.3-6.1 Production and QC activities.
2.1-6.2 Providing guidance for Welding & eC, loca1

purchasing, component supply and production
personnel.

cQA-35 4/97
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2.16.3 Ensuring that manuf acturing/ cons t ruc t ion
equipment is maintained.

2.L6.4 Scheduling workloads to uti1ize available
resources ef f iciently.

2.L6.5 Reviewing contracts and assigning personnel for
contract execution.

2.L7 PURCIIASING: Responsibilities include :

2.17.a Purchasing goods and services in accordance with
information supplied by Engineeri.g, Welding &

QC Manager or other Responsible Management.

2.17 .2 Assisting in the di-sposition of rejected
material.

2.17 .3 Reviewing and approving suppliers of goods and
services.

2.;-.7.4 Maintaininq the supplier database.

2.r7.s Reviewing recetr;;n and inspection reports,
material certifications (MtRs and COCs) and, if
required, releasing material for use.

2.17 .6 Resolving supplier nonconformances.

2.LB COMPONENT SUPPLY TEAl,lr Responsibilities include:

2.1-8.L Processing requisitions for the sourcing of
materials and items.

2.1,8.2 Determining the sourcing (internal vs external)
of fabricated items.

2.1-8.3 Specifying for internal fabrication if material
i; to be iupplied from stock or to be purchased.

cQA-35 4/97
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2.19 PROiIECT MAI{AGER: Responsibilities include:

2.19.t Planning and managing the execution of a1l work
activities for one or more projects.

2.]-9.2 Establishing and maintaining lines of communica-
tions with the customer.

2.L9.3 Monitoring and reporting progress to all
involved parti_es.

2.1-9.4 Upon completion of the contract, transmitting to
the customer any records or data required to be
submitted.

2.1-9.5 Leading the cross-functional contract team.

2.1-9.5 Coordinating the activities of all departments
concerned with assigned projects.

2.1-9.7 Assisting in planning and scheduling.

2.]-9.8 Negotiating and acceptj-ng changes (Change f,og)
to the contract and distributing these to CB&I
departments.

2.19.9 Coordinating all contractual matters with the
cusLomer.

2.1-9. L0 Assumi-ng the responsibilities of the Welding &
QC Manager if none is assigned to the contract.

2.t9.11- Assurj-ng that doeumentatj-on and work is com-
pleted and performed correctly.

2.L9.l-2 The preparation of contract procedures.

2.L9.L3 Managing warranty and Customer complaints.

2.L9.14Maintenance of the on-line Contract Folder.

2.1-9.15 Reviewing and approving construction
subcontractors.

cQA-35 4/97
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2.19. i-5 Maintaining
Database.

the Construction Subcontractor

2 .1-9. L7 Resolving subcontractor nonconformancies .

2.1-9.L8 Control and distribution of customer drawings.

2.20 CONSTRUCTfON SITPERVISOR: Responsibilities include:

2.2O.1 Developing and maintaining the Detailed
Construction PIan (DCP).

2.20 .2 Providing gui-dance for the Superintendent.

2.20.3 Assist.ing jobsite and customer needs.

2.20.4 Monitoring construction subcontractors.

2.2L SUPERINTENDETiTT (OR FOREI4AI{) (SHOP OR dTOBSITE) : Respon-
sibiLities include:

2.2L.t Supervising production work performed on one or
more contracts.

2.21.2 Assuring job safety.

2.2L.3 Coordinating production activities with those of
quality control.

2.21-.4 Assuming the responsibilities of the Welding &

QC Supervisor if none is assigned to the con-
tract.

2.2L.5 Preparation of Shop Work Orders.

2.21-.6 Material Identification and its maintenance.

2.2L.7 Receiving inspections and, if required,
releasing material for use.

2.22 WELDfNG & pC I,IAIIAGER: Responsibilities include:

2.22.t Controlling QC activities at assigned locations.

cQA-35 4/97
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2.22.2 Coordinating controLs relating to welding
including preparation of welding, heat treatment
and NDE procedures and welding material
specifications.

2.22.3 Assuring that appropriate QC procedures are gen-
erated, revj-ewed and approved, when required.

2.22.4 Assuring the product is completed in accordance
with this quality system. This is the
responsibility of the desi-gnated Welding & QC
Manager (ASME/NBIC certificate holder) .

2.22.5 Generat j.ng contract addenda, contract QAPs and
QualiEy Plans.

2.22.5 Qualification and maintenance for welders and
NDE personnel.

2.22.7 Morri-to.irrg heat treatments and pressure/vacuum
tests.

2.22.8 Maintaining the National Board R-Form Log.
(NBIC Certificate Holder) .

2.22.9 Controlling Code Symbol Stamps (ASME/NBIC
Certificate Holder)

.23 WEITDING & pC SUPERVISOR: Responsibilities include:

2.23.1 Assuring that trained personnel perform and
evaluate tests and examinations.

2.23.2 Assuring that processes, examinations and test-
ing conform to the contract procedures and Code
requirements.

2.23 .3 Assuring the customer and AI are provid.ed. the
opportunity to review process control documents,
and have the opportunity to witness
examinatione, tests and reports.

cQA-35 4/97
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2.23.4 Assuring that jobsite recei-ving inspections are
performed and materia] is identified.

2.23.5 Instructing welders concerning the implementa-
tion of welding procedures to be ueed.

2.23.6 Assuring that records and nonconformities areproperly handled.

2,23.7 Assuring that current drawings are in use.

2.23.8 Assuring that welding materials are properly
used and stored.

cQA-35 4/97



Return to: Chicago Bridge & lron
P. O. Box 41146
Houston, TX 77241-1146

Attn: R. E. Shelton
Houston COA

October 3, 1997

DOCUMENT TRANSMITTAL

Ouality Assurance
Procedures (OAP's) for

Manual (OAM) and Ouality Assurance
ANSI/ASOG Standard 09001 (lSO 9000)

TO: Larry K. Jones
California Institute of Technology
Gontrolled Copy Number - 2O1

FROM: R. E. Shelton - Houston COA

Attached is the current Ouality Assurance Manual and OAP's for ANSI/ASOC
Standard O9OO1 (lSO 9000).

The current OAM is Revision 8 (9/1 11971 and the current OAP's are controlled by
the "fndex for CB&l Ouality Assurance Procedures", Revision 15 (91221971.

Also attached is the "Summary of OAM Changes - Revision 7 to Revision 8" and

the "OAP Changes for Index Revision 15".

Acknowledge receipt of these documents by signing below and
returning one copy of this transmittal to R. E. Shelton (Houston COA)
by 10/31 197. lf you wish, you may respond by E-Mail. When using E-

Mail, please be sure to refer to the copy number(s) you received.

lf you have any questions, call Robert Shelton or Ron Kruzic.

RWK/JCJ 11113-2-1
F/U: 1113197

SIGNATURE

cc:
(Distribution)



Paqe/Paraqraph

Section 0.4

Section 8.0

Section 8.0

Page 1 of 1

SePt. 22,1997

Summary of QAM Changes
QAM to ANSI/ASQC Standard Q9001

Revision 7 to Revision 8

Chanqes

Changed definition of "Heat Coding". Added definition
of "Material and ltems" and "Unique Material
ldentification".

Added "Unique Material ldentification" to 8.2.5.

Added "delivery" to 8.2.3 and 8.2.5.
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OUALITY ASSURANCE MANUI\L
TO

ANSI/ASOC STANDARD O9OO1

GLOSSARY

ACCEPT, ACCEPTANCE, ACCEPTED, APPROVAL, APPROVE, APPROVED

Acknowledge, by signoff, that a document or activity has been evaluated and

confirmed to meet stated requirements.

ACKNOWLEDGMENT RECEIPT
A letter of transmittal, print order and transmittal (POT) or electronic return
receipt that is used to confirm the recipient received the documents
transmitted.

AS NECESSARY/VVHEN NECESSARY
Decision is a matter of judgment.

AS REOUIRED/WHEN REOUIRED
Decision is contained in codes, CB&l Standards, CB&l instructions or Ouality
Assurance Procedures, or customer docurnents.

ASSEMBLY CHECKLIST (PROCESS CONTROL DRAWINGS)
A process control document used, when required, to control operations for
assemblies and parts requiring welding, heat treating or nondestructive
examinations and which is also used to document welder lD to the joint
welded, location and identity of radiographs taken and, when required, material
lD of each piece or assembly.

AUTHORIZATION
The signoff, on a document, of the individual who confirms that internal review
and approval of the document was completed and all comments were resolved.

AUTHORIZED INSPECTOR (AI}

An emptoyee of an ASME accredited Authorized Inspection Agency with which
CB&l has an agreement to supply inspection services required by ASME and

NBIC.

CB&I IDENTIFICATION
The CB&l material identification system
individual detail drawings so that they
fabrication and installation.

CB&I STANDARDS

which is used to relate items to
can be properly identified during

A series of documents (commonly referred to as Red Book Standards) issued
with the full authority of CB&l Management. These Standards contain
proprietary information and shall not be copied or distributed outside of CB&1.

SECTION: O.4
PAGE 1 of 6
REVISION 6

DATE 9-1 1-97
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TO

ANSI/ASOC STANDARD O9OO1

CODE
The code(s) or nationaliindustry standard(s) specified in the customer
documents, for design, fabrication and installation.

CONSTRUCTION
The organization that performs fabrication and/or installation, located at the
field site.

CONSTRUCTION SUBCONTRACT
A subcontract issued to a supplier by the Project Manager for work to be
performed on a CB&l field site.

CONTRACT FOLDER
An in-house compilation of information in an on-line database obtained from the
customer and other documents and used by CB&l to plan the execution of the
contract and develop the specific documents needed to execute the work.

CUSTOMER DOCUMENTS
Design specifications, design drawings and instructions suff icient for
establishing the basis for fabrication and/or installation.

DESIGN CALCULATIONS
A set of calculations which establish product adequacy, provide a basis for
ordering and identification of material and justify contract drawing release for
use.

DESIGN INPUT
lnformation obtained from code, statutes, regulations and customer documents.

DESIGN OUTPUT
Design calculations, design sketches, stress analyses or other forms of written
communication which define product configuration and size, and identify
material specifications.

DETAIL DRAWINGS
Engineering drawings that show the details required for materials, fabrication
and installation. Also drawings that contain quality assurance or documentation
requirements. Does not include record drawings, cutting sketches, loading
diagrams, shop template drawings, etc.

DETAILED CONSTRUCTION PLANS
Process control instructions used to control construction operations by
providing detailed descriptions of erection methods, sequencing and techniques.

SECTION: 0.4
PAGE 2 ot 6
REVISION 6

DATE 9-11-97
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DOCUMENT
Hard copy or electronic record such as manuals, procedures, process control
documents and reports.

ELECTRONIC RECORD
Information or data stored in a form that only a computer can read or process.

ENGINEERING-ASSIGNED
The Engineering group responsible for design and detail activities.

FIELD SITE
The owner's location or at a temporary intermediate site required for assembly
of parts to be installed at the final, permanent field location.

HEAT CODING
A CB&l identification (number, letter or color) assigned to material or an item to
maintain traceability in lieu of using the original supplier's identification.

HOLD POINT
A point in which work may not proceed until the individual or agency requesting
the hold releases it.

MANUFACTURING
The organization that performs fabrication or shop assembly located at a

permanent CB&l facility (SHOP).

MASTER LIST
An index or summary sheet that lists documents and data by their identification
and revision status.

MATERIAL AND ITEMS
All-inclusive generic terms used to describe the constituents that are procured,
fabricated and assembled to complete a structure (i.e., plate, forgings, pipe,

castings, valves, gaskets, structural, nuts, bolts, studs, washers, etc').

PROCEDURE
A document that specifies or describes how an activity is to be performed. lt
may include methods to be used, equipment to be used, sequence of
operations, personnel requirements and acceptance criteria.

PROCESS CONTROL DOCUMENTS
Documents, such as record drawings, process control drawings, assembly
checklists, inspection and testing checklists, erection manuals, written
instructions, etc., used to control fabrication and installation processes.
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PROCESS CONTROL DRAWING
See "Assembly Checklist"

PROCUREMENT DOCUMENT
A purchase order, subcontract or contract used to purchase goods and services.

PROCUREMENT SPECIFICATIONS
Specifications for items and services, which include all the technical and quality
assurance requirements needed by a supplier.

OUALITY
Totality of characteristics of an entity that bear on its ability to satisfy stated
and implied needs.

OUALITY PLAN
A document setting out the specific quality practices, resources, and sequence
of activities relevant to a particular product, project or contract.

RECORD
A document in hard copy or electronic (floppy, compact disk, harddisk, etc.)
form used to record permanent information or data.

RECORD DRAWING
A process control document used to record welder lD to the joint welded,
location and identity of radiographs taken and, when required, the material lD of
each piece or assembly.

REOUISITIONS
Bills (advance or final), shipping orders or instructions that contain all the
technical and quality assurance information needed for procurement.

RESPONSIBLE MANAGEMENT
Management individual with direct responsibility for performing activities.

REVIEW
Evaluation for the purpose of acceptance or rejection.

SIGNOFF
The dated (month/daylyearl, written signature or written initials of an individual
for hardcopy documents or the dated mark or symbol traceable to an individual
for electronic documents.
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SUPPLIER
A company supplying goods or services.

SUPPLIER DATABASE
An information system that lists all suppliers classified by CB&|, the supplier's
relevant credentials, capabilities, experience, performance measures and a CB&l
contact person.

SURVEY
A documented evaluation of a supplier's ability to meet subcontract
requirements as verified by a determination of the adequacy of the supplier's
quality system and by a review of the implementation of that system at the
location of the work.

TRACEABILITY
The ability to verify the history, location or application of an item by means of
recorded identification.

UNIOUE MATERIAL IDENTIFICATION
A CB&l identification {alpha/numeric} assigned to material or an item to
maintain traceability in lieu of using the original supplier's identification.

USE-AS-IS
A disposition that does not violate any code statutory/regulatory requirements.
This disposition may require technical justification which may involve
reconciliation with the design.

WELDERS
Welders and welding operators.

WELDING MATERIALS
Coated electrodes, filler metals, fluxes, welding studs and consumable inserts.

WITNESS POINT
A point in which work may proceed providing prior notification was given to the
individual or agency requesting the witness point.

WORK INSTRUCTIONS
Detailed departmental procedures used to ensure the completion of a task or
operation.
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WORK ORDERS
Process control
routing of items

ASME
CAR
coc
GWPS
ID
MS
MTR

NBIC
NCR
NDE
PO
POT
POR
PWHT
OAM
OAP
OMS
RIR
SRSCL
UMID
WMS
WMT
WPO
WPS

instructions used to control shop operations by specifying the
through specific operations, machines or departments.

- American Society of Mechanical Engineers
- Corrective Action Request
- Certificate of ComPliance
- General Welding Procedure Specification
- ldentity
- Material Specification
- Material (Manufacturer's) Test Report (may be referred to

as CMTR or CTR)
- National Board Inspection Code
- Nonconformance Report
- Nondestructive Examination
- Purchase Order
- Print Order and Transmittal
- Welding Procedure Oualification Record
- Post Weld Heat Treatment
- Ouality Assurance Manual
- Ouality Assurance Procedure
- Quality Management SYstem
- Receiving Inspection RePort
- Shop Release for Shipment Check List
- Unique Material ldentification
- Weld Material Specification
- Weld Material Testing Specification
- Welder Performance Oualification Test
- Welding Procedure Specification
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8.O PRODUCT IDENTIFICATION AND TRACEABILITY

Scope

This section describes the
and traceability of material
installation.

system used to control the identification
and items during fabrication, delivery and

8.1

8.2 ldentification and Traceability of CB&l Supplied Products

8.2.1 Detailed drawings, procurement specifications and requisitions
identify the material and items required on a contract.

8.2.2 The assignment (application) of material and items for a

contract is recorded on requisitions.

8.2.3 Material and items are marked, tagged or labeled with a CB&l
identification so that they can be properly identif ied

throughout the fabrication, delivery and installation processes.

8.2.4 Traceability requirements for material and items for a contract
are specified on requisitions.

8.2.5 When traceability is required, either the original supplier's
identification is maintained or transferred or the material or
item is marked, tagged or labeled with a CB&l heat coding or
unique material identification and documented. This allows
traceability to be maintained throughout the fabrication,
delivery and installation processes.

8.3 ldentific.ation and Traceability of Customer Supplied Products

See Section 7.0 for identification requirements. When traceability is

required, the CB&l system shall be used.
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QAP's for ANSVASQC Standard Q9001
Changes for Index Revision 15

The following QAP's have been revised. Except for those QAP's that are new or
extensively revised, a documented review of this summary sheet for the revised
QAP's by the applicable individuals may be used for their indoctrination/training
to these QAP's.

QAP 4.1 Rev. 7

1. Editorial change to 1.0.
2. Removed revisions and emergency changes and added to QAP 5.1.
3: Removed cold forming requirements and added to QAP 6.1.

QAP 5.1 Rev. 6

1 . Added new 3.1 and 3.2 concerning document format.
2. Added new 3.6.1 and 3.6.2 concerning control of On-Line-Documentation

(oLD).
3. Added 6.0 Revisions and 7.0 Emergency Changes from QAP 4.1.

QAP 6.1 Rev. 8

1. Editorial changes to2.3,2.4,2.6,3.1,3.2,3.5,3.5.1,3.7(A),3.7(C), 4.2.4(A),
4.2.4(D) and 5.3(A).

2. Added new 3.3 and 3.4 concerning handling of requisitions.
3. Added cold forming requirements as new 3.5.1 (d) & (e) from QAP 4.1.

QAP 7.2 Rev. 3

1. Editorial changes to 1 .0, 1.1 , 1.2, 2:.1 , 2.3, 2.4and 3.2(D).
2. Deleted 1.3. QAP 19.1 must be followed for NBIC (needs no repetition).
3. Added typical specified documentation to 2.2 as new 2.2.1, 2.2.2 and 2.2.3.

QAP 8.1 Rev. 5

1. Added definition of "material traceability coding" as new 2.0.
2. Editorial changes to renumbered paragraphs 3.2, 4.1, 4.2, 4.5, 4.6.1, 4.6.3

and 5.0.
3. Added material traceability codings or UMID to renumbered paragraphs 3.5,

4.5 and 4.6.1.
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QAP's for ANSVASQC Standard Q9001
Changes for Index Revision l5

QAP 8.2 Rev. 0

1. New procedure for unique matedal identification.

QAP 9.2 Rev. 8

1. Changed 6.3.1 concerning welder identification per ASME Code requirement.

QAP 18.1 Rev.6

1. Added new 5.0 "Training Guidelines" concerning training individuals in the
QAM and QAP's and making copies of the QAM and QAP's for training
purposes.

QAP 19.1 Rev. 5

1. Added reference to an example log in 3.2.2 and added log as Attachment 1 .

2. Removed CBI logo from sample nameplates in Attachment 2.

QAP 19.3 Rev. 0

1. New procedure for the repairs and alterations to tanks.

R. E. Shelton
Houston CQA
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rNDEX FOR ,CB&I
oUALITY ASSURANCE PROCEDITRES

SECTION 1 I.{ANAGM{ENT RESPONSIBILITY

Addition
Deletion
Revision
Documentation
Index Correction

Document and Data Control
Detail Drawings, Requisitions and
Procurement SPecif ications
cB&I Standards
Contract QA Documents
Customer Drawings
Control of Documents Made Available
Electronically on-Line

+

*
vI

SECTION 2 OUALTTY SYSTM{

Managenent ResponsibilitY
Authorized InsPectors (AI)

Quality Systen
Quality Plan
Contract QAPs
Work Instructions

Pre-Contract Review (Opportunity Development)
Post-Award Review

Preparation of Detail Drawings, Requisitions
and Procurement SPecifications
Additional Design Reguirements for ASME Work

3.1
3.2

* QAP 4.1

QAP 4.2

5.1
5.2

QAP 2.1
QAP 2.2
QAP 2.3
QAP 2.4

QAP 5.3
QAP s.4
QAP s.5
QAP 5.6

Rev. 7
Rev. 2

Rev. 4
Rev. 4
Rev. 4
Rev. 0

Rev. 5
Rev. 5

Rev. 7

Rev. 3

QAP
QAP

1.1
L.2

SECTION 3 CONTRACT REVIEW

SECTION 4 DESIGN CONTROL

QAP
QAP

* eAp
QAP

SECTTON 5 DOCTIMENT CONTROL

Rev. 6
Rev. 5

Rev. 2
Rev.6
Rev. 4
Rev. 2

CONTROLLED COPY #A
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INDEX FOR CB&I
OUALITY ASSURANCE PROCEDURES

SESrION 6 PI'RCHASING

SECTION 7 PURCHASER SI'PPLIED PRODUCT

QAP 7.1

* QAP 7.2

Rev. 5 Receipt of Customer Supplied l,laterial When
the Customer is Responsible for Verification
of ilaterial
Receipt of Customer Supplied lfaterial t{hen
CBI is Responsible for Verification of

* qat 5.1
QAP 5.2
QAP 6.3
QAP 5.4

* QAP 8.1

+ QAP 8.2

Rev. 8 Procurement Documents
Rev. 4 Supplier Survey
Rev. 5 Supplier Review
Rev. 2 Supplier Control

Rev. O

Rev. 5 Process Control
Rev. I l{elding Control
Rev. 5 Heat Treating
Rev. 4 Control of, Procedures

Rev. 3

Material

sEcrIoN 8 PRODUCT IDENTTFTCATION AND TBACEABTTITY

Rev. 5 Material Control, Identification and
Traceabil.ity
Unique llaterial fdentification

SECTION 9 PROCESS CONTROL

QAP 9.1
* QAP 9.2

QAP 9.3
QAP 9.4

SE TTON 10 INSPEqTTON AND TSSTING

QAP 10.1
QAP 10.2
QAP 10.3
QAP 10.4

Rev. 7 Receiving Inspection
Rev. 6 NDE, fnspection and Testing
Rev. 5 Final Inspection
Rev. 4 Data Reports and Stanping for AS![E Work

SEETION 11 INSPECTION. I,T ,EASURING AND TEST EOUIPMENT

QAP 11.1 Rev. 2 Calibration
qEerr9N 12 INSPECTTON AND TEST STATUS

QAP Lz.L Rev. 4 Inspection and Test Status

sEerIoN 13 coNrRoL oF NoNcoNFgRM,INg PRODUCT

QAP 13.1 Rev. 5 Noneonfornities
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INDEX FOR CB&T
OUALITY ASSURANCE PROCEDIJRES

sEcTroN 14 CORRECTIVE ACTTON

QAP 14.1 Rev. 4 Corrective Action

DELIVERY

QAP 15.1 Rev. 4 Handling, Storage, Packaging, Preservation
and Delivery

SECTION 16 OUALITY RECORDS

QAP 16.1
QAP L6.2

Quality Records
Quality Records for ASME and NBIC Work

SECTION 17 INTERNAL OUALITY AUDITS

QAP L7.L Rev. 6 Internal Auditing

SECTTON 18 TRAINING

Rev. 6 General Training and Qualification
Rev. 2 Qualification & Training Requirements

Personnel
Rev. O Qualification & Training Requirenents

Engineering Personnel

SECTION 19 SERVICING

Rev. 5 National Board Repairs and Alterations
Rev. O API-51O Repairs and Alterations
Rev. O Repairs, Alterations and Reconstruction of

Tanks

SECTIO"N 20 STATTSTICAL TECHNIOUES

Houston CQA

Rev. 5
Rev. 2

* QAP 18.1
QAP 7.8.2

QAP 18.3

* QAP 19.1
QAP L9.2

+ QAP 19.3

of

For
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DOC.ID QAP 4.1
REV.NO. 7
CONTRACT

PAGE NO. OFPREPARATION OF DETAIIJ DRAWINGS,
REQUISITIONS AND PROCUREMENT
SPECIFTCATIONS

Corp
Engr Weld

Corp
QA Const Mfg

DATE

HSB PREPARED .]GS 8-1.9-92
REVISED RwK 7-30:e7
iirioruznn frtat ?/f/tZ

REFERENCED
STANDARD REV. NO. -

CMD
APPROYf,D

]..0 SCOPE:

This procedure establishes the requirements for t.he prepara-
tion, review, approval, and release of detail drawingls,
requisitions and procurement specifications (except for
welding materials).

2.0 RESPONSlBILITIES:

Engineering-Assigned is responsible for the preparation,
review, approval and release of detail drawings,
requisitions and procurement specifications.

3.0 DETAIL DRAWINGS:

3.1 Preparation

3. i-.1 The Engineering Team Leader shall assign
individuals to prepare detail drawings.
Ident,ification of the preparer sha1l be on the
drawincr.

3. i-.2 Detail drawings shall include information based
on design documents, customer documents,
st.atutory and regulatory requirements, and the
code in sufficient detail to fabricate or erect
the item when used in conjunction with
procedures.

3 .1-.3 The following information, as necessary, shall
be included on the detail drawingrs:

A. Descript.ion - item size and configuration

B. Dimensional tolerances

cQA-33 4/97
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REV. NO.
CONTRACT

QAP 4.1_
7

TITLE PREPARATION OF DETAIL DRAWINGS,
REQUISITIONS A,I{D PROCUREMENT
SPECIFTCATIONS

PAGE NO. OF

3 .1_.3 (cont'd)
C. We1ding, heat treating, nondestructive

examinaLion and testing requirement.s

D. Material specification
3.2 Review and Approval

3.2.L An indlvidual assigned by the Engineering Team
l,eader, other than the preparer of t.he detail
drawingr, shal1 review and approve the detail
drawing for conformance of details to the design
documents, customer documents and code. The
reviewer shall signoff on the detail drawing to
indicate approval.

3.2.2 The Engineering Team Leader shaIl be responsible
for assuring that the detail drawings have been
reviewed for conformance with the desiqn outnut.

3.3 Customer Approval

Engineering-Assigned sha1l coordinate any submittals to
the customer or other involved parties for their
approval when required.

4.0 REOUISTTIONS:

4.L Requisitions shall contain technical and quality
assurance information needed for procurement. This
information may be included on the requisition or
included in a procurement specification.

4.2 Requisitions shal1 contain material managTement
requirements sufficient to maintain traceability in
accordance with CB&I Standard 607-2.

4.3 Advance Bill shal1 be based on the design documents,
customer documents and code. These shall be handled in
accordance with CB&I St,andard 592-6 or 233-0-5.

cQA-3s 4/97
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REV. NO.
CONTRACT

PREPARATION OF DETAIL DRAWINGS,
REQUISTTIONS AND PROCTIREMENT
SPECIFIC.ATTONS

PAGE NO. OF

4.4 Final Bill of MateriaL shall be based on t.he design
documents, customer documents and code. These shall be
handled in accordance with CB&f Standard 592-5 or 233-
0-5.

4.5 Shipping Orders shall be based on the design d.ocuments,
customer documents and code. Shipping Orders shall be
handled in accordance with CB&I Standard 592-6-2 or
233-0-5.

5. O PROCUREMENT SPECIFTCATTONS:

5. L Procurement specificatj-ons shall be based on the design
documents, customer documents and code. The
Engineering Team Leader shal1 assign an individual to
prepare procurement specifications. fdentification of
the preparer sha1l be on the specification.

5.2 An individual assigned by the Engineering Team Leader,
other than the preparer of the specification, shal1
review the specifj-cation for correctness and
complet.eness and approve the specification for use.
This approval shall be documented by a signoff on the
specification.

6.0 ATTACHMENTS: (Typical)

6.1 Attachment 1 - Advance Bill

6.2 Attachment 2 - Final- BilI of Material

coA-35 4/97
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SPECTFTCAT]ONS

PAGE NO. OF
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DOC.ID QAP s. L

REV.NO. 6

CONTRACT

DOCUMENT AND DATA CONTROL PAGE NO. OF

Corp Corp
Engr Weld QA Const Mfg HSB
JH LBR AGR CMD

APPROVED JCV

BY DATE
PREPARED

RE\rISED
AUTHORIZED

JGS 8-L9-92
RWK 7-30-97

STANDARD REV. NO. -

1.0 SCOPE:

1.1 This procedure lists the tlpes of documents and data
requiring control and describes how control is
accomplished or where to find the control described.

1.2 The

A.
B.
tt

D.
E.
F.
a:

r.
J.

K.

2.0 RESPONSIBILITTES:

The Corporate QA Manager,
Development Manager (CDM),
Manager and CB&I Corporate
cont.rollincr the above listed

documents requiring control are:

gAla and QAPs
Contract Documents
Contract Addenda and Contract QAPs
Quality Plans
Det,aiI Drawings
Requisitions and Procurement Specifications
Procedures
CBI Standards
Design Output
Customer Drawings (if used in lieu of CB&I detail
drawings)
Process Control Documents and Testinq Instructions.

Engi-neering-Assig'ned, Contract
Project Manager, Welding & QC

offices are responsible for
documents.

3 . O DOCUMENT FORMAT AND DISTRTBUTION CONTROI-,:

3 .1 Documents shal1 be identified with a unique
ident.if ication (ID) and, when applicable, the CB&I
contract number.

3.2 The status of documents shall be controlled by the use
of either a revision number (or lett.er) or by the use
of an issue date.

cQA-33 4,/97
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REV.NO. 6

CONTRACT

TITLE DOCTIMENT AND DATA CONTROL PAGE NO. OF

3.3 Documents or data shall be distributed in one of the
following formats:

Hardcopy (paper) or electronic files (floppy disk,
CD Rom, etc.)
E-mail
On-Line-Documentation (OLD)

3.4 Distributions of contract documents and data shal1 be
conLrolled by a Master L,ist (index or Summary rr0"

Sheet) that lists the documents and data by their
identification and current revision status. The Mast,er
List shall be identifiable to a unique contract or
project and have a revision status.

3.5 Design output that is used exclusively by Engineering-
Assigned need not be controlled by a Master List,
provided the calculations have a cover sheet that,
identifies its current revision status and is updated
each time any page of the calculations is revised.

3.6 Documents and data made available as OLD are controlled
by the provider and do not require a Master List or
acknowledgment receipt control.

3.5. l- OLD controlled documents can be printed for the
one time use by an individual, provided that the
printed copy is destroyed upon completion of the
task. If the printed copy is retained for the
performance of any future tasks, the copy should
be marked "uncontrolled copy" and prior to it.s
next use the o1d version shall be checked to
determine if a later revi-sion has been issued.

3.6.2 If a department establishes a manual of
frequenLly used old controlled documenLs, the
department sha1l gienerate a master list (index)
of the o1d documents copied and control the
manual's distribution and any revisions to the
documenLs.

A.

B.
(1

cQA-3s 4/9?
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CONTRACT

TITLE DOCUI,IENT AITD DATA CONTROL PAGE NO. OF

3.7 Formg depicted in the QAM and QAPs apply only to docu-_
ments distributed by hardcopy. Documents distributed
as electronic files, by e-mail and as OI-,D shall contain
all the information required by t.he form; however, the
information does not need to be presented as shown on
the forms.

4.0 RECEIPT:

4.I Upon the receipt of any controlled documents and data,
the individual or org'anization receiving the documenLs
or data shall check the identificaLion and revision
status against the Master List to assure they are
aarrati

4 .2 For revisions, the obSOlet.e documents shal1 be
destroyed or marked .'void" and kept separate from the
arrrranl- 'i ecrro

4.3 Further distribution shall be controlled by those
individuals or organizations receiving the controll-ed

. documents and data.

5.0 ACKNOWLEDGMENT OF RECETPT:

5.1- When acknowledgment of receipt. is required, a letter of
transmj_ttal, Print order and Transmittal (PoT - see
Attachment 1) or electronic return receipt requiring
the recipient to acknowledge receipt of the documents
shaIl be used.

5.2 The issuer of t,he documents or data shall assure an
acknowledgment is received from each recipient. A
follow-up copy of t,he acknowledgment shall be sent on a
timely b-asi-J to those individuals or organizations who
do not acknowledge receiPt.

5.3 Acknowledgment of receipt is required:

5 .3 .1 For QAtvl and QAP distributions

cQA-35 4/9?
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CONTRACT

QAP s.1

DOCUMENT AND DATA CONTROL PAGE NO. OF

5.3.2 For the following documents for ASME Section T,
Section VIII & 831.L, NBIC and API-510 work
(stamped and unstamped)

A. Contract Addenda and Contract QAPs
B. Quality Plans
C. Detail Drawings
D. Reguisitions and Procurement
E. Procedures
F. Customer Drawings (when used

detail drawings)
G. Process Control Documents

Specifications

in lieu of CB&I

and Testing
Instruct,ions

5.3.3 When specified by Customer, Code or CB&I
Standard.

6.0 REVTSTONS:

6.L After the initial release of a document, changes may be
made as required for the performance of the work.

6.2 Proposed changes shall be reviewed to ensure that the
changes are in compli-ance with, as applicable, the
desj-gn documents, cusLomer documents, statutory and
regulatory requirements, CB&I and Code requirements.

6.3 A11 changes shal1 be identified.
6.4 The revised document shall be reviewed, approved and

distributed in the same manner as the oricrinal.
7.0 EMERGENCY CHANGES:

7.L If an emergency change to a document is required, the
originator shall authorize the change. This action
shal1 be confirmed in writing by e-maiI or fax with a
copy to the Project Manager and Welding & QC Manager.
The document shaIl be revised by the originator to
reflect the change and distributed in the same manner
as the oriqinal.

cQA-35 {,/9?
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CONTRACT

TITLE DOCUMENT AldD DATA CONTROL PAGE NO. OF

7 .2 The emerg'ency change auLhorization e-mail or fax shal1
be atta&ed to the af f ected document and maintained
unt,il a revised document is received. When t.he revised
document is received, the revision shall be reviewed to

""=rr. it complies with the requested change. If th:
revision does not properly address the requested
change, the originatoi shall be contacted to resolve
the issue.

B. O PROCEDURE:

8.1 eAM and eAps are distributed and controlled by the
Corporate QA lvlanager. See QAP 2'1'

8.2 Contract Documents are distributed and cont'rolled by
the CDM and Project Manager. See QAP 3 '2

8.3 Contract Addenda, Contract QAPs and Quality Plans are
d.istributed and controlled by the welding & QC Manager.
See QAPs 2.A, 2.2 and 2-3.

I .4 Det.ail Drawings,
Specifications are
Engineering -Ass igned .

Procedures are distributed and controlled in accordance
with QAP 5.4.

are distributed and controlled in
QAP s.3.

is distributed and cont'roIIed in
CB&I Standard 590-l--8.

8.5

8.5

8.7

8.8

Rg

CB&I Standards
accordance with

Design OutPut
accordance with

Reguisitions and ProcuremenL
d.islributed and controlled bY
See QAP 5 .2.

are distributed and controlled by the
See QAP 5.5.

Customer Drawrngs
Project Manager.

Process Control Documents and Testing Instructions are
dist,ributed and controlled in accordance with QAPs 9 .I
and 1-0.2 .

cQA-35 4/97
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REV.NO. 5

CONTRACT

TITLE DOCUMENT A}TD DATA CONTROL PAGE NO. OF

9.0 RECORDS;

The log used to record the
shall be retained until
Proj ect .

1.0.0 ATTACHMENTS (TYPICAL) :

Attachment L - Print Order

returned acknowledgment receipts
completJ-on of the Cont.ract or

and Transmittal

c!A-3s 4/97
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PROCUREMENT DOCUMENTS

DOC.ID QAP 5. L
REV.NO. 8
CONTRACT

PAGE NO. OF

Corp Corp
Engr Weld QA Const Mfg IISB
JH LBR AGR CMD

PREPARED RGL L2-9-92
REVISED RWK 7-30-97
AUTHOF{TZEp 4rr.4t /'- 7

REFERENCED
STANDARD REV. NO. -

DATE

APPRoyED DMM

1.0 SCOPE:

This procedure describes the preparation, distribution and
cont,rol of Procurement Documents (Purchase Orders,
Subcontracts and Contracts) including their related
specifications.

2.0 RESPONSIBILITIES:

2.L Purchasing is responsible for ProcuremenL DocumenLs and
the purchase of goods and services.

2.2 The Project. Manager is responsible for consLruction
subcontracts.

2.3 Engineering-Assigned is responsible for preparing
reguisitions for material and items.

2.4 The Welding & QC Manager is responsible for preparing
requisitions and procurement specifications for welding
materials.

2.5 The group requesting the procurement of a service is
responsible for preparing the requisition and any
required procurement specifications for the required
service.

2.6 The Component Supply Team (CST) is responsible for
adding to requisitions the necessary scheduling,
Purchasing assignment and delivery information required
for procurement and making any required sourcing
chanqes.

JCV
DFP

cQA-33 4/97
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QAP 5.l_
I

TITLE PROCUREMENT DOCUMENTS PAGE NO. OF

3.0 PROCUREMENT OF GOODS

3. l- Engineering*Assigned (or the Welding & QC Manager for
welding material) prepares requisi-tions in aecordance
with QAP 4.L and either transmits these to the CST for
processing or notifies the CST of their on-1ine
availability.

3.2

3.3

3.4

3.5

The CST reviews the requisitions, makes any reguired
sourcing changes and adds the necessary additional
information (i.e. delivery dates, ship to locations,
etc.) to complete the requisitions. The CST may not add
to, delete or alter any of the technical or guality
assurance requj-rements of the requisition without
approval of Engineering-Assigned and sha11 notify
Engineering of any make/buy sourcing changes.

Engineering-Assigned shaIl review all make /buy sourcj-ng
changes and, if required, make any necessary changes to
the requisition's technical and quality assurance
requirements and generate any required procurement
specifications.
The CST shall release completed requisitions so that
they can be processed by Purchasing.

Purchasing shall review the released reguisitions and
all other applicable information (i.e. procurement
specifications, drawifl9s, instructions, etc.) for the
material or item for completeness, select an approved
supplier from the supplier database and prepare the
appropriate Procurement Document. See Attachment 1 for
an example of a Purchase Order.

3.5.1 Suppliers of material and items for ASME work
that perform:

a) welding, must hold an ASME Certificate of
Authorization.

b) tack welding, must hold an ASME Cert.ificate
of Authorization unless ASME Section IX
qualified weld procedures and welders are
utilized.
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3.5.l- (continued)

c) welding of temporary lifting or alignment
Iugs, must hold an ASME Certificate of
Aut.horization unless ASME Sect'ion IX
qualified weld procedures and welders are
utilized and the temporary welds are
removed and the metal surface restored to a
smooth contour.

For both (b) and (c) above, the Welding & QC
Manager shall review and approve the weld
procedures.

d. cold forming of shell sections, heads or
other pressure parts of carbon or low alloy
steel pIate, shall be reguired to provide
writ,ten certification as to whether the
material "has" or "has not" been heat
t.reated.

e. forming of heads, shall be required to
provide written certification that the head
complies with Code tolerance requirements
(See PG-81, UG-81- or AF-L35 as applicable) .

3.6 Purchasing may not add to, delete or alter any of the
requirements of the requisition or procurement
specification without the writ,ten or electronic (FAX,
e-mai1, etc.) approval of the originator.

3.6.1 For minor changes to requirements that. do not
. affect code and customer requirements or

subsequenL activities, a revision to the
requiJition or procurement specificat,ion is not
required. In these cases a copy of the
approval shal1 be included with the material or
item's final records.
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3 .6 -2 For changes that reguire a revi-sion to therequisition or procurement specifications and
procurement activities must proceed, a copy of
the approval shall be attached t.o the attbtted
document and maintained until a revised
document is received. When the revised
document is received, the revision shall be
reviewed to assure it complies with the
requested change. If the revision does notproperly address the requested change, the
originator shal1 be contacted t.o resolve the
issue.

3.7 Procurement Documents shall contain the followinq
information, as applicable:
A. Document number and revision
B. Description of goods
C. Procurement. Specification(s) and revision
D. Engineerj-ng drawings/sketches
E. Any special provisions or exclusions
F. Reference identificati-on of material
G. Requirements for Test Certification
H. Source Inspection Requirements.
f . Requirements for interventj-on points (ho1d, wit-

ness, inspection, etc.)
,J. Audit requirements
K. Requirements for resoLution of nonconformance
L. Requirements for approval of supplier documents
M. Requirements for Code Certificate of Authorization

and Data Reports for ASME work.

3.8 Prior to release, the Procurement Document shal1 be
reviewed by purchasing and approved for adeguacy of
specif ied requirements .

3.9 Distribution of Procurement Documents for goods shal1
be as follows:

A. Supplier: Original, fax of original or Electronic
Data fnterchange (EDI) and acknowledgment copy*
with all applicable procurement specifications.

*Acknowledgment copy as/when required by t,he purchasing Manager
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3 .9 (cont.inued)

B. Receiving personnel: copy (or on-line access) with
drawJ-ngs/sketches (if required)

C . Pro j ect Managier : as required

D. Engineering-Assigned: as required

E. Procurement files: copy (hardcopy or elect.ronj-c)

3. L0 Upon receipt of the Suppliers acceptance of the
Procurement Document (signed original, acknowledginrent
copy, EDI, etc), Purchasing shall place it in the
procurement fi1e.

3 .l-l- Unon receipt or notif ication from the Supplier of
unacceptable it.ems in the Procurement Document,
Purchasing shall resolve them with the Supplier. If
reguired, Purchasing shall get approval of the changes
from the originator and the Customer. The final
accepted Procurement Document shaI1 be placed in the
procurement file.

4.0 PROCUREMENT OF SERVTCES:

4.1 Procurement of engineering services shall be in
accordance with written instructions from the
Engineering Manager.

4.2 Procurement of other services (calibration, machining,
etc. ) sha11 be as follows:

4.2.1 The group responsible for the work shall provide
a requisition and procuremenL specifications, if
required, to Purchasing outlining t'he scope of
service.

4.2.2 Purchasing selects an approved supplier from the
suppli-er database for providing the service and
prepares the appropriate Procurement Document
that includes all the information from the
reouisition.
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4.2.3 Purchasi-ng may not add to, delete, or alter any
of the requirements of the requisition oiprocurement specifications without the written
approval of the originator.

4.2.4 Procurement Documents for services shal-l contain
the following information, ds applicable:
A. Document Number and Revision
B. Description of required services
C. Drawings/sketches
D. Procurement specification(s) and Revision

4.3 Prior to release, the Procurement Document shalr be
reviewed by Purchasing and approved for adeguacy of
specif 1ed requirement,s .

4.4 Distribution of the Procurement Document for services
sha11 be as follows:
A. Supplier: Original, fax of original or Electronic

Data Interchange (EDI) with aII applicable
procurement specifications .

B. Responsible Group: as required
C. Procurement Files: eopy (hardcopy or electronic)

4.5 upon receipt of the suppliers acceptance of the
Procurement Document (signed original, acknowledgment
copy, EDI, etc), purchasing shal1 place it in the
procurement file.

4.6 Upon receipt or notification from the Supplier of
unacceptable items in the procurement Document.,
Purchasing sha1l resolve them with the Supplier. If
required, Purchasing shalI get approval of the changes
from the originator and the Customer. The final
accepted Procurement Document shall be placed in theprocurement fi1e.

cQA-35 4/97



DOC.ID QAP 6.1
REV.NO. 8
CONTRACT

PROCUREMENT DOCIIMENTS PAGE NO. OF

5. O CONSTRUCTTON SUBCONTRACTS:

5. l- The Project Manager, with the assistance of other
Responsible Management, acquires the necessary
technical informat,ion for the subcontract.

5.2 The Project Manager selects an approved supplier from
the supplier database for providing the service and
prepares the subcontract that includes all Lhe
necessary information in order for the Supplier to
properly execute the subcontract.

5.3 Subcontracts sha1l contain the following information,
as applicable:

A. Subcontract number and Revision
B. Descript j-on of required work
C. Specificat,ions and drawings/sketches
D. Requirements for intervention points (hold, witness

inspection, etc. )

E. Requirements for approval of Supplier documents and
procedures

F. Requirements for rePorts,
documentation, etc.

G. Commerclal terms and conditions
H. Safety program

cert.if ications,

5.4 Prior to release, the subcontract shal1 be reviewed by
the Project Manager and approved for adequacy of
specif ied requirements .

5.5 Distribution of the construction subcontract shal1 be
as follows:
A. Supplier: Original, fax of original or Electronic

Data Interchange (EDI) with all applicable
specifications.

B. Responsible Management: as required
C. Cont.ract Files: copy (hardcopy or electronic)

5.6 Upon receipt of t,he Suppliers acceptance of the
subcontract (signed origj-nal, EDI, etc), the Project
Manager shal1 place it in the contract fil-e.
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5.7 Upon receipt or notification from the Supplier of
unacceptable items in the subcontract, the project
Manager sha1l resolve them with the Supp1ier. If
required, the Project Manager sha}l get approval of t.he
changes from ot,her Responsible Management and the
Customer. The final accepted subcontract shaIl be
placed in the contract file.

5.0 REVISIONS TO PROCUREMENT DOCUMENTS:

S. L Revisions shaLl be processed in the same manner as the
oriqinal.

6.2 Revisions shalI be identified with a revision number.

CUSTOMER VERTFICATIOI'{ OF PURCHASED PRODUCT:

The customer sha11 be given the right to verify at the
source or upon receipt at a CB&I location that the purchased
product complies with the specified requirements.

RECORDS:

Procurement Documents are cont,ract records and shal1 be
maintained by Purchasing or the Project Manager as required
by CB&I Standards.

ATTACHMENTS : (Typical)

Attachment 1 - Purchase Order

8.0

9.0
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ATTACHMENT 1

PURCHASE ORDER

l.O. Bc aU{5
8ourc6 'rx 17241-L!46

Page
ord. Date -
Ord*/slae -
En/"1ts
Conl, Ref. No.

Buildinc 5R - Yard
89oO Fairbaoks - N, gousEon
I{ouston tX ?1064

Mdtcr! Book !lo.

tl.1ghc

D.llv.ry -

hllaln9

1.r. - ltrl aS (DlFAgLt m xgl DELdI

D6rcrl.Dtl'on Qty O!d.r.d El ttnil colt b<C.E.loa ghlp DE lu

I!# 1.000 fEm !lo. -
contracl Mrnberr 31962Lo4
c.ouPtMi. A105, . 5i, 6000*, sctD

tfeiqbt.
Mat;rial lD. c
Cur }|ith,
Uatcrial Spec. A105

Ii* 2.000 Iien No. -
Conlracb !tunber: 3?952109
PttG, Er!4,A105, .5rDtA,59 HD

Bei.Eht.
l,latslial tD. C
CUC tflth.
HaErrlal, Spec. A1O5

Ln* 3.000 lt.n No, -
Contract Nund)e!: 3?962108
EIANGE, .A105, 18'DIA, 150f, RI'SO

fletqhc.iGEiilir rp. c -lCUE riCh. L. I
Yacerial spec. aros 

\
!31.,"1;o$3*Ili' $;,;,P
PLA!{CE, alJllrD, Ar.05, 1E nDrl. RF

}|€iqbc .
Mrc;rial ID. c

102950
158 - 12
2,OO EA

102951
15S - 13
2.00 EA

10295 6
188-2
i.. 00 Eil

Ext,. ttrighE -
.0000 EA o4/r7/97 \

I,B
o4/L7/97 t

tB
04/rL/97 Y

Bxt, t{.igbt
.0000 EA

Ext. lfcigbt
.0000 EA

PLF
04/t Lle7 |.0000 EA

Iutlorlr.d lY!
clgq cr${Ea
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Corp
Engr Weld

Corp

QA

DATE

Const Mfg HSB PREPARED REK r-0 - i-0 - 95

RWK 7-30-97
APPROVED

AGR CMD
JCV

STANDARD REV. NO.

1.0 SCOPE;

This procedure covers the receipt, inspect.ion and release of
cuslomer supplied material and items in the following
conditions:

l-.l- For ASME work, when CB&I is Code responsible ,forverifying that material and items are acceptable for
t,heir intended use. This will always be true for ASME
work when CB&I assumes fuIl Code responsibility for the
vessel and signs the Manufacturer's Data Report.

L.2 For any workl rir.t cB&I is contractually responsible
for verifying that material and items are acceptable
for their intended use.

2.0 RESPONSTBILITIES:

2 .L It is the customer's responsibility to ensure that al-I
supplied material and items comply with CB&I detailed
drawings, requisitions and procurement specificaLj-ons
and to supply CB&I with all specified documentation.

2.2 The Project Manag'er is responsible to ensure that the
customer provides all specifi-ed documentation. Typical
specif ied documentation :

2.2.1 Copies of the material or item's original
supplier's Material Test, Report. (MTR) or
Certificat.e of Conformance (COC) based on the
CB&f assigned material ID code.

2.2.2 Copies of the Welding Procedure Specifications,
Procedure Qualification Records, Welders
Certifications and, if applicable, NDE reports
(including film if radiographed) for welded
parts and assemblies.

REVISED
AUTHORIZED
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2.4.J For ASME work:

a) Certification of heat treatment for cold
formed carbon steel or low a1loy mat.erial
pressure parts. See QAP 6.1.

b) Certification of tolerances for formed
heads. See QAP 5.l-

c) Partlal Data Reports for welded parts.

2.3 The Welding & QC Manager in the shop or the Welding &

QC Supervisor at t.he jobsite shall assure that the
documentation supplied by the cusLomer is complete.

2.4 Receiving personnel
insnections.

are responsible f or receir:t

2.5 Purchasing or other Responsible Management is
responsible f or releasing customer supplied materj-al-
requiring a Receiving Inspection Report (RIR) for use
and maintaining records relating to customer supplied
items, such as ordering information, RfRs and supplier
documentation.

3.0 PRQEEDURE:

3.1 Customer supplied. material shal1 be received in the
same manner as material received from a supplier (See
QAP l-0. L) or as allowed in 3.2 beIow. Ordering
information and documentation shall be supplied by t,he
custromer.

3.2 When customer supplied material that requires an RfR is
received at a jobsite, the following may be used
instead of paragraph 3.3 of QAP 10.1-:

A. The customer shall supply ordering information and
documentation.
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3.2 (continued)

B. The Welding and QC Supervisor shall complete the
upper portion of the "Metal- Receiving Inspection
Report" or the 'tSlores Receiving Inspection Reportt'
(see CB&I Standard 607 -3-3) . When comnlete
information is not available, notify t.he Project
Manager.

C. Receiving personnel shaLl:

l-. Verify that all items received are listed on
the shipping documents and properly
identified.

2. fnspect all items for any evidence of ship-
ping damage.

Inspect and document any special receiving
requirements specified by CB&f or by customer
documents accompanying the items.

4.. Document the inspection on an RIR. (see CB&I
Standard 607-3-3) .

5. If the item is acceptable, the completed RIR
and customer supplied documentation shall be
forwarded co Purchasj-ng or other Responsible
Management and the item held pending final
release.

6. If the item is unacceptable, it shall be
noted as nonconforming on the RIR and tagged
or marked "hold" or placed in a designated
hold area. The completed RIR and customer
supplied documentat.ion shal1 be forwarded to
Purchasing or other Responsible Management
for disposition

cQA-35 4/97



DOC.ID
REV. NO.
CONTRACT

QAP
5

t -z

PAGE NO. OF

3.2 (continued)

D. Upon recelving the completed RIR and customer
supplied documentation, Purchasing or other
Responsible Management releases the items for use
if the results of the receipt inspection and the
check of the customer supplied documentat.ion (Data
Reports, MTRs or COCs (via hardcopy or electronic
transfer), NDE reports, etc.) are acceptable.

3.3 Storage of cusLomer supplied material shall be per QAP
lL\ |

3.4 Nonconformities

Any nonconformities found including mJ-ssing items,
improper or lncomplete documentation, incorrectly made
or identified items and damaged items shall be reported
to the customer for his disposj-tlon by the Project
Manager via t,he RIR or a nonconformance report.

4.0 RECORDS:

The RIR, together with any associated documentation received
with the material, are contract records and sha1l be
maintained by Purchasing or other Responsible Management.

RECEIPT OF CUSTOMER SUPPLTED
WI{EN CB&I IS RESPONSIBLE FOR
OF MATERTAL

MATERIAL
VERIFICATTON
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Corp
QA

DATE

Const PREPARED

REVISED

t2-9-92
r(w-t\ t-Jv-J IBGG LBR

APPROVED

1 n crra\DEa .
!.v g.

This procedure describes t.he sysLem used to control,
identify and trace mat.erial, except welding material (see
QAP e.2) .

2.0 DEFINITION:

Material Traceabilit.y Coding - The original supplier's
identification (heat and slab, 1ot or coded marking), CB&I
Unique Material Identification (UMID) or CB&I heat coding.

3.0 RESPONSIBI],TTIES:

3.1 Engineering-Assigned is responsible for determining
mat.erial management requiremenLs and including this
information in recruisitions.

mrsoptzno l?wtl ?/trh7
REFERENCED
STANDARD REV. NO.

3.2

??

3.4

The Component. Supply Team (CST) is responsible for
reviewing' requisitions for the applicat'ion of material
and determining if material is to be supplied from
stock or purchased.

Purchasj-ng is responsible to purchase material as
required from requisitions, the maintenance of materlal
documenLaLion and coordinating the verification or
upgrading of stock material for use.

Shop QC may assume the responsibility for !h.
maintenance of material documentation and coordinating
the verification or upgrading of stock material for use
at manufacturing facilities.

The Superintendent (Foreman) is responsible for
applying material in accordance with detail drawings
and requisitions and for marking and maintenance of
material identification and traceability codings
t.hroughout use.

3.5
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4.0 PROCEDURE:

4.1 Engi-neering-Assigned determj-nes materiaL management
requirements in accordance with CB&f Standard 507-2 and
specifies the material management
requisitions.

coding on

4.2 The CST reviews requisitions and either applies
materiaL from stock or indicat.es it needs to be
purchased. Material to be applied from stock sha11 be
verified or upgraded per CB&I Standard 6A7-3-5 when
required by the material management coding by
completing a Verif icat.ion of ..Unassigned,, Material
report (VUM, see Attachment 1).

4.3 Purchasj-ng purchases material from requisitions in
accordance with QAP 5.1.

4.4 Material is released for use in accordance with eAp7.!, QAP 7.2 or OAP l-0.1-.

4.5 The Superintendent (Foreman) applies material and items
in accordance with detail drawings and reguj-sitions and
marks the CB&I identification on material and it.ems in
accordance with CB&I Standard 506-l_-1. For any left-
over material and items to be kept for ot.her
applications or for stock, the Superintendent (Foreman)
shal1 mark the piece (s) with the original supplier, s
identification or CB&I UMID prior to placing it in
storage.

NOTE: The Superintendent shal1 verify proper
identification in cases where a supplier marks
the CB&f identification on the material.

4.6 When material traceability is required by the material
management coding, per CB&I Standard 607-3, the
following applies:
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4.6.L The Superintendent (Foreman) shall maintain,
transfei or mark, ds applicable, the material
traceability coding on t.he material or item per
CB&I Standard 506-1-l- and complete a Daily
Fabrication or Stores Release Report (DFR, see
Attachment 2) in accordance with CB&I Standard
607-3-5. The completed form shall be sent to
Purchasing.

NOTE: The Superintendent sha1l verify Lhe
material traceabitity coding in cases
where a supplier marks the coding on the
material.

4.6.2 The Superintendent (Foreman) shal1 record the
mat,erial traceability coding on the applicable
process control documenL. See QAP 9.1.

4.6.3 Purchasing, when required, shall verify material
applicati-on against the requis j-tion per CB&I
Standard 507-3-1. If the check of the DFR
discloses any discrepancies, it shall be
investigated and resolved.

5.0 RECORDS:

A11 records generated per this procedure are contract
records and shall be maintained by Purchasj-ng.

6. 0 ATTACHMENTS : (Typical)

6.L Attachment 1 - Verification of Unassigned Material
(VUM)

6.2 Attachment 2 - Daily Fabrication or Stores Release
Report (DFR)
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ATTACHMENT ]-

VERIFICATION OF "UNASSIGNED' I'ATERTAL

R.cF|rrl tor Vcrllica{on by: f]s*p [-T.tousitc

Ergin€sing piecs ma|t

f-lPurchastng

Fot uss on conkagt

Advanco bill no. Line no, 

--

Final bill or shipping ordor no.
Lk|€ no.

Matedal iDcitication Size naedad

SqrrcE ol m|torid con3b€rod, dl6ck (r/) ono Thickresg R6co.d or sikBtch

Stek

Lsltovar

Materisl fficrn
anothcr c9ntraci

Stamping or rnrrkhE ol metarial consldorod

Cdtraat no.

&dorad itsn no.

Mrtsrial spacificatlon

L.ol or hsrt ud rbb no,

Thickncs s size

l-l uilc nrdrqo requlnd

Requ$t m.ds by Date .- lD of Massfhg lnstruriltltl Ussd 

-

Rrtch.dnd. V.rill€tlon

Mat€rlal 831€a.€d br Fabricalim

Pufd|sslng

lt tr mtrbt lr u&d (othat [|u wtldtE m!.i3.). t|. PFdEtlon gsgqlntffdrit q rbrffi oJlt rrpqt [ fi | OJt F.trlcdbn a
Sbu Rd{r Rrgod 8nd p|rchNrhg iil dl.d( dul hs Dcff rtgortad. A copy o, lhr spp0at'! mrldal cslittiltim flut ba fr.d mdr
Urrotrtfirl$ch Ib wd ]d s rntynpdb. md. mt! Mal.rld Vbtficdlon S|muySi{|

."no.l--_l

so Strndr{ 6o?+a ,a MEdG s ultg fir tom ogastt

Addldond Oplr.ilon3 F.quFcd Ts Brlng
Ctrdd.r.d Mtt.rirl krto aonldmtty

Yrr No

I r*J|L.rtln rtr*. dth b;0lm
Mrlerhl conriderod ir bs{iflsd.
Suodb/s m.t€drl onlfielbn has bos bcrtld Dd drcdcd.
Ma|.tisl har bem wrtlled as b€im o6ffi b. th.
Addklrni oMtld! muk d.
Mtlari.l 18 approv€d tof u8€.
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ATTACHMENT 2

OAILY FABRICATION OB STORES RELEASE REPORT
IIETAL OR iIISCELLANEOUS

Sle St ndsd 6d7-15 ld iEtsElis
ff usirE lhh fom-

Fl€cods's lD
Oa16
Sh6t No.

ROUTE TO ROUTEO 8Y DATE FOB ACIION DONE 8Y DATE

No. 01 i"gj
Mr*

flsl
Ssial
C6it.

Mill M8rkinss Matsrial appli€d (u!s optimal)
NoleB)lmr slab d s€nal No JUAn Itm Ihid( sP3c. CBI Ordst No.

1

5

7

E

I

l0

t1

12

13

't4

t5

ORIGII{AL TO PURCHASING
COPYTO OA

COPY RETAII'IEO BY FOREMAN

rnr xo. [-

sepJA6
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Corp Corp
Engr \ileld QA Const Mfg HSB
JH BGG LBR AGR CMD

JCV

PREPARED RWK 7-29_97
RE\rISED
rurkroprznn AktC l/&n

REFERENCED
STANDARD REV. NO. -

BY DATE

APPROVED

1.0 SCOPE:

This procedure describes t,he optional Unique Material
Identificat,ion (fnqlD) System that can be used when material
or items require traceabilit.Y.

2.0 RESPONSIBIL,ITTES:

2.L The Manufacturing/Construction Manager is responsible
for designating the department responsible for assigning
UMIDS.

2.2 Purchasing is responsible for records relating t.o
purchased materials and items including receiving
inspection reports (RIRs) .

2.3

2.4

2.5

Shop QC may assume Purchasing's responsibilities per
this QAP at manufacLuring facilities.

Receiving personnel are responsible for the marking of
maLerials and items with the assigned UMID.

The designated department is responsible for assignj-ng
UMIDS.

3.0 PROCEDURE:

3 .1 Material and items are received in accordance with QAP
l-O .1 and as modif ied as follows:

3 . 1- . 1 Purchasing shal-l initiate uMrD-RrRs ( see
Att.achments 1 & 2) and the UMID-Material
Verif ication Summary Sheet (UIvIVSS - see
Attachment 3) per CB&I Standard 607-3-9.
Purchasing shall forward the RIRs to the
designated department for the assigning of
UMIDS.
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3.L.2 The designated department sha1l assign a UMID,
record it on each RIR and forward the RIRs to
Receiving. A record shall be maintained of used
UMIDs to prevent duplication.

3.1-.3 Receiving personnel shall complete the normal
receipt inspection process, mark the assigned
UMID adjacent to the orlginal supplier, s
identification markings and indicate on the RIR
the material or item has been marked. The
completed RIR sha11 be forwarded to Purchasing.

3.1".4 Purchasing shall complete the UMVSS.

4.0 RECORDS:

Records generated per this procedure are contract records and
sha11 be maintained by Purchasing (or Shop OC).

5.0 ATTACHMENTS: (Typical)

5. l- Attachment L - UMID Metal Receiving fnspection Report

5.2 Attachment 2 - TIMID Stores Receiving Inspection Report

5.3 Attachment 3 - IJMID Material Verification Summary Sheet
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Attachment 1

UMID METAL RECEIVING
INSPECTION REPORT

ContEcl No. BOUTETO DATE FOR

cB&l Ord€. No.

llgm

Supplisr OEn. Order€d 

--D$criplion
lrftiarod By D8lc 

-

Asslgned UMID

RECE|\/|I{G INSPESTIoN: From lnlotmatbn on Matstial

Condltion ol Matrtial

OuanW Racaivrd and lnspoctod 

- 

Partiat E Competa E
Matedsl Spe, (Mlrked on Malsrisl) 

-

Suppg€r lD No. (Hsa! Slab, Lot, srrial, Elc.)

Thkl(ness R*ord or Sketcl

Widh OK Yos O No O

L.ngth OK Yos E No O

Slze OK Ycs tr No o
Surlacc OK Y6s O No O

FON HEATTREAIED PLATE:

Sa€ 'Nonconrotmiti€3'

Ss 'Noncodomitirs'
Ss 'l,loarordomitiss'

Sce 'NotEonlotmiti€s'

PuGhaling to Ch.ck (n AppllcabL Mi[ Slamptng

O Mgl Hest Tt?8lod St mP€d l,lT Ycctr
O CBEI to H.at T€at StmPod G .tbs tr

Notr
NoO

Norcmto(mi&s it'\lbs', €Iplain Y.so Notr

l,Llrrirl is hdd lor Oispctition Ycs 0
Oalo 

-

No tr Matarial marbd wilh uMlO ves E Ho E
l&nt No, ot Mbromot6r or Tlddn€ls Gagr UEad-

NONCONFOAilmES

(Fd Mal.dEl s Rsivoo
O€scrption {By PuGh8sing)

ay CSf l BCm iiNldd MftE 
'|. 

Sp.cfratbo sd C& B. n.bsrd Ftr Ut$

lt€dTrearnsnr-los E Mr-v* E w-rtsE pr-n"E
xoEI XoE NoE HoE

Othen
PrgcE6sed By

Dispcilion (By OC) MATER|AL FELEASEO FOR FAERICATION

Apprcwd By-Dtte

Dalo 

-
FILE NO.

ll
@sst

oc
Obpsiuon ol Noiconfromity Comddsd By-Dals

Ss StJldrd6OT-{HblEh&losElnOtt&lm
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Attaehment 2

UMID STOFES R
@

ECEIVING INSPECTION REPORT

Conlracl No. ROUTE TC' 8Y OATE FOR

C8&l Order No.

It6m l,lo.

Supplief Quan. Ordered 

-
Meterial

Doscriplion

lnitiatEd 8y Date 

-

Aseigned UMID--
FECEIVING INSPECTION: From Information on Matodel

Condltion of Maledal

Ou6nllty Fccoivqd and Insp6ctrd- parfat E Comptete E
Malarial Sp€c. (Ma*od on Material)

Othsr Merking

Supplior lO

Di'f|er|!lo{|3 Agr€e $/ilh Oder,
SketchorDnawing Yes E Ho E

NonconfonnitL. it'\6s', Explein (maks Skctch It Necgseery) yas E ME

Matarial b h€ld for DlsDosifon Yb8 EI NO EI Mrterlal markcd r,nlh UMID Yes E No [f
Rsporlod By Data 

- 

ldrnL No. o, MicrE(nslor or Thbkns Gagr Us.d-
NONCONFOBMMES

(For Malorial a. Fecaivsd)

OEscrirlbn (By Purchasing)

gyCE& Brlona Urbild M.strth! Sp€cili6tlon r,ttcan B. Rrl.rr.d FdU$:
Heat Trsarrn nr - \b3 El Mr. .r€3 El uI - y€ El pr. res O

xoE HoE NoEI NoE

Other:

Procass.d By

Dispolnbn (8y OC) MATERI,AL FELEAS€D FOF FA8FICATION

Purchaeing- Date 

-
Dats F|LE lto.

tl
m6ru Jr|'tt

ac
Dispor{tion o, l'loncontormity Compl€tcd 8y _ Oato

hdhuSA Soo SlerdaJd 607-3-e tur hruucdo.E oi ulhg fls bm
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BGG LBR AGR CMD

APPRO\rED

BY DATE

PREPARED ALD 12.9.92

RWK 8-6-97

dtz
STANDARD REV. NO. -

1- . O SCOPE:

This procedure describes the system used to control welding,
including tack welding, welding mat.erial, procedures and
welders.

2.0 RESPONSIBILITTES:

2.L The Welding & QC Manager coordinates controls relating
to welding, preparation of weLding procedure specifica-
tions (WpS), welding procedure qualifications (PQR),
Welding Material Specifications (WMS) and Welding Mate-
rial Test Specifications (WMT).

2.2 Purchasing is. responsible for ordering welding
materials.

2.3 The Welding & QC Supervisor controls the use of welding
materials and the wetding operations at the worksite.

2.4 The Superintendent (Foreman) is responsible for the
assignment of welders.

3. O WET.,DTNG MATERIALS :

3. L Procurement SPecifications

3.1. l- Procurement specifications for welding materials
provide all technical and quality assurance
iequirements needed by the supplier.

3 .1.2 Procurement specifications are not required for
standard readlly available materials which are
d.escribed in sFA material specificatj-ons of the
ASME Code. They are required when it is neces-
sary to specify additional requiremenLs '

REVISED
AUTHORTZED
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3.1.3 The Welding and QC Manager shal1 assJ-gn an indi-
vidual to prepare procurement specificat.ions
when none are available (WMSs for commonly used
welding materials are provided in CB&I Standard
82L-1) . Identification of the preparer shall be
on the specification.

3.I.4 Prior to release, the procurement specification
shall be reviewed by the Welding & QC Manag:er
for adequacy of specified requirements.

3.2 Requisitions

3 .2.1 Requisi-tions are prepared by the Welding & QC
Manager or by Engineering-Assigned and sha1l
contain technical and qualit,y assurance
informat.ion needed for procurement. This infor-
mation may be included on requisitions or
included in procurement specifications.

3.2.2 For ASME work, all weldi-ng materials sha11 be' purchased to t.he SFA Materj-al Specifications of
the ASME Code. See CB&f Standard 82t-a.

3.3 Procurement

The procurement of welding materials shal1 be initiated
by Purchasing in accordance with requisitions from
Engineering-Assigned or the Welding & QC Manager.

3.4 Receiving Inspection

Welding mat.erials sha11 be received, inspect.ed and
released in accordance with QAP l-0.1, except that the
releasing of welding materials requiring a WMS shall be
per 3.5.

3.5 Release of Welding Materials Requiring a WMS.
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3.5

3.5.1- In the shop, the Welding & QC Manager shall
release the material for use if the results of
the receipt. inspection and the check of the
Supplier's documentation (Material Test Report
(MTR) , Certificate of Conformance (COC) , eLc. )

is acceptable. If the welding material is
unacceptable, the Welding & QC Manager shalI
determine the disposition of the material.

3.5.2 Tn the fie1d, the Welding & QC Supervisor shall
release the material for use if the results of
the receipt inspection and the check of the
Supplier's documentat j-on (Mat,erial Test Report
(MTR) , CerLificate of Conformance (coc) , etc ' )

is accer:table. If the welding material is
unacceptable, the Welding & QC Manager shall be
not.ified to determine the disposition of the
mat,erial.

3.5.3 The release shall be documented on a copy of the
Purchase Order, a receiving inspection report or
a field receiving inspection report for welding
materials (see attachment 2) .

Storage of Welding Materials

St.orage of welding materials sha11 be in accordance
with CB&I Standard 823 or specific instructions for the
contract. As a minimum:

A. Storage shatl be in a clean, dry atmosphere free
from effects due to weather.

B. Welding material shall be organized by type and
size.

c. The welding material storage area sha11 be secured
if necessary to prohibit access by unauthorized
personnel.

D. Nonconforming or nsn-released welding material
shall be segregated if practical and/or clearly
marked. to indicate t.hat it cannot be issued for
tlco
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3.7 Control of Welding Materials

3.7.L Selection of the correct welding materials shal1
be determined by t.he Superintendent (Foreman) or
Welding & QC Supervisor in accordance with
cont,ract drawings, welding procedures, process
control documents, Bill Sheets and other
specific contract instructions.

3.7.2 Welding materials shall be drawn for use under
the diiection of the Welding & QC Supervisor.

3.7.3 Welding & QC Supervisors shall maj-ntain surveil-
lance over welding operations to ensure usage of
the proper welding materials.

4 .O WELDER AND WELDING OPERATOR OUAI.TIFTCATTONS:

4.L Instructions for welder qualifications (includes weld-
ing operator) are given in CB&I Standard 839-t-. For
ASME work, all welders and welding operators shall be
qualified to ASME Section fX.

4.2 A1l welder and welding operator qualifications are con-
trolled by the Welding & QC Manager with the following
requirements:

A. Each welder and welding operator shal1 be qualified
for applicable contract reguirements including
referenced codes or specifications.

B. Welder and welding operator tests shaIl be
conducted using a qualified Welding Procedure
Specification (WPS).

C. When required by the contract, welder and welding
operator tests shall be witnessed by the customer
or AI.

D. Each welder and welding operator shall be assigned
a unique ident,ifying number or symbol.

E. We1der and welding operator performance
qualifications shall be documented on Performance
Qualificat.ion Test forms and any other form
required by the contract. (See Attachment. 1 for a
typical example. )

1-0
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4.3 Maintenance of Welder and Welding Operator Qualifica-
tions

4.3.1- Qualifications sha11 be maintained by the Weld-
ing & QC Manager in accordance with applicable
Code and standards. Maint.enance of qualifica-
tions shal1 be updat.ed at least every six (6)
months.

4.3.2 Copies of qualifications shall be maintained at.
jobsites until completion of the work.

5.0 WELDTNG PROCEDURE SPECIFTCATTONS (WPS) :

5.1 Instructions for t.he preparaLion and writing of WPS's
are given 1n CB&I Standard 830-l-. For ASME work, all
WPS's shall- be qualified to ASME Sect,ion IX.

5.1.1 Requirem"rrr" for WPS's shall be determined after
contract review to determine technical require-
ments for welding procedures.

5.1-.2 WPSrs shall be standard procedures or prepared
for each contract in accordance with contract
requirements including referenced Codes or
specifications.

5.l-.3 Each WPS shall have substanti-ating Procedure
Qualif ication Records (PQR) to demonstrate the
satisfactory performance of the WPS. Depending
upon contract reguirements, PQR's may be pre-
vi-ousIy qualified or performed new for the
specific contract.

5.2 Procedure Qualifications Records (PQR)

5.2.L Instruct j-ons for the preparation and writing of
PQR's is given in CB&I St.andard 831-l-.

5 .2 .2 PQR' s sha1l include, ds
followinq:

a minimum, the

A. Base materials and welding materials.
B. Records of all essential and nonessential

variables.
C. Results of mechanical and chemical testing.

10
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5 .2 .2 (con' t )

D. Results of nondestructive examination.
E. CertificaLion of PQR by a CB&f Welding

Engineer.

5.2.3 When required by the contract, preparation,
welding, inspection and testing shall be wit-
nessed by the customer or AI.

6.0 CONTROL OF WELDING:

6.L AssJ-gnment of Welders

The assignment of work to welders is the responsibility
of the Superintendent (Foreman) who shall consult with
the Welding & Qc Supervisor to determine that t,he
welders are qualified to perform the work. Welding &
QC Supervisors are responsible for advising the
Superintendent (Forenran) when a welder is not qualified
or lacks training and experience to the degree that
sufficient supervision cannot be given to ensure proper
results.

6.2 Weldincr Activities
6.2.L ln. welding & Qc supervisor shall review the wPS

and instruct the welder in its use. This
instruction may be verbal and/or by
demonstration.

l_o

6.2.2 Welding & QC
for compliance
tions required

Supervisors shal1 monitor welding
with t,he WPS and perform inspec-
by process control documents.

6.2.3 Documentation of welding verifications anC
inspections sha11 be made on process control
documents when required.

5.3 Welder fdentification for ASME Work:
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5 - 3 . i- Welders shalI mark their i rtenF i fr,.
symbor on .or "ai "".,Jt"'i" 

':::t'iJ'li.J:#:f5 :;not more than 3 f t. a10ng the urlta" ih"t-;"[;or a record shall be kepi of the welderl ,r;;Jon each joint. Marking shall be with steelstencils, using low siress dies, unless thematerial is less than L/4,, in thickness tl);for nonferrous materialsj , i" -r,Vfri"f, 
"""" p":-"tor ink markers shall be used.

NOTE: These are the ca_tegory A, B, C, D joj-ntsp-:I_ paragraph Uw_3, of ASME S6ctionVIIf , Division 1;- per paragraph AD_400,-of ASME Secrion virr, - Divis {"" i, -;;;
paragraph pW_29, of ASME Section I'; ;;aper ASME B3l_. j..

6 -3 -2 A11 werders that have wer-ded permanentnonpressure attachment welds on a .tressll ana/ortack welds that become part of the finalpressure weld shall be listed on an "AssemblyCheck List" or nprocess Control Drawingr,.
5.4 Tack welds used to secure alignment shar] either beremoved completely when they.have served. their purpose,or their stopping and starling ends shall be properlyprepared by grinding or other suitable means so thatLhey may be satisfactori-l_y incorporated into the finalweld and sharl be visual]-'y inspected by it " welding &eC Supervisor.

7.0 RECORDS:

7.r wps's and peR's are contract records and shall be main_tained by the Weld.ing & eC Manager.

7 .2 Records requ j-red 
. 
by t_his procedure, other than WpS r sand PQR's, are internal recfrds and shal1 be mai_ntained.by the Welding & eC Manager.
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B. 0 ATTACHMENTS : (Typica1)

I.1 Attachment l- - Performance Qualification Test Form

8.2 At.tachment 2 - Field Receiving Inspection Report for
Weldincr Material

10
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ATTACHMENT ]-

-8tac 

- 

b 

-otPNo. 

-_ 

bPNo--
W.ld MJn Sp.cuc|uon llutro{ (wPs):

FLrll.hl(FN,o)Fi-

2 Bmdr pr.
qw4il

R$.NlE
Ras,t 2n

2 gadr ps
QW-l&t

R$uI tt:]
Rrstd 2t:

^|F6etdddttCPil6$d [Cr Fsrar vltldr ery b.
M&wntflcr?hu.
TlidqrdlFdfiht|.st
mer.b b.vdd.d

\€FT|C I-BOTIISIoES

2 8!d3 pd
ow.4@

Rldi I

=iRdf 2t:f
AlFs.nbb.mdoil*L

Tabdqdt.fir9|f bS/f
2 Eddr F.

QW-4@

RdtlE
R!$fzr:

f Edot*ttdrtt dotdDfrlrtbtrCbtddbrdba
a Od.do$rFa.L&d..LirlL.ft,Ft Fl rtCFt'

RECORO AiE CORRECT A}D I1{AT T}IE TEST
WEIOE WERE FREPAREO,WEI,OED, A'IO 1E61ED
N AOCOROAIiICEWIA SEgllOl'l fi OF lllEA8|tif

. t TEST €DmoN{'llDlrAllfl lNEo FRofr
NG Tn|E OF TE8TTO TT{I8 DATE

^-.t-J rI ItGal-w
- PERFORJI|AI{CEOUAUFlCATlotilTEST

h f€cod.E il6.cdsi fi dlti lSLE C6d. ' ld6l Edo.l
sHIELDED

wL!lr tFRoNTl eEvawr:
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ATTACHMENT 2

FIELD FECEIVING INSPECTION REPORT
FOR WELDING MATEBIALS

Contracl Number CBI Ord€r Number

Suppliat Manulaclursr

RECEIVING INSPECNON

Ouantity Rsceivad ard Insp€cied

Shc ard Typs

Spocitlcalion

Condilbn ot Matorlal

Noncontormlly: Ycs No

ll yss sxplaln:

Explaln OisposHon:

Malsrlal Me€ts Requlrerner* ol:

I ansn""r

Relcase lor Febrlcatlon:

fl Purchase order I nequisition

(wddng f OC srFdits)

h 2.t R€v o€c r
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Corp
Weld

Corp

QA

DATE

Engr Const Mfg PREPARED 6-L>->Z

REVISED RwK 7-28-97

^ur]gtoRrzr,D 
A&/C ?hd.7

REFERENCED
STAI{DARD REV. NO. -

RES
JCJAPPROVED

1.0 scoPE:

This procedure contains the general training _ and
qualification requirements of personnel t,hat affect guality-

2.0 RESPONSIBI]-,ITIES:

2.L The Corporage QA Manager is responsible for the
trai_ning of top management and for approving ?ny
specifi- organilational training and qualification
^-^aaAttravlvvvss! e.

2.2 Managers are responsible for the training,
quallfication and, if required, cerLification of
individuals in their organization'

3.0 TOP MANAGEMENT TRATNING AND OUAI-,IFICATION:

3. L Training of top managemenL in the qualit-y system will
be on an as needed basis. The necessary
familiarization, understanding and training takes place
as top management participate in the overall managiement
of the quality syitem. This will be s'gppleme.tt!"d by
specific- training as necessary coincj-dent with the
annual management review process.

3.2 For the purposes of this procedure, top management
includes:

A. PresidenLs

B. Vice-Presidents

C. CorPorate Managers

D. General Managiers
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3.2 (cont'd)

E. Manufacturing Managers

F. Construction Managers

3.3 Top management has overall responsibility for all
activities. Act,ivities as described in this quality
system, except for management review, are delegated
to ot.her trained, qualif ied and, if required,
certified individuals .

3.4 Top managemenL is qualified based on their broad
experience and background in the business of CB&I as
contained in proprietary company records. These
individuals are selected for their positions by t.he
Board of Directors or other Lop management.

4 . O ORGANIZATIONAI, TRA]NING AND OUAL.]FICATION PROCEDURE:

Managers shaLl train and gualify individuals in their
organization per QAP 1-B.2 or write a specific
organizational trainJ-ng procedure for their organization.
Specific orgranizational procedures sha1l be submitted to
the Corporate QA Manager for approval and added to t.he QAP
index.

5. O TRATNING GUTDEL]NES:

5.1 The training methods utilized and the extent of the
initial indoctrination and training in the Quality
Assurance Manual (OAM) and Quality Assurance
Procedures (QAPg) shall be based on the education,
experience and proficiency of the individual. It is
the Manager's responsibility to make this
determination.

5.2 Training in revisions after the initial
indoctrinat,ion may be by the individual's review of a
summary of changes or reading' assignments.
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5.3 Controlled documents t,hat are copied for training
assignments, shall be destroyed after the completion
of training or marked "training copy". Training
materials sha1l not. be used to perform conLract work.

5 .O RECORDS:

No records are required by this procedure.
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Corp
Weld

Corp
QA Const

DATE

Engr Mfg IISB PREPARED REs l-o-lo-es

APPROVEI)

].. O SCOPE:

This procedure covers the special requirements for repairs
and alterations to pressure retaining items which are
performed in accordance wit,h the National Board Inspection
Code (NBIC) . Repairs and alterations are defined in the
NBIC. A11 such repairs or alterations performed by CB&f
will be done in accordance with this procedure, the QAM and
the jurisdictional requirements at the final location.

This QAP contains additions to or modifications of the
requirements of t,he QAII{. Except as modj-fied here, all other
requi-rements of the QAM are applicable to repairs and
alterations, to the extent required by contractual scope of
work. CB&I Standard 934 contains additional i-nst.ructions
for NBIC work.

2.0 SPECIAL CONSIDERATIONS:

2.L Prior to the start of work, the scope of repairs
alterations sha1l be presented to the AI for
concurrence.

2.2 fn the case of routine repairs, determine whether
routine repairs are acceptable to the jurisdict.ion
where t.he work is to be performed, in addition to the
AI's concurrence. The requirement for in-process
involvement of the AI and st.amping are waived for
rout.ine repairs. Routine repairs shall be documented
with NBIC Form R-l- "Report of Welded Repair" and shall
include a statement on line 9, Remarks: "Routine
Repai-r" .

2.3 For ASME Section VfII Division 2, NBIC requires a
repair plan certified by a Registered Professional
Engineer which has to be accepted by the AI. This
shall be prepared by the user or CB&I.

REVISED RWK 9-TO- 97
mrrtowznn Rnzt ?/u-h7

REFERENCED
STANDARD REV. NO. -

and
his
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2.4 NBIC Nameplates (Also see CB&I Standard 9201"-5-3)

Applying a "repair'r, "alteredrr or "rerated" nameplate
or applying the contract number and dat.e repaired to an
existing CB&I R symbol st.amp "repairil nameplate
signifies that the work was performed in compliance
with the reouirements of the NBIC.

2.4.L "Repairil nameplates are used with NBfC Form R-1.
A single nameplate may be used for more than one
repair, so a new nameplate is not always
required. If Lhe product already has a CB&I R
symbol stamp "repair" nameplate, the new
contract number and date repaired are added to
the existinq nameplate.

2.4.2 "Alter-tiorrl ,rr*Jorta"= are used with NBrc Form
R-2. A11 alterations require a new nameplate.

2 .4 .3 "Rerated'r nameplates are also used with NBIC
Form R-2. All reratings require a new
namenlate.

2 .4 .4 Subj ect to t,he accepLance of the AI, nameplates
and stamping may not be required for routine
repairs.

2.5 CB&I is responsible for all Code required activities in
the scope of the repair or alterat.ion even if some
activities are performed by others. The only except,ion
to this is when design certification for an alteration
is provided on a Form R-2 "Report of Alterationtt by
another valid rrRrr Certificate Holder. In such a case,
the organization performing t.he design must provide a
Form R-2 certifying the design. This will be att.ached
to CB&I's Form R-2.

2.6 For material or welded assemblies supplied by others,
QAM requj-rements apply except as modified below:
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4.t

2.6.I Documentation (COC's, MTR's or Code Data
Reports) shal1 be supplied to CB&I for:

A. P1at.e Material.
B. Welded assemblies.
C. Product forms ordered to a CB&I Material

Specification or a mat.erial supplement.ary
requirement

For all other product forms, the material may be
accepted as complying with Lhe ASME material
specification if the ASME material specification
provides for the marking of each piece, bundle,
1ift., or shipping container with the
specification desi-gnation, including the grade,
type, and class, Lf applicable, and each piece,
bundle, lift, et shipping container is so
marked.

2.6.2 Documentation shall be reviewed for Code
compliance and traceability to the material,
product, or welded assembly by the Welding & QC
Manager or Purchasing, as determined by the
Welding & QC Manager.

Pressure Test

2.7 .L Upon completion of repairs to pressure retaining
items, the repairs shal1 be pressure tested
except as provided in paragraph 2.8.4.

2.7 .2 Upon completion of alterations that involve the
installation of a replacement part and/or the
alteraLion will i-mpact the design pressure, the
design temperature or the design rated capacity,
t,he item sha11 be pressure tested except as
provided in paragraPh 2.8.4.

2.7 .3 Pressure t,ests may be pneumatic provided
concurrence has been received from t.he AI, the
jurisdiction, where required, and the owner.
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2 .7 .4 As an alternate t.o the pressure t.est, NDE
methods may be substj-tuted provided concurrence
has been received from the AI and thejurisdiction, where required.

3 . O RESPONSTBTLITTES:

3 . L Engi-neering-Assigned:

3 .l-.1 Prepares requisitions for nameplat.es and drafts
of Form R-t- or R-2 and dist,ributes them via a
POT to the Schedule Coordinator or Welding & eC
Manager.

3.1.2 Requests application of a stamp by transmitting
a draft of Form R-1 or R-2 via a pOT to the
desi-gnated Welding & eC Manager (NBIC
Cert,i-f icaLe Holder) with a copy to the
Construction Welding & eC Manager, if
applicable.

3 .1.3 Dut,ies when the vessel is rerated and controlled
by Engineering-Assigned :

3.L.3.1- Controls any pre-stamped nameplate and
assures the application of the proper
nameplate to the appropriate product.

3 .1.3.2 Applies the pre-stamped nameplate af t.er
determining that concurrence of the AI
has been received (as shown by the AI's
signature on the Form R-2).

3 .l-.3 .3 Sends a copy of the completed Form R-2 ,
to the designat,ed Welding & QC Manager.

3.1-.4 Prepares and checks National Board Form R-l_ or
R-2. The form shall clearly state the exact
scope of CB&f's responsibility, and shall be
distributed as indicated beIow. Engineering-
Assj,gned may delegate preparation of Form R-1 or
R-2 to the Project Manager or Welding & eCManager. ff delegated, the preparer sha11 send
the Form R-1 or R-2 to Engineering-Assigned for
approval. Engineering-Assigned will contact the
designated Welding & QC Manager for the next
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3 .1-.4 (continued)
sequent.ial Form R number, when applicable, and
include it on the f orm in the appropriat.e
locations. As an alternate, either Engineering-
Assigned, or the Welding & QC Manager may insert
the sequential Form R number once it has been
assigned by the designated Welding & QC Manager.
Engineering-Assigned sha1l transmit the original
form via POT to the Project Manager with a copy
to the designated Welding & QC Manag:er. The
Project Manager will present the original to the
AI .

Any Manufacturerrs Partial Data Report or
Nat.ional Board Form R-3 "Report of Parts
Fabricated by Welding" required for welded
components shal-l be attached and made a part of
the Form.

3.1-.5 Makes the necessary disLribution of completed
forms.

Legible copies shall be distributed as follows:

A. Owner or User
B. AI
C. ,.furisdict.ion (if required)
D. Authorized Inspection Agency (AIA)

responsible for In-Service Inspect.ion
E. NBIC (if registered) within 90 days of

complet.ion

3.2 Designated Welding & QC Manager (NBIC Certificate
Holder) :

3.2.L Maintains custody of t,he R symbol stamp.

3 .2.2 Maint.ains the log of
numbers. See Attachment
sequential 1og.

sequential rrForm R"
1 for an example of Lhe

3.2.3 Applies the R symbol stamp to the nameplate.
This may be delegaLed to the Construction
Welding & QC Manager, Lf applicable.

3.2.4 Reviews requests for nameplates after receipt of
information from Engineering-Assigned.
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3.2.5 Assigns the next sequential Form R number.

3 .2 .5 If appli-cable, supplies any necessary stamps to
the Construction Welding & QC Manager and
assures that they are reLurned after field
application.

3 .2 .7 Assures, if applicable, the proper applicat.ion
of nameplates by reviewing a copy of the
completed Form R- l- or R- 2 and maint.ains a
written record of this activity.

3.3 Welding & QC Manager:

3.3 .1 Notifies Engineering-Assigned as to the scope of
work and when a stamp/nameplate needs to be at a
j obsite .

3.3.2 Controls pre-stamped nameplates and assures the
application of the proper nameplate to the
appropriate product.

3.3.3 Applies the prestamped nameplate or applies
contract number and date repaired to an existing
CB&I R symbol stamp t'repairt'nameplate after
det.ermining that concurrence of the AI has been
received (as ehown by the AI's signature on the
Form R-1 or R-2).

3.3.4 Applies the stamp, if required, to the product
nameplate in accordance with 2.4 and, if
applicable, returns the stamp to t.he desi-gnated
Welding & QC Manager.

3.3.5 ff applicable, sends a copy of the completed
Form R-1 or R-2 to the designated Welding & QC
Manager.

4.0 RECORDS:

4.4 Records generated per this procedure are contract
records and shal-1 be mainlained by Engineering-
Assigned.

The sequential Form R number log is a record and shall
be maintained by the designated Welding & QC Manager.

4.2
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5.0 ATTACHMENTS

5.1 At,tachment 1

5.2 At.tachment. 2

Typical 'tForm R"

Typical samples

Sequent,ial Log.

of nameplates.

cQA-35 4/9'l



DOC.ID
REV. NO.
CONTRACT

QAP
5

r_9. r-

NATTONAL BOARD REPAIRS AND ALTERATIONS PAGE NO.

ATTACHMENT J.
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ATTACHMENT 2

* See Note I

C8&l Contract No. Date FcPaired

CB&l Contraci No, Drto RcPsit.d

NrtlonrlBolrd Symbol CB&l Contttsi No' Drtc R€Prlrad

End CartHicato No.

o

a

I
ALTERED BY

* See llota I

PSI AT 'F

Nrdodloid srdbot CB&l Conttrct t{,o. Drtc Altcttd
rd C.dliloh No.

o

a

a

a

a

RERATED BY

* See liote I

PSI AT

Ntdill Bdrd SFbd
.nd C.ntis No.

*NOTE l- Enter Company Name
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REV. NO.

1 n cn.lDEa .
I.vg.

This procedure covers the special reguirements for repairs,
alterations and reconsLruction of tanks. A11 such work
performed by CB&I shall be done in accordance with this
procedure, the QAM, applicable codes anc local
statuary/regulat,ory requirements .

This QAP cont.ains additions to or modifications of the
requirements of the QAIvl. Except as modified here, all other
requirements of Lhe QAivI are applicable to repai-rs, alterat,ions
and reconstruction Lo the extent required by contractual scope
of work.

2. O SPECIAL CONSIDERATIONS :

2.L Prior to accepting a contract Lo repair, alter or
reconstruct a tank, Engineering-Assigned shall review
the recruest.

2.2 rn irr=Jtrr"*s were t,he customer d.oes not wish to follow
codes and/or prevailing regulations, CB&I shall inform
the customer of the lack of compliance in the proposal or
other written correspondence. Engineering-Assigned sha11
approve such work prior to proceeding and appropriate
clarifications of limits of responsibility shall be
placed in the contract agreement.

3.0 PROCEDURE:

3.1 The Project Manager shal1 review the scope of work wit.h
Engineering-Assigned, the Welding & QC Manager,
Purchasing and any other Responsible Management Lo
determine t.he need for their involvement in the work.
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3.2 When the scope or t)r'pe of work warrants it, the Project
Manager, ar other assigned individual, may assume, with
the concurrence of t.he Responsible Party, some or all of
the duties specified in the QAM if they are qualified.
It is the Project Manager's responsibility, in these
cases, to assure that all applicable manual and CB&I
requirements are being complied with.

4.0 REPAIRS AND ALTERATIONS TO TANKS BUIL,T TO APf 550 (and its
nreder:nssclr 1 2C) :

4.L Engineering Oversight shall approve all cases where the
customer does not wish to follow API 553 requirements.

4.2 OnIy certified API 553 Authorized Inspectors shall
perform external inspections of tanks except for routj-ne
in-service inspections as permitted by APf 653.

4.3 CB&f Standard 933 contains additional instructions for
API-553 work

cQA-33 4/91
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Page 1 ofl
November 13, L997

QAP's for AI\{SI/ASQC Standard Q9001
Changes for Index Revision l6

The following QAP's have been revised or minor changed. A documented
review of this summary sheet for the revised QAP's by the applicable individuals
may be used for their indoctrination/training to these QAP's. A documented
review is not required for minor changes.

QAP 5.1 Rev.6

Minor change to 3.6.1 and 3.6.2 by correcting the lower case'old" to upper
case "OLD".

QAP 5.5 Rev. 5

Added 3.2.1 "For ASME work, Engineering-Assigned shall review all
customer drawings."

QAP 10.1 Rev.7

Minor change to 1.0 correcting the pagination of paragraph.

QAP 10.4 Rev. 5

Replaced typical samples of nameplates on page 4.

QAP 19.3 Rev. 1

Deleted 4.2 and renumbered 4.3 to 4.2.
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SECTION 1 I.TANAGEI.TENT RESPONSIBILTTI

QAP 1.1 Rev. 7
QAP L.2 Rev. 2

SECTION 2 OUALTTY SYSTffi

Management Responsibility
Authorized Inspectors (Af)

Quality System
Quality Plan
Contract QAPs
Work Instructions

Pre-Contract Review (opportunity Development)
Post-Award Review

Preparation of Detail Drawings, Requisitj,ons
and Procurenent Specifications
Additional Design Requirements for ASME Work

Docunent and Data Control
Detail Drawings, Requisitions and
Procurement Specif ications
CB&I Standards
Contract QA Docunents
Custoner Drawings
Control of Documents Made Availab1e
Electronically on-Line

QAP 3.1
QAP 3.2

QAP 4.1

QAP 4.2

P QAP 5.1
QAP 5.2

QAP s.3
QAP 5.4

* QAP 5.5
QAP 5.6

Rev. 4
Rev. 4
Rev. 4
Rev. 0

Rev. 5
Rev. 5

Rev. 7

Rev. 3

QAP 2.1
QAP 2.2
QAP 2.3
QAP 2.4

SECTTON 3 CONTRACT REVTEW

SECTION 4 DESTGN CONTROL

SECTION 5 DOCI'II{ENT CONTROL

Rev. 5
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Rev.6
Rev. 5
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SECTION 5 PT'RCHASING

SECTTON 7 PI'RCHASER SI'PPLIED PRODUCT

QAP 7.1

QAP 7.2

Rev. 5 Receipt of Customer Supplied Material l{hen
the Customer is Responsible for Verification
of lrlaterial
Receipt of Custoraer Supplied Material When
CBf is Responsible for Verification of
Material

QAP 8.2 Rev. 0

Rev. 3

SECTION 8 PRODUCT TDENTIFTCATION A}ID TRACEABTLTTY

QAP 8.1 Rev. 5 llaterial Control, Identification and
Traceability
Unique Material Identification

SECTION 9 PROCESS CONTROL

QAP 6.1
QAP 6.2
QAP 5.3
QAP 6.4

QAP 9.1
QAP 9.2
QAP 9.3
QAP 9.4

Rev. 8 Procurement Documents
Rev. 4 Supplier Survey
Rev. 5 Supplier Review
Rev. 2 Supplier Control

Rev. 5 Process Control
Rev. I Welding Control
Rev. 5 Heat Treating
Rev. 4 Control of Procedures

SECTION 10 INSPECTTON AND TESTTNG

p QAP 10.1
QAP 10.2
QAP 10.3

* QAP 1O.4

Rev. 7 Receiving Inspection
Rev. 6 NDE, Inspection and Testing
Rev. 5 Final Inspection
Rev. 5 Data Reports and Stamping for ASME Work

SECTION 11 INSPECTION. Ii{EASTIRING AND TEST EOUIPMENT

QAP 11.1 Rev. 2 Calibration
SECTTON 12 TNSPECTTON AND TEST STATUS

QAP L2.t Rev. 4 Inspection and Test Status

SECTTON 13 CONTROL OF NONCONFORII{ING PRODUCT

QAP 13.1 Rav.,
ia.
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QAP 14.1 Rev. 4 Corrective Action

SECTION 15 HANDLING. STORAGE. PACKAGING, PRESERVATION AND
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DELIVERY

Rev. 4 Handling, Storage, Packaging, PreservationQAP 1s.1
and Delivery

SECTTON 15 OUALITY RECORDS

QAP 16.1
QAP L6.2

Rev. 5 Quality Records
Rev. 2 Quality Records for ASME and NBIC Work

SECTION 17 TNTERNAL OUALITY AUDITS

QAP 17.1 Rev. 5 Internal Auditing

SECTTON 18 TRATNTNG

QAP 18.1
QAP L8.2

QAP 18.3

SECTION 19 SERVICING

QAP 19.1
QAP L9.2

* QAP 19.3

Rev. 5 General Training and Qualification
Rev. 2 Qualification & Training Reguirements of

Personnel
Rev. o Qualification & Training Reguirements For

Engineeringr Personnel

Rev. 5 National Board Repairs and Alterations
Rev. 0 API-510 Repairs and Alterations
Rev. 1 Repairs, Alterations and Reconstruction of

Tanks

SE TTON 20 STATISTTCAL TECI{NTOUES
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Corp
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BY DATE
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R"EFERENCED
STA}IDARD REV. NO. -

APPROVED

1.0 SCOPE:

L.L This procedure lists the tlpes of documents and data
requiring control and describes how control is
accomplished or where to find the cont,rol described.

1.2 The documents requirJ-ng control are:

A. QAIvt and QAPs
B. Contract Documents
C. Contract Addenda and Contract QAPs
D. Quality Plans
E. Detail Drawings
F. Requisitions and Procurement Specifications
G. Procedures
H. CBI Standards
I. Design Output
J. Customer Drawings (if used in lieu of cB&I detail

drawings)
K. Process Control Documents and Testing Instructions.

2.0 RESPONSIBTLITIES:

The Corporate QA Managrer, Engineering-Assi-gned, Contract
Development Manager (CDM), Project Manager, Welding & QC
Manager and CB&I Corporate Offices are responsible for
controlling the above listed documents.

3 . O DOCUMEIiIII FORMAT AND DISTRTBUTTON COMIROL:

3.1 Documents sha1l be identified with a unique
identification (ID) and, when applicable, the CB&I
cont,ract number.

The status of documents shall be controlled by the use
of either a revision number (or let.ter) or by the use
of an issue date.

3.2
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ff-"

F:

3.3 Documents or data shall be distributed in one of the
following formats:

A. Hardcopy (paper) or electronic files (floppy disk,
CD Rom, etc.)

B. E-mail
C. On-Line-Documentation (OLD)

3.4 Distributions of contract documents and data shall be
controlled by a Master List (index or Summary *0"
Sheet) that list,s the documents and data by t,heir
identification and current revision status. The Master
List shal1 be identifiable to a unicrue contract or
project and have a revision status.

3.5 Design output that is used exclusively by Engineering-
Assigned need not be cont,roLled by a Master List,,
provided. the calculations have a cover sheet Ehat,
identifies its current revision status and is updated
each time any page of the calculations is revised.

3.6 Documents and data made available as OLD are controlled
by the provider and do not require a Master List or
acknowledgrment receipt control.
3.6.r_ OLD controlled documents can be printed for Ehe

one time use by an individual, provj-ded that t,he
printed copy is destroyed upon completion of the
task. If the prinEed copy is retained for the
performance of any fuLure tasks, the copy should
be marked "uneontrolled copy" and prior to its
next use the OIJD version sha1l be checked to
determine if a later revision has been issued.

.6.2 If a department establishes a manual of
frequently used OLD controlled documents, the
department shalI gienerate a master list (index)
of the OLD documents copied and control the
manual's disLribution and any revisions to the
documents.
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10-8-97

APPROVED

LBR
MLR
JDM

STANDARI)

1.0 SCOPE:

This procedure establishes the reguirements for use of
cusLomer drawings in lieu of CB&I detail drawings when
required by the contract. ttCustomer Drawings'r includes any
document,s supplied by E,he customer to be used by CB&I Eo
accomplish the work.

2.0 RESPONSTBILITIES:

The Project Manager is responsible for control and
distribution of customer drawings.

3.0 CONTROL OF EUSTOMER DRAWTNGS

3.1 The Project Manager shal1 obtain the customer drawings
and acknowledge recej.pL if requested. He sha1l advise
the customer of shortages, discrepancies or
inadequacies (".g., missing drawings or dimensions
not whet,her an item is adequate for inEended use unless
required by contract,). Only customer drawings that
have been approved for use by the cusEomer shalI be
distributed within CB&I. Revisions shall be reviewed
by the Project, Manager to determine the impact on any
work already accomplished. Appropriate individuals or
organizations shall be notified if necessary.

3.2 The Project, Manager shaIl review t.he scope of work wich
Engineering-Assigned to determine the need for
engineering review of the customer drawings.

For ASME work, Engineering-Assigned sha11
review all customer drawings.

3 .2.A
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3.3 The Project Manager shall establish an int,ernal
distribution. Engineering-Assigned shall be included on
the distribution if required for review. The Project
Manager shal1 retain copies of all curenE customer
drawings.

3.4 The Project Manager sha1l init,iate an index of approved
customer drawings with current revision levels if the
customer does not supply an index.

3.5 The customer drawings together with the index of
approved drawings shall be distributed by the Project,
Manager. A transmittal document and receipt
acknowledgement may be required depending on the number
of set,s, the method transmitt,ed and where t,he customer
documents are transmitted. Appropriate control shal1
be det,ermined by Ehe Project Manager. When receipt
acknowledgement is established, fol1ow-up on overdue
responses shall be documented.

3.6 Recipients of customer drawings shall properly file and
update the cusLomer drawings and sign and ret'urn
receipt acknowledgement when required.

3.7 The Project Manager shall require that obsolete
drawings are removed from use.

4.0 RECORDS:

4.L Customer drawings and the approved drawing index are
cont,ract records and sha1l be maintained by the Project
Manager as required by contract, Code, jurisdiction and
CB&I Stand.ards.

4.2 When transmitt,al documents are required they shal1 be
maintained until the end of the contract.

c9A-35 al97
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Corp Corp
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LBR AGR CMD
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BY DATE
PREPARED

REVISED

L2-9-92
L-6-97

ALD

RWK

^rilry.rroF.rzup 
Rwr 6/zqh7

REFERENCED
STANDARD REV. NO.

1.0 SCOPE:

,S.ilrr This..proced.ure describes the
lX of items (excluding welding
l/ Customer supplied material,

supplier or CB&I shop.

Extensively Revised

receipt, inspection and release
materials, per QAP 9.2, and

per QAPs 7 .t and 7.2) from a

2.0 RESPONSTBILITIES:

2.t Purchasing is responsible for records relating to
purchased items including receiving inspect,ion reports
(RIRs), supplier documentation and releasing it,ems for
use that require an RIR or a preliminary release.

3.0

2.2 Shop QC may assume Purchasing's responsibilities per
this QAP at manufacturing facilities.

2.3 Receiving personnel are responsible for receipt,
inspections and releasing items Ehat do not require an
RIR.

2.4 The Welding & QC Manager is responsible for resolving
nonconformities and for releasing items that require a
nonconformi.ng release.

PROCEDLIRE;

3.1 Receipt

3.1.1 When required by Code, customer or CB&I
Standard to assure that items received are
properly identified and documented, Purchasing
(or Shop QC) shall initiate RIRs (see
Attachment 1) and Material Verification Summary
Sheets (PfVSSs) (see Attachment 2l . See CB&I
Standard 607-3.
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3.L.2 When items are received from a supplier or CB&I
shop, Receiving personnel shall obtain any
documentation supplied with the items.

3.1.3 Receivlng personnel shalI perform receipt
inspections immediately upon receipt of an
item(s) or shall segregate the item(s) unt1l a
receipt inspection can be performed.

3.1.4 For items from a supplier, Receivj-ng personnel
shal1 check to see that they have the required
information for the items from Purchasing (or
Shop QC). This includes the RfR (see CB&I
Standard 607-3-3) when required, and the
Purchase Order (PO), hardcopy or electronic
access, including any sketches or drawings.

3.1.5 For items from a CB&I shop, Receiving personnel
shall check to see that they have the shop
packing lists and, if required, the Shop
Release for Shipment Check List (SRSCL)
(Attachment 3). The SRSCL is used to document:

A. final inspection of items before shipment

B. the items have been manufactured and
documented per the applicable Code, CB&I
and QAM requirements

C. AI's concurrence, for ASME work, that the
items have been inspected and meet Code
requirements

if required, byD. purchaser acceptance,
contract

E. receiving inspection at
or field

receiving shop

the SRSCL and
the form. See

the

Manufacturing-Assigned initiates
the receiving location completes
CB&I Standards 507-3 and 607-3-8.
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REK

RWK

1.0

2.4

SCOPE:

This procedure specifies the requirements
Reports and stamping for ASME work.

RESPONSIBILITTES :

z.L

z.z

4.2

for Code Data

3.0 DEFINITIONS:

Issue date - The date that all reviews are complete and the
Data Report, is ready to be issued.

4.0 DATA REPORTS:

4.I Using the appropriate ASME Codebook section and forms
for t,he item being stamped, Engineering-Assigned
prepares the Data Report.

CB&I Standard 4000-4-t for additional instructions
ASI,,[E Sect,ion VIII Dat,a Reports.

Engineering-Assigned is responsible for the preparation
and distribution of Data Reports, specifying stamping
requirements and the registration, when required, of
items with t,he National Board.

The Welding & QC Manager is responsible for sigrning the
Dat,a Report on behalf of CB&I, controlling Code symbol
stamps and prestamped nameplates and the stamping (or
applying the stamped nameplate) of completed ASME work.

Engineering-Assigned shall transmit the Data Report, via
a Print, Order Transmittal (POT), see QAP 5.1, to the
Shop Schedule Coordinator or Project Manager.

The Welding & QC Managier sha11 sign the Data Report on
the behalf of CB&I after:

See
for

4.3
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4.3.1 confirming that the work has been completed in
accordance with the detail drawings as listed on
the Data Report. These final detail drawings
become the "as-built" drawings for the work.

4.3.2 confirming that all process control documents
have been completed and all nonconformances and
audit findings have been resolved.

4.4 The cB&r signed Data Report and any other required
documentation shall then be presented to the Ai for
certification.

4.4.L The signature of the AI on the Manufacturer's Dat,a
Report, indicates the Af,s satisfaction Ehat all
Code requirements have been met in the shop or
f ield and is the AI, s authorization to apply t,he
Code symbol.

4.4.2 For shipment,s from a CB&f shop to a CB&f jobsite,
the signature of the AI on the "Shop Release For
Shipment Check List'r indicates to the AI in the
field or receiving shop that, material test
reports, the system for transfer of ident,ification
for unwelded Code materials, and the fabrication
and welding of Code material have been reviewed
and accepted as being in accordance with the Code
and t,his manual. These forms for each shipment
shall be made available to the AI at the receiving
location.

4.4.3 Manufacturerts partial Data Reports (when
applicable) and ,'Shop Release for Shipment Check
List't shaIl be fonr,rarded to the receiver.

4.5 The Welding & QC Manager shall forward the signed
complet,ed Data Report, to Engineering-Assigned for final
distribution.

5 . 0 STAIvIPING:

5.l- Code symbol stamps are controlled by the designat,ed
Welding & QC Manager (ASME/NBIC certificate holder).
For ASME work, when a stamped nameplate is to be
applied, Engineering-Assigned shall prepare a detailed

5.2
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drawing of the nameplate and requisition for it's
preparat,ion. The nameplate shall be similar in layout
and required information to Ehe samples shown in
paragraph 8.0. See CB&I Standard 920L-5-3 for
additional instructions for ASME Section VIII
nameplates.

5.3 For ASME work, when the stamp is to be applied directly
to the item (no nameplat,e) , Engineering-Assigned shal1
prepare a detailed drawing of the reguired information
to be stamped and the location(s) of the stamping.

5.4 The Welding & QA Manager shaI1 conErol the stamp or pre-
stamped nameplate and shall assure that the stamp (or
nameplate) is applied to the appropriate item after the
AI has signed the corresponding Data Report.

5.0 NATIONAL BOARD REGISTRATION OF NEW WORK:

6. l- See CB&f Standard 4000 -4'L for National Board
RegistraEion requirements and control of National Board
numbers.

6.2 Engineering-Assigned shall submit an original and one
legible copy of the Manufacturerrs Data Report, withj-n
90 days of certification, to Lhe National Board of
Boiler and Pressure Vessel Inspectors. A11 vessels
shall be registered unless specifically prohibited by
the purchaser. If prohibited by the purchaser for
Section VIII, Division 2 Products, Engineering-Assigned
sha1I maintain a copy of the Manufacturerrs Data Report
per QAP 16 .2.

6.3 For repairs and alt.erations to Pressure Retaini-ng Items
which are performed in accordance with the National
Board Inspecti-on Code, see QAP 19.1.

7.0 RECORDS:

Data Reports are guality records and shall be maintained per
QAP l-5.1 and QAP L6 .2.

8.0 ATTACHMENTS:

Typical Samples of Nameplates

cQA-35 L0197
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1.0 SCOPE:

This procedure covers the special requirements for repairs,
alterations and reconstruct,ion of tanks. A11 such work
performed by CB&I shal1 be done in accordance with this
procedure, the QAll, applicable codes and 1oca1
statuary/regrulatory reqfuirements .

This QAP contains additions to or modifications of the
requirements of the QAM. ExcepL as modified here, all other
requirements of the QAlt are applicable to repairs, alterations
and reconstruction to the extent required by contractual scope
of work.

2. O SPECIAI, CONSTDERATIONS :

2.I Prior to accepting a contract to repair, alter or
reconstruct a tank, Engineering-Assigned shaLl review the
request.

2.2 In instances were the customer does not wish to follow
codes and/or prevailing regulations, CB&I shalI inform
the customer of the lack of compliance in the proposal or
other writt,en correspondence. Engineering-Assigmed sha11
approve such work prior to proceedingr and appropriate
clarifications of limits of responsibility shall be
placed in the contract agreement.

3.0 PROCEDURE:

3.L The Project Managier shall review the scope of work with
Eng5-neering-Assigned, the Welding & QC Manager,
Purchasing and any other Responsible Managrement to
determine the need for their involvement in the work.
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4.0

3.2 When the scope or type of work warrants it, the Project
Manager, or other assigmed individual, may assume, with
the concurrence of the Responsible Party, some or all of
the duties specified in the QAI{ if they are qualified.
It is the Project Manager's responsibility, in these
cases, to assure that all applicable manual and CB&I
requirement,s are being complied with.

REPAIRS AND ALTERATIONS TO TANKS BUILT TO APT 550 (ANd itS
nredecessor 1 2C) :

4.t

4.2

Engineering Oversight shall approve all cases where Ehe
customer does not wish to follow API 653 requirements.

CB&I Standard 933 contains additional instrucEions for
API-653 work

c!A-33 al97
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March 16, 1998

QAP's for AI.{SVASQC Standard Q9001
Changes for Index Revision 17

The following QAP's have been revised. Except for those QAP's that are new or
extensively revised, a documented review of this summary sheet for the revised

QAP's by the applicable individuals may be used for their indoctrination/training
to these QAP's.

QAP 9.2 Rev. 9

1. Revised 'Welder ldentificatioh" in 6.3.
2. Added new 6.4 concerning using welders that are not employed by CB&!.

QAP 10.1 Rev. 8

This procedure has been extensively revised.

QAP 10.5 Rev. 5

New procedure for "Receiving Inspection Requirements for ltems from a
CB&l Shop".

QAP 15.1 Rev. 5

This procedure has been extensively revised.

QAP 16.2 Rev. 3

This procedure has been extensively revised.

QAP 18.2 Rev. 3

Added QAP 10.5 to training matrix in Attachment 1
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This procedure describes the system used to control welding,
including tack weldingr, weldi-ng material, procedures and
welders.

2.0 RESPONSTBTLITTES:

2.L The Welding & QC Manager coordinates controls relating
to welding, preparatj-on of welding procedure speci-fica-
tions (WPS), welding procedure qualifications (PQR),
Weldi-ng Materj-a1 Specifications (WMS) and Welding Mate-
rial Test Specifications (wMT).

2.2 Purchasing
materials.

is responsible for ordering weldinq

2.3 The Welding c QC Supervisor controls the use of welding
materials and t.he welding operatj-ons at t.he worksite.

2 .4 The Superintendent (Foreman) is re,:ponsible for the
"ssi 

gnment, of welders .

3.0 WELDING MATERIALS: '

3. l- Procurement Specifications
3. l-.1 Procurement specifications for welding materials

provide all technical and quality assurance
requirements needed by the supplier.

3.L.2 Procurement specifications are not required for
standard readily available materials whj-ch are
described in SFA materj-aI specifications of the
ASME Code. They are required when it is neces-
sary to specify additional reguirements.
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3 1' 3 
Tl:"Ir"'ol3n iltn3:"'1?::1,:mll "lilzir?:".'l3i;
when none are availacle (wtulss for 6o**or,:_y ,".awelding materials are provided in ce&i - st"nd.ardg2i--L). rdentification of the preparer shall beon the specification.

3-r.4 prior to release,_ the procurement specificationshal1 be reviewed by ttre welding &- oC Managerfor adequacy of specif ied reguirem-errtr.- -

3.2 Requisitions

3.2 -L Requisitions are prepared, by the welding & ecManager or by Engineering_Assigned. and sfrattcontain technical and guaftty assuranceinformati-on needed for procurement. This infor_matj.on _m3y be included on requisitions orj_ncluded in procurement specif icatilns.
3.2.2 For ASME work, all welding materials shal1 bepurchased to the sFA Material specificatlons ofthe ASME Code. See CB&r Standard A2t_t. -

3.3 Procuremenc

The procurement, of weldi-ng materials shal1 be ini-tiated.by purchasing in accord.ance with requisltions fromEngineering-Assigned or the welding a oc Manager.

3.4 Receiving fnspection

V{elding materials sha1l be received, inspected. andreleased in accordance with eAp r_o.r-, except that thereleasing of welding materials requiring a virrls sharl beper 3.5.

3.5 Release of Welding Materj_als Requiring a WMS.

cQA-35 4/97
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3.5.1 rn_ the shop, t.he. welding & ec Manager sharlrelease the material for use if the r-esults ofthe _receipt inspection and the check of thesupplier's documentation (Materiar Test Report(MfR), Certificate of Conformance (COC), etc.)is acceptable. rf the welding material isunacceptable, !h" Welding & eC Manager sha1ldetermine the disposition bf the materiil.
3.5 -2 rn the field, the welding & ec supervisor shallrerease the material for use if frre results ofthe _receipt inspection and the check of theSupplier, s documentation (Material Test Report(MTR), Certificate of Conformance (COC), etc.)is acceptable. rf the weld.ing maLerial isunacceptable, the Welding & eC iUanager shal1 benotified to determine the d.isposifion of thematerial.
3.5.3 The release sharl be documented on a copy of thepurchase order, a receivingr inspection ieport ora Field Receiving rnspectibn Report for iveldingMaterials (see attachment 2) .

3.6 Storage of Welding Materials
storage of welding materials shal1 be in accordancewith cB&r standard g23 or specific instructions for thecontract. As a minimum:

A. storag:e shalI be in a clean, dry atmosphere freefrom effects due to weath-er.

B. welding material shall be organized by tlpe andsize.

c. The welding material storage area shall be securedif necessary to prohibit access by unauthorizedpersonnel.

D. Nonconforming or non-released welding materialsha11 be segregrated if practical and,/or clearlvmarked to indicate that it cannot be i-ssued, foi
use.

cQA-35 4/97
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3.7 Control of Welding Materials

3.7.L Selection of the correct welding materials shall
be determined by the Superintendent (Foreman) or
Welding & QC Supervisor in accordance with
contracL drawings, welding procedures, process
control documents, Bill Sheets and other
specific contract instructions.

3.7.2 Weldinq materials shall be drawn for use under
the diiection of the Welding & QC Supervisor.

3.7 .3 Welding & QC Supervisors sjla11 maintain surveil-
lance over welding operations to ensure usage of
the proper welding materials.

4.0 WELDER AND WELDING OPERATOR OUALIFICATIONS:

4.L fnstructions for ,'elder qualifications (includes weld-
ing operator) are given in CB&I Standard 839-1-. For
ASME work, all welders and welding operators shaIl be
qualified to ASME Section IX.

4.2 A11 welder and welding operator qualificatj-ons are con-
trolled by the welding & QC Manager with the following
Ya,niiramanj-q.

A. Each welder and welding operator sha1I be qualified
for applicable contract requirements including
referenced codes or specifications.

B. Welder and welding operator tests shalI be
conducted using a gualified Welding Procedure
Specification (wPS) .

C. When required by the contract, welder and welding
operator tests shal1 be wiLnessed by the customer
or Af.

D. Each welder and welding operator shal1 be assigned
a unique identifying number or symbol.

E. We1der and welding operator pertormance
oualifications sha11 be documented on Performance
dualification Test forms and any other form
required by the contract,. (See Attachment L for a
typical example. )

IU
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4.3 Maintenance of Welder and Welding Operator eualifica_Eions

4.3.1 eualifications shalr be maintained, by the weld_ing & QC Manager in accord.ance with applicablecode and standards. Mainrenatt"" -oi 
d;iiii;;:

:::ff_ shal1 be updared ar leasr every six (G)
llavll L IIE .

4.3.2 copies of qualifications shal1 be maintained. atjobsites until completion of the work.
5.0 

:

5.L rnstructions for-the preparation and writing of wps,sare given in cB&r standald 830-r-. For eslae work, a1rwps's sha1l be qualified. to A'ME section rx.
5.r-.r- Requirements for wps,s shall be determined aftercontract review to determine technical ,.g"i..--ments for welding procedures.

5 .1' -2 Wps's shall be stand.ard. proced,ures or preparedfor each contract i-n acJordance w:-irr contractrequirements including referenced. Codes orspecifications.
5. r-.3 Each wps sha1I have substantiating procedure

Qualif ication Record,s (peR) to demo"nstrate thesatisfactory performance of the WpS. Dependingupon contrac_t -requirements, peR,s may b; pi;:viously gualified or performed 
"", for thespecific contract

5.2 Procedure eualifications Records (peR)

s.2-L rnstructions for t_he _preparation and writing ofPQR's is given in CBaI Stlndard g31_1.

5.2.2 PQR's shal1 include, dsfollowinq:

A. Base materi-als and weld.ing materials.B. Records of all essenti-a1 and ,ror,"r""rrtia1variables.
c. Resurts of mechanical and chemicar testincr.

= m{ -.i -"-rr!4144lrrur', thg
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5.2.2 (con't)

D. Results of nondestructive examination'
E. Certification of PQR by a CB&I Welding

Engineer.

5.2.3 When regurred by the- contract, preparation,- t"fai"g, 
* inspecti'on and Lesting shaI1 be wit-

nessed bY the cusLomer or AI'

5.0 CONTROL OF WELDING:

6.1 Assignment of Welders

Theassignment'ofworktoweld.ersistheresponsibility
of trrl-i-uperintendent (Foreman) who sha1l consult with
tfre 

--Wetdiing & Og Supervisor to determine thaL the
weraers ;;"- quariiied. to perform the work. welding &

Qc-s"p"''i"j'=areresponsibleforadvisingthe
srrp"iiri--t.od,ent. (foieman) wfien a welder is not qualified
or lacks trainint-i"a experience to the degree that
sufficient supervision cannot be given to ensure proper
results.

6.2 Weldlng Activities

6.2.LTheWelding&QCsupervisorshallreviewtheWPS
and instrucJ -tfr" welder in it's use ' This
instruction-maybeverbaland/orby
demonsLration.

5.2.2Welding&Qcsupervj.sorsshallmonitorwelding
;;;-;;;priairte t'itr, the wPS and p-erform inspec-
ii"tt= r6guired by process control documents'

6.2.3Documentationofweldingverificationsand
inspections sha1l be mad'e on process control
documents when required'

cQA-3s 4/97
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6.3 Welder Identification:
5.3.1 F9r weld joints that require identification ofthe welder, one of the following methods shallbe used:

A) Mark the welders identification number orsymbol on or adjacent to and at inter.zalsof not more than 3 feet along the weldsthey make, ot
B) Make a record of the welders used. on eachj oint .

5.3-2 when marking of the joints is used. for welderidentification, it shall be made with steelstenciLs, using low stress dies, unless Ehemater'ial is less than A/4" in thickness (t/2"for nonferrous materi-als) , in which case, paintor ink markers sha1l be used.

ASME Work:

A11 pressure boundary joints requi-re weld.eridentification.
Permanent nonpressure part attachment weldsand/or tack welds thai become part of thefinal pressure. _boundary weld oirty requiregroup welder identification. Tha ,efdersidentification may be grouped and listed ina table format on a singl- process controL
document r provided the same weldincrprocedure is utilized.

6 -4 welders not in the employ of cB&r may be used to weLdcomponents prowided all of the following conditions aremal-.

A) A11 welders sha1l be qualified by cB&r per 4.0.
B) A11 welders shalr be assigned. a unj-queidentification number or symbol bt CB&I.

o.J.J t,'or

7\\nl

R)
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A11 welding shal1 be in accordance with CB&I
welding procedures.

:l*r#",i1?:="513'1" jn?r::Tii'::lL*11u"#'Hll:'"
CB&f shalI have the authority to assign and remove
welders without the involvement of any other
organization.

5.5 Tack welds used to secure alignment, shaIl either be
removed completely when they have served their purpose,
or their stopping and starting ends shall be properly
prepared by grinding or other suitable means so ttral
they may be satisfactorily incorporated into the final
weld and shall be visually inspected by the welding &
QC Supervisor.

7.0 RECORDS:

7.L WPSts and PQR's are conLract records and sha1l be main-
tained by the Welding & QC Manager.

7.2 Records required by this procedure, other than WpS,s
and PQR's, are internal records and sha1l be maintained.
by the Welding & QC Manager.

8. 0 ATTACHMENTS : (Typical)

8.1 Attachment 1 - Performance Qualificatj_on Test Form

8.2 Attachment 2 - Field Receiving Inspect.ion Report for
Weldino Material

rrl

D)
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R

PERFOR'JI.AilCE AUAUACANOI TEST
hlatndrs.&r lxdll.lsraE Codr.t tRtur

M|ual.Stc s 

-dPilc._bpNo._

2tu3g
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aw-16:l

R€T'trl
REil2
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ATTACHMENT 2

FIELD RECEIVING INSPECTION BEPORT
FOR WELDING MATERIALS

Contracl Numbor CBI Order Nuntet

Supglist Marutaduror

RECEIVING INSPECfIO}I

Ouantiv F€cohr6d and InsP€c1ad

Stsc andTy?€

So€cillcatlrn

Cordilon ol Md.tlel

l.loncon{ornily: Yes No

It yo3 orplah:

Erpbin Olspo3ilon:

Matodat M6t!! R3qultsnEnt3 ol:

E a[sh""t E purcnaseooet n n"g,,i"itlon

Roleesc tor Fabricalbn: Oalg
(wt|dmf Oc$Fflirs)

f t tilvocca
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APPROVED JDM

DAD
JCV
wJs

extensively Revised

1.0 SCOPE:

This procedure describes the receipt, inspection and release
ofitemsfroma"..'ppti"'(see.QAPg.2foradditional
requirements for welding materials) '

2.0 RESPONSTBILTTIES:

2.LPurchasingisresponsibleforrecordsrelatingto
purchased-items inciuding receiving inspect'ion reports
(RIR;i; supplier d'ocumenlation and releasing j'tems for
use 

-irrat 
,i|,rir" an RIR or a preliminary release.

2.2 Shop or Field QC

resPonsibilities Per thj-s

2,3 Receivj.ng personnel, who report to t'he SuperintendenL,

"r"-i."plrr!iUt" 
{;; receipf inspection-s and releasing

i-tems f6r use that do not require an RIR'

2.4 The Weld.ing & QC Manager is responsible for resolving
nonconformities and fol releasing items t'hat require a

nonconforming release'

3.0 PROCEDURE:

3.1 ReceiPt

3.1.1 Purchasingr sha11 send to Receiving a cop-y-of
Lfr" Purciase Ord'er (PO), if not available
eiectroni""ify, and any sketches or drawings
required for receiPt'

may assume Purchasing's
QAP.

RE\/ISED
AUTHORIZED

cqA-33 4197
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3. l-.2 purchasing sha11 initiate RfRs (see Attachmentl-) and Materi-al Verif ication 3,r*r"iy sheeLs(MVSSs) (see Attachment 2) _when regu'ired pe;cB&r standard 607 -3 and .send the nri.s to the
Rece j.vj-ng location.

3.1.3 when operations and tests are required to beperformed to make the item acceptible per thematerial _ specification and thdy are to beperformed by CB&f after receipl, purchasing
shaIl note these requirements und.er thenonconformities section of the RfR.

3.1.4 For direct shipments to the field, purchasing
shalr send the necessary recei-ving documents tothe project Manager who shalr fo-rward. them onro the jobsite.

3 . r-. 5 when items are received from a suppli-er,Recei-ving personnel shalr obtair:- anydocumentation supplied with the items.
3 - r-.5 Receiving personner shall perform receiptinspections immediately upon receipt of anitem(s) or shall segregate the item(i) untj-I areceipt inspectj_on can be performed.

3 .r.7 Recei-ving personnel shal1 check to see t.hatthey have the required information for theitems from purchasing. This includ,es the po,
if no erectronic accels, includ,ing any sketchesor drawings, and, wheir requj_red, Che rirn.

3.2 rnspection and Release of rtems from a supplier, whenan RfR is not required (See flowchart in G.-fl :

check the items for
and any sketches or
.qot damaged during
identified.

3 .2.1-.L f f the items are acceptable, thisshall be noted on the po, shipping
documents or electronically and--thE
items released for use.

3.2.1 Receiving personnel sha1I
compliance with the po
drawings, that they vrere
shipment, and are properly

cQA-35 4/97
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3 .2 .L.2 If any of the items are unaccept,able,
the reason shall be noted on the PO,
shipping documents or electronically
and the items tagged or marked *hold"
or placed in a designated hold area.

3.2.1.3 A11 technical documents accompanying
the shipment such as Material Test
Reports (uTRs), Certifj-cates of
Conformance (COCs), etc. shaII be
forwarded to Purchasing:.

3.2.1.4 For locations without electronic
access, Lhe shipping documents shal1
be forwarded to Purchasing-

3.2.L.5 For direct shipments to the Field, the
shipping documents sha1l be sent to
the Project Manager who shall either
forward them on to Purchasing or
acknowledge Lhe items receiPt
electronically.

Clerica1 errors j-n paperwork and marking or
idenLification discrepancies shall be resolved
with the supplier bY Purchasing.

rf an item is unacceptable and it is not to be
rejected and returned to the supplier,
Puichasing shal1 f il1 out an RrR on t'he item
and initiate the nonconformities section. The
RIR and any applicable documentatj-on shaIl be
forwarded to the Welding & QC Manager for
disposition.

3.3 Inspection and release of items from a supplier, when
an RIR is required (See flowchart in 6 '2) z

Receiving personnel shal1 check the it'ems for
compliance with the PO and any sketches and
drawings, Ehat they were noL damaged during
shipment, are properly identified and sha1l
perform and document all the checks required by
the RIR. See CB&f Standard 607-3-3.

3.2.2

3.2.3

??1
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3.3. t_. L If the items are acceptable, the
completed RfRs shall be forwarded. r,o
Purchasing and the items held pendingr
final release.

3.3.1,.2 ff any of the items are unacceptable,
the reason shaIl be noted on the RIRand the j-tem tagged or marked \holal,,
or placed in a designated hold area"
The completed RfRs sha1l be forwarded
to Purchasing for disposition.

3.3.1.3 A11 technical documents accompanying
the shipment such as Material tescReports (MTRs), Certj_ficates ofConformance (COCg), etc. shall_ be
forwarded to Purchasing.

3.3.L.4 For direct shipments to the Field, theRfR and any shipping documents shallbe sent to the project Manager who
shall forward the RfR on co
Purchasingr, and ej_ther acknowledcre theitems receipt electronically oi also
forward the shipping document,s.

3 .3 .2 Upon receiving the completed RIR.s and anytechnical documents from Receiving, eurchasin!
shal1 release the j.tems for use, by signing the
"Material Released for Fabricat j_on,, b1ock, ifthe results of the receipt inspection and thecheck of the 'suppliers documentation(Manufacturer,s Data Reports, MTRs or COCs (via
hardcopy or electronj-c transfer), NDE reports,
etc.) are acceptable. A copy of the released
RfR shal1 be forwarded to Receiving.

3 .3.3 Clerical errors i-n paperwork, marking , oridentification discrepancj-es shaIl be resolved
wj-th the supplier by purchasing.
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3.3.4 rf an item is nonconforming and it is not to berejected and returned tJ the supplier, thenonconformities section of the RfR. shalI beinitiated by Purchasing. The RIR and anvapplicable documentation sha1l be forward.ed tathe Welding c QC Manager for disposition.
3.4 Preliminary Release

3.4.L In special circumstances, i.e., when the item
meets the PO requirements but the supplier, s

i::;*"",':.'#" ?: 
*T:t"n;" 

ff," r?*".;"":""?" ::;preliminarily release the item provided it i;positively identified so that, in the event ofa nonconformity, it can be 1ocated and held fordisposj_tion. See CB&f Standard 607-3-3.

3.4.2 For items to be preliminary released.,
Purchasing shaII indicate a preliminary rerease
in the "Material Released for Fabrication,,
b1ock. A copy of the RfR sha1l be sent to
Receiving and to the Welding & eC Manager. The
Welding & eC Manager shall establish controls
to positively identify the item.

3 .4 .3 when purchasi-ng resolves the def icient
documentation or markings, Ehe final release onthe RIR sha1l be signed and a copy sent to the
Welding & QC Manager.

3.5 Nonconforming Release

3.5.1 Nonconforming j-tems may be released by the
Welding & QC Manager for use if it is
determined that the nonconformity j_s likely to
be resolved, provided the item is positively
identified so that it can be located and
removed if the nonconformity cannot be
resolved. See CB&I Standard 607-3-3.
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3.5.2 For items to be released nonconforming, the
Welding & QC Manager shall indicate a
nonconforming release in the "Material Released
for Fabrication" block. A copy of the RfR
shall be sent Lo Receiving and Purchasing. The
Welding & QC Manager shal1 establish cont,rols
to positively identify the item.

3 .5 .3 When the Welding & eC Managier resolves the
nonconformity, the final release on the RIR
shall be signed and the RfR sent t,o Purchasing.

4.0 RECORDS:

Records generated per this procedure are contract records
and shall be maintained by Purchasing per CB&f Standard
590-r_-4.

5.0 ATTACHMENTS: (Typical)

5.1 Attachment 1 - Receiving Inspection Report

5.2 Attachment 2 - Material Verification Summary Sheet

10

cQA-3s 4/97



DOC.ID
REV. NO.
CONTRACT

QAP 10.1

TITLE RECEIVTNG TNSPECTION REQUIREMENTS FOR
rTEMS FROM A SUPPLTER

PAGE NO. 7 OF 10

o.u FLOWCHARTS:

6.l- Flowchart:

NSPECnON AND RELEASE OF TTEMS FROM A SUPPUER,
VVTIEN AN RIR IS NOT REQUIRED
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6.2 Flowchart

INSPECTION ANO RELEASE OF ITEMS FROM A SUPPUER,
WHEN AN RIR IS REQUIRED
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BY DATE
PREPARED
REVISED

RWK 1-16-98

APPROVED

1.0 SCOPE:

This procedure describes the receipt., inspection and release
of items from a CB&I shop (see QAP 9.2 for additj-onaI
reguirement.s for welding materials) .

2.0 RESPONSTBTLITTES:

2.1 Receiving personnel, who repc::t to the Superintendent,
are responsible for receipt inspections and releasingr
items for use.

2.2 The Welding & QC Supervisor j-s responsible for the
disposition of unacceptable items involving shipments
requiring only a packing list.

2.3 The Welding & QC Manag'er is responsible for the
disposition of unacceptable items involving shipments
requiring a Shop Release for Shipment Checklist
(SRSCL) .

3.0 PROCEDURE:

3. L Receipt

3. L. l- When items are received. from a CB&I shop,
Receiving personnel shall obtain any
documentat,ion supplied with the items.

3 . l-.2 Receivi-ng personnel shal1 perform recei-pt
inspections immediately upon receipt of an
item(s) or sha11 segrregate the item(s) until a
receipt inspection can be performed.

3 . l-.3 Receiving personnel shall check t.o see that they
have the packing list. and, if required, Ehe
SRSCL. See QAP L5.1.
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3.2 rnspection and Release of rtems from a cB&r shop, whena SR.SCL is not reguired (See flowchart in 5.1) :

3.2.1' Receiving personnel sha11 inspect the itemsagainst the packing list to assure that theitems are properly identified and were no.
damaged durj-ng shipment

3.2.2 If the items are acceptable, this sha1l benoted on the packing list, L,he items releasedfor use, and the packing list forward,ed. to theSuperintendent (Foreman) .

3.2.3 If any of the
reason sha1l be
the item tagged
designated hold
be forwarded to
the disposition

items are unacceptable, thenoted on the packing list andor marked *hold,, or placed in aarea. The packing list shaIlthe Welding & QC Supervisor forof these conditions.
3.2.4 The welding & ec supervisor shaIl evaluate theitems reported condition to determine it, sdisposition.

A) rf the disposition is that the condition isnot nonconforming, the Welding & eCSupervisor shal1 notify the Superlntendent(Foreman) as to what methods oi procedures
may be followed to correct the condition.

B) rf the disposition is that the condi-tion i-snonconforming, it shall be handled per eAp
1_3 . L.

3.3 rnspectj-on and release of items from a cB&r shop, whena SRSCL is required (See flowchart ln 5.2) z

3 .3 .1 Receiving personnel sha1l inspect the itemsagainst the sRscrr to assure that the items areproperly identified and were not damaged during
shipment.
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3.3.2 If the items are acceptable, the "Receiving
Shop or Field" column of the SRSCL is signed .

off, the items released for use, and the SRSCL
forwarded, as applicable, to the Shop Welding
& QC Manager or Field Welding & QC Supervisor.

3.3.3 If any of the items are unacceptable, the
reason sha1l be noted on the SRSCL and the item
tagged or marked r\ho1d" or placed in a
riesi crnated hold area. The SRSCL shal1 be
forwarded to the Welding & Qc Manager for the
disposition of these items.

3.3.4 The Welding & QC Manager shal1 evaluate the
items reported condj-tion to determine it's
disposition.

A) If the disposition is that t,he cond.i tion is
not nonconforming, the Welding & QC Manager
shall notify t,he Welding & QC Supervi-sor
and Superintendent (Foreman) as to what
methods or procedures may be followed to
correct the condition.

B) Tf the disposition is that the condition is
nonconformingr, it sha1l be handled per QAP
l_J . J-.

C) For ASME work, shipping damage,
identification discrepancies, or
deficiencies shall be considered
nonconformities. See QAP 13. l-.

4.0 RECORDS:

4.L The Superintendent (Foreman) shal1 maintain the Packing
LisLs until the completion of the contract.

4.2 The Shop Welding & QC Manager or Field Welding & QC
Supervj-sor shall maintain the SRSCLs until the completion
of the contract.
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5.0 FLOWCHARTS:

5. L Flowchart

INSPECTION AND RELEASE OF ITEMS FROM A CBAI SHOP,
WHEN A SRSCL IS NOT REQUIRED

RECEIVING PERSONNEL STTALL INSPECT
THE ITEMS AGAINSTTHE SHOP PACKING

LIST FOR PROPER IO, AT{D THAT THE
]TEMS VI/ERE NOT DA'VIAGED OURTNG

SHIPMENT.

ARE ITEMS ACCEPTAALE?

1) NOTE ONTHE PACKING LIST
THE I\IATURE OFTHE UMCCEPTABLE
coNomoN.
2' PI.ACE THE AFFECTED ITEM(S}
IN A OESIGNATED HOLD AREA" OR
MARK OR TAG THE TTEM HOLD.
3) FORWARO THE COMFLETED
PACKING LIST TO THE
SUPERINTENDENT (FOREMAN}.

THE SUPERINTENOEilT (FOREMAN} SI{ALL
FORWARO A COPY OF THE PACKING LIST TO
THE SHOP WELDING E OC 

'UAATAGER 
OR THE

FIELD WELDING & AC SUPERVISIOR WHO
SHALL EVAI-UATE AND DETERMINE THE
D|SPOSmON OFTHE ITEM(S'

RECEMNG PERSONNEL SHALL
1) NOTE ON THE PACKtilc LtsT
THATTHE ITEMSARE
ACCEPTAELE.
2} NOTIFYfiE SUPERINTENDENT
(FOREMAN) THAT THE TTEMS
ARE RELEASED FOR USE
3I FORWARD THE COMPLETEO
PACKING LISTTO THE
SUPERINTENDENT (FOREMAN}.

OISPOSMON SHATL SE NOTED

THE DISPOSMON tS THATTHE
IS NONCONFORMING, THE

NONCONFORMANCE

ON THE PACKING LIST.

PACKING LIST

THE SUPERINTENOE'\fT
ST'.CLL RETAIN

COMPLETED PACKING
UMTIL THE CONTMCT tS

cQA-3s 1197
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5.2 Flowchart

INSPECTION AND RELEASE OF TTEMS FROM A CB&I SHOP,
WHEN A SRSCL IS REQUIRED

RECETVING PERSONNEL SI-IALU
1) SIGNOFFTHERECEMNG
COLUMN ON THE SRSCL.
2) NOTIFY THE SUPERINTENDENT
(FOREMA$ THAT THE ITEMS
ARE RELEASED FOR USE.
3) FORWARD THE COMPLETEO
SRSCL TO THE SHOP WELOING &

OC MANAGER OR FIELO WELOING
a oc suPERvlsoR.

i necer,nltepensoNNELsHALLtNseecr I

I THEiTEMSAGA|NSTTHESRSCLFoR I

i pnopeR to,elorHATTHE lrEMsWERE 
Ii NoTDAMAGED ouRlNG sHlPMENr. 
IL_-1-

ARE ITEMS ACCEPTAALE?

RECEIVING PERSONNEL SMLL:
1) NOTEONTHESRSCLTl{E
MTURE OF THE UI,IACCEPTAALE
coNolTloN.
2) PLACETHE AFFECTEO ITEM(S)
IN A OESIGNATEO HOLO AREA' OR
MARK OR TAG THE ITEM HOLD,
3) FORWARO THE COMPLETED
SRSCL TO THE SHOP WELDING &
OC MANAGER OR FIELD WELOING
& OC SUPERVISOR, WHO SHALL
FORWARO IT ON TO THE FIELD
WELOING It QC MANAGER.

THE WELDING & OC I\'ANAGER SHALL
EVALUATE THE CONDITION AND
OETERMINE THE DTSPOSMON OF THE
rTEM(S)

TFIE DISPOSITTON SHALL BE NOTED
ON THE SRSCL

IF THE DISPOSTTION IS THAT THE
ITEM(S) IS NONCONFORMING' THE
ASSIGNED NONCONFORMANCE
CONTROL NUMBER SHALL 8E
RECORDED ON THE SRSCL.

sBsict

THE SHOP WELOING & OC

MANAGER OR FIELD V\ELOING &

OC SUPERVTSOR SHALL RETAIN
THE COMPLETED SRSCL UNTIL

CONTRACTIS COMPLETED.
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BY DATE
Mfg HSB PREPARED

REVISED
AUTI{ORTZED

ED
STANDARD

8-L9-92

REV. NO.

REK

R9fK
.T^PPROl|ED

JDM
LBR
DAD

AGR CMD
WJS

1.0

2.A

Extensively Revised
.qrinDEi .

This procedure describes the handling, storag:e, preservation
and shipment (delivery) of materials and items. The storage
and preservation of welding materials sha11 be per eAp 9.2.
RESPONSIBTLITTES :

2.L The Superintendent (Foreman) is responsible for the
proper handling, storage, packaging, preservation, and
shipment of materials and items. Standard handling,
storage r pdckaging, preservaL j-on, and shipping
requirements are the responsibility of each shop and
construction organization and includes CB&f standards,
procedures, and verbal instructions.

2.2 The Project, Manager or Construction Supervisor is
responsj-bIe for the preparation, when required, of any
special contract procedures and/or inst,ructions
necessary to cover any speciali-zed handling, storage,
packaging, preservation, or shipping requirements.

2.3 The Welding & QC Manager is responsible for releasing
items for shipment that reguire a Shop Release for
Shipment Checklist (SRSCL) .

3.0 HANDLTNG:

3. L Materj-al and items sha1l be safely handled and protected
using pa11ets, containers, conveyers, cranes, hoists,
vehicles or any other methcds as required to prevent,
damage or deterioration.

3.2 Equipment and devices sha11 be inspected for proper
operation and cleanliness as appropriate to avoid damage
or contamination to the products.
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3 .3 operator , gualifications are controlLed by theSuperintendent (Foreman). When- operators of handlingequipment are requ'i.rgd to be qualified., copies of th;ii
. gualifications shall be mainlained onsite unril thecompletj-on of the work.

4.0 STORAGE:

4 -l A11 material shaI1 be properly stored and,/or segregated.in designated areas or stockrooms to prevent dimag-e ordeterioration from the weather or nearby operatj-onsl
4.1. l- Storage may be in enclosed areas or outdoors

depending upon the nature of the item (".g., sj_ze,shape, weight, material, duration of -siorage,
etc. ) .

4.1-.2 Stockrooms and specJ-a1 storage containers sha11 bekept locked if necessary.
4.2 The receipt and dispatch of materiars to and fromstorage areas shall be performed by assigned personnel.

5.0 PACKAGTNG AND PRESERVATTON:

5.1- A11 materials requj-ring packaging shaI1 be suitablypackaged to avoid damage or deterioration during storaglor shipment.
5.2 Any speci.al methods for cleaning, packing and preserva-tion. includin_g the details for moisture eliirination,cushioning, blocking and crati-ng shall be performed inaccordance wj-th written procedures and/or j-nEtructions.
5.3 A11 packaging sha1I be marked to maintain identificatj-onof contents.

6.0 SHTPMENT:

6.a A11 materials and items sha11 be suitably protected toavoid damage or deterioration during shipmLnt.
6.2 Procedures and/or instructions including sketches

showing packing and loading arrangements, location oftj-e downs and any requi-red exterior protection sha1l beprepared, BS needed, to prevent damage or loss ofmat.erials and items durinq shipment.
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6.3 The Superintendent (Foreman) shaIl inspect maLerial and
items, against the applicable drawings, requisitions,
process control documents, etc. to assure the material
lnd items are in conformance and that all required
inspections and tests are completed and acceplable. For
material and items that are acceptable, t'he
Superintendent (Foreman) shall prepare a
delivery/packing list (See attachment L).

6.4 For material and items t,hat do not require a SRSCL, the
Superintendent (Foreman) shalI release the material and
items for shipment,. The Superintendent (Foreman) shall
send copies of the delivery/packing list with t'he
shipment and to the Project Manager.

5.5 For material and items requiring a sRscl (see
attachment 2), the Welding & QC Manager shall release
the material and items for shipment. The Superintendent
(Foreman) sha11 notify the welding & Qc Managrer when
material and items that require a sRscl are ready for
shipment.

6.6 The Welding & QC Manager sha11 initiate a SRSCL and
inspect all material and items required to be listed on
a SRSCL to ensure they have been manufactured and
documented per the applicable code, customer, CB&I, and
QAM requirements. See CB&f Standard 607-3-3.

6.6.L For ASME work, the SRSCL shall be presented to
che AI for Lhe AI's concurrence that the listed
material and items aqe in complj-ance with code
requirements and released for shipment' The
AI'-s signature on the SRSCL indicates to the Af
in the field that the Mat'eria1 Test' Report's or
certificates of compliance have been reviewed
and welded assemblies are in compliance with
the code.

When required, the SRSCL, shal1 be presented to
the cuslomer for concurrence that the listed
material and items are in compliance with
contract requirements and released for
shipment.

6.6.2
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6.7 The Welding & QC_ Manager shall send. the original SRSCLto Ehe Field Welding & eC Manager and. a copy to theSuperintendent (Foreman) releaslng the mat6iiat anditems for shipment. The Superintend,ent (Foreman) shallsend a . copy of the delivery/packing rist and sRscl,along with the shipment.

6.8 For ASME work, lleTs- origin-al_ly olanned to be shopassembled may be field assembled -and. vice versa withoulrevising the drawings or requisitions, if agreed to uvthe _project Manager, Engineering_Assiga:edl and th;Manufacturing and Construct.j-on Wetaing & eC t"tanagers.such agreements shaI1 be noted on tle sRscl, ant inLhese cases a copy of the sRscl shal1 be sent to theProject Manager and the constructi_on welding L -oc
Manager.

7.0 MONITORTNG:

when material and items are expected to be stored forextended periods of time, the superintendent (Foreman) shalIperform periodic checks on the stored items to ensure theyare being stored in accordance with the applicabliinstructions.
8.0 DAMAGE OR DETERTORATTON:

Damaged or deteriorated material and items sha1I be reportedto the Superj_ntendent (Foreman) for disposition. If theSuperintendent (Foreman) decides the materiaf or item is notto.be rejected and it cannot b9 rbpaired, or reworked p"r-i.texisting. approved procedure, the witaing & ec Manager- shallbe notified for tha disposition.
9.0 RECORDS:

9. l- The Superintendent (Foreman) sha11 maintain copies ofthe Delivery/Packing Lists until the completion- of thecontract.

9.2 The sh.op weldin_g & ec Manager or Field welding & ecsupervisor shall mai-ntain the sRSCLs until thecompletion of the contract.
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9.3 Contract procedures and instructions
QAP are contract records and shall beSuperintendent (Foreman) until the

generated per this
maintained by the

completion.of thecontract.

10 . 0 ATTACHMENTS (Typical ) :

10.1 Attachment l_ - packing List
:..0.2 Attachment 2 - Shop Release for Shipment Checklist
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APPRO\rED

t" . 0 seoPE:

This procedure describes the accumulation, control,
reLention and prot""ailn of completed qua']-i ty records for
ASME and NBIC work. Except as modiiied herein' these
requirement,s are in addition to QAP 16'L'

2.0 GENERAL:

2.L The follow '.ng code records sha1l
i-naef initely b! engineering-Assigned :

ED
STANDARD

Extensive y Revised

be retained

1. Manufacturer's Data Report,s/Partial Data Reports or
Nat'ional Board Registration forms'

2. Supplier Partial Data Reports' if applicable'

3. Design Report's fc.r Section VifI' Division 2

Products.
4. User's Design Specification for Section VIII'

Di-vision 2 Products
5.Manufact,uringProcedures(NDE'Welding'PWHTandptestr-,ie-- ie"st ) f or Section vIII Division 2

Products.
6.MaterialCertificationRecords(MrRs&CoCs)and

u"r,"rI"r v"iiti""tion summary sheets (MVSSs) f or
Section VIII, Division 2 Products'

7. Material Specifications (MSs) for Section VIII'
Division 2 Products'

S.Mat,erialRepairRecordsforSectionVlll,Division
2 Products'

9. Drawings for Section VfII' Division 2 Products'

2.2 Radiographs for Section I Products shaIl be retained
for five-y""t= by the assigned welding & Qc Managrer'
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2.3 A11 other quality records not lisEed above shar_1 beretained or transmitted to the responsible pifty forretention as required by cB&r standaid, 590-r--4'-.--
2.4 when transmitt+-g any required guality record,s toEngj-neering-Assigned ior fetenriof , the nesfonsftreManager sha.ll- place the records i_n folders 

"?a ristthem on an index or cover retter specifyi"g-ilr. -iord,ers
and tlpes of records included.

?n

3 .l- purchasi-ng is- responsi-ble for purchasing and supplierguality records.

3.2 Tlr" Shop_.We1ding & eC Manager is responsible for theshop quality records.
3.3 The Field welding & ec s_upervisor is responsibre forthe jobsire qualiry record,iunril the ""*prliilrior rhecontract and then for transmi.tting tr,em 

--1" 
theConsrruction Welding & eC Manager.

3.4 The construction welding & ec Manager is responsiblefor the jobsite guality record,s.

3.5 Engineering-Assigned isquality records.
responsible for Engineering

4.0
PURCHASER:

When the purchaser
Engineering-Assigned
a Pressure Vessel
completed pVB to the

.reguires .go-nies of quality record,s,is responsible for assembling them intoBooklet (pVB) and transmftting Ch;Purchaser.
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TITLE TRAINING AND QUAIIFICATION REQUIREME}iI|S

OF PERSONNEI,

Corp Corp
Engr Weld QA Const Mfg

APPRoYED JDM

PREPARED RA,J 6-15-95
REVTSED RWK 3-2-98- ntoitznn Ailz' Slie fo,g
REFERENCED
STANDARD REV.NO. .

]..0 SCOPE:

This procedure contains the training and qualificall9n
reguir6m"nt" for ind.ividuals that effect guality. , Th:s
pr6cedure is not applicable. to personnel traj-ned and

lualified in "."othittc" 
with an approved specific

drganizational procedure per QAP l-8'1'

2.0 RESPONSIBTLITIES:

Managers are responsible to provide individuals in their
otg^iLr^tion with the necessary training. -and experience. to
properly 

-- p"ri;; their d.uries, provide ?ny required
cert,ifications and maintaj-n qualification, traj-ning and, if
reryrri red. certif ication records.
5 vY s-- vs,

3 . O PROCEDI]RE:

3 .1 Individ,uals shall be trained and have suf f icient
experiencetoproperlyperformthedutiesoftheir
p"!ili"". ttiinees may perform the duties of a
p"=iii"", "o I-ong -as -th"V are supervised by an

individ'ual qualified for Ehe .position'
3.2 Individuals shall be trained in the Quality Manag:ement

Sysiem (eMS) requiremen_ts, including sursequent
.".rr=Ior,s 

'ielated to their duties and assignments. This
tr-i"i"g shaIl include familiarization with the QAl4'

eAps an! cB&r standards (referenced by QAPs) applicablg
t" tfruii fosition. See Attachment L for minimum QMs

training requirements'

3.3 Indj-vidualS requiring external certifications, such as
staie-professio-nal Engineer (PE) licenses, NRc or State
rnaustrial Radiograplier Certification, Aws Certified
Welding Inspecfori (CWI) certifications, NACE

cerciflcation, etc', shaI1 be certified'
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3.4 process qualification and traj_ningr:

3.4.1 welders sha11 . be gualified and certified an6records maintaj_ned per eAp g ,2.
3.4.2 NDE technicians shal1 be trained,, gualified, andcertified and records maintained. per eAp 10.2.

4.0 RECORDS:

4.L Position (3.1) qualification and training record,s:
4.i..1 Managers shaI1 maintain the followi_ng:

4.1. 1.1 A _ listing, by. positj-on, of anyeducation, training and/or experj_enclrequirements determined to be tri""s=aryfor a specific position.
4 .7 .1.2 A _ 1i.s_ting, by individual, of anyidentified training needs.

4-l.J-.3 A sigrned and dated orgranization chart ofthe qualified individuals in theirorganization by position. The chartshal1 show the orgranization, s reportincrstructure and the qualified inaiiidualifor the posj_tions shown. See Attachment2 for an example.

4.1.1'-4 rndividual training records shalr bemaintained for those positions
identif ied in 4.1.i-.L above.

4.2 QMs (3.2) traini-ng records:
4-2-L Trai?ing in the eAM, eAps and applicable cB&rStandards shal1 be documented. The record(s) ofrequired training sha11 contain as a mj-nimum:

. Subjects covered during the training sessiono fndividuals name (s) in attendancer Date of training sessiono Name and signature of individual conductinqthe session

cor-3s 4/97
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4.2.1 (continued)

See Attachment 3 for an example for a training
record.

4.2.2 Training records may be grouped or filed by
individual.

4 .2.3 Managers sha11 maintain a sigmed and d.ated
training matrj-x that references the current QAM
and QAP index revision 1eve1 documenting: the
completion of training of individuals in their
organization. See Attachment 1 for an example.

4.3 Certif icati-on (3 .3 ) records

4.3.A Managers shalI maj-ntain on file the reouired.
external certifications of individuals in their
organizations.

4.3.2 Certifj-cation records may be grouped or filed by
individual.

5.0 ATTACHMENTS:

5.1 Attachment L - QMS Training Matrix

5.2 Attachment, 2 - Typical Organization Chart

5.3 Attachment 3 - Typical Record of Training or Indoctri-
nation ActiviE,y
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TYPTcAL ohcawrzerroN cHART

Manufacturing Manager Date
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ATTACHMENT 3

^-.-zj)))
re-rr r6^eE^^*r^ Pag€-of-
-fl RECORD OF TRA|NING OR INDOCTRII{AT|ON ACTIVITY

OESCRIPTIOI{ {r|Lc!Tr}|o, Tn nlrb sEssErt E?cJ

DATEOFACTMIY

DURANOil OFACTIVITY

PERSONNEL IN ATTENDANCE

PERSOI'INEL CONDUCTING THE ACTTVTTY

SUBJECT(S' COVEREO

TITLE DATE

c(D|lcll tar
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Retum to: Chicago Bridge & lron
P. O. Box 11146
Houston, TX 77211-11&
Attn: R. E. Shelton

Houston GQA

March 18, 1998

DOCUMENT TRANSMITTAL

Quality Assurance Procedures (QAP's)
for ANSUASQC Standard Q900,| (lSO 9000)

TO: Larry K. Jones
Galifornia Institute of Technology
Gontrolled Copy Number - 201

FROM: R. E. Shelton - Houston GCIA

Attached is the "lndex for CB&l Quality Assurance Procedures", Revision 17 dated
March 16, 1998 along with the changed QAP's as listed on the index.

Also attached is the "QAP Changes for lndex Revision 17" which summarizes the
changes.

Acknowledge receipt of these documents by signing below and
returning one copy of this transmiftal to R. E. Shelton (Houston CQA)
byApril {7, 1998. lf you wish, you may respond by E-Mail. When
using E-Mail, please be sure to refer to the copy number(s) you
received.

ff you have any questions, call Robert Shelton (713€96-3729) or Ron Kruzic
(713€e6-se17).

RWI(JCJ I 1 1 13-2-1 (Distribution)
FIU: 4-17-98



Page I ofl
March 16, 1998

QAP's for AII{SVASQC Standard Q9001
Changes for Index Revision l7

The following QAP's have been revised. Except for those QAP's that are new or
extensively revised, a documented review of this summary sheet for the revised
QAP's by the applicable individuals may be used for their indoctrination/training
to these QAP's.

QAP 9.2 Rev. 9

1. Revised 'Welder ldentification" in 6.3.
2. Added new 6.4 concerning using welders that are not employed by CB&|.

QAP 10.1 Rev.8

This procedure has been extensively revised.

QAP 10.5 Rev. 5

New procedure for "Receiving Inspection Requirements for ltems from a
CB&l Shop".

QAP 1 5.1 Rev. 5

This procedure has been extensively revised.

QAP 16.2 Rev. 3

This procedure has been extensively revised.

QAP 18.2 Rev. 3

Added QAP 10.5 to training matrix in Attachment 1
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]-. O SCOPE:

This procedure describes
including tack weldingr,
welders.

the syst,em used to control welding,
welding material, procedures and

2.0 RESPONSIBILTTIES:

2.1, The Welding & QC Manager coordinates controls relating
to welding, preparation of welding procedure specifica-
tions (WPS) , welding procedure qualificati-ons (PQR) ,
Welding Materj-al Specifications (WMS) and Welding Mate-
rial Test Specifications (WMf).

2.2 Purchasi-ng is
materials.

responsible for ordering welding

2.3 The Welding & QC Supervisor controls the use of welding
materials and the welding operations at the worksite.

2.4 The Superintendent (Foreman)
assignment of welders.

3.0 WELDING MATERTALS: -

is responsible for the

3.1 Procurement Specifications
3 .1-.1 Procurement specif icatj-ons for welding materials

provide all technical and quality assurance
reguirements needed by the supplier.

3 .L.2 Procurement specif icati-ons are not required for
standard readily available materials which are
described in SFA material specifications of the
ASME Code. They are required when it j-s neces-
sary to specify additional requirements.

cQA-33 4/97
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3.1-.3 The Welding and QC Manager sha1l assign an indi-
vidual to prepare procurement specifications
when none are available (lVtulSs for commonly used
welding materials are provided in CB&I Standard
82L-l) . fdentification of the preparer shall be
on the specificatj-on.

3.I.4 Prior to release, the procurement specification
shaIl be reviewed by the Welding & eC Manager
for adequacy of specified requirements.

3.2 Requi-sitions

3.2.L Requisitions are prepared by the Welding & eC
Manager or by Engineering-Assigned and shall
contain technical and quality assurance
information needed for procurement. This infor-
mation may be included on requisitions or
included in procurement specifications.

3.2.2 For ASME work, all welding materials sha11 be
purchased to the SFA Material Specifications of
the ASME Code. See CB&f Standard 82L-i-.

3.3 Procurement

The procurement of welding materj_als shal1 be initiated
by Purchasing in accordance with requisi-tions from
Eng:ineering-Assi-gned or the Welding & QC Manager.

3.4 Receiving Inspection

Welding mat.erials shalL be received, inspected and
released in accordance with QAP 10.1, except that the
releasing of welding materials requiring a WMS shall be
per 3.5.

3.5 Release of Welding Materials Requiring a WMS.

cQA-35 4/97
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3.5.1 fn- the shop, the Welding & eC Manager shal1release the materi-al for use if the rLsults ofthe receipt inspection and the check of theSupplier, s documentation (Material Test Report(MfR), Certificate of Conformance (COC), elc.)is acceptable. If the weld.ing material isunacceptable, the Welding & eC Manag,er shal1
determine the disposition of the materiat.

3.5.2 rn the fierd, the welding & ec supervisor shal1release the material for use if Lhe results ofthe receipt inspection and the check of theSupplier,s documentation (Material Test Report(MTR), Certificate of Conformance (COC), elc.;is acceptable. If the welding material isunacceptable, the Welding & eC Manager shal1 benotified to determine the disposiiion of thematerial.
3.5.3 The release sha11 be documented on a copy of the

Purchase Order, a recei_ving inspection report ora Field Receiving fnspection Report, for WeldingMaterials (see attachment 2) .

3.5 Storage of Welding Materials

storage of welding materi-als shal1 be in accord.ancewith cB&r standard 823 or specific instructions for thecontract. As a minimum:

A. Storage sha1l be in a cIean, dry atmosphere free
from effects due to weath-er.

B. Welding material shall be organized by type andsize.

c. The welding material- storagie area shall be secured
if necessary to prohibit access by unauthorized
personnel.

D. Nonconforming or non-released welding material
sha11 _ be segregated if practical and/or clearly
marked to indicate that it cannot be issued for
uge.

cQA-35 4/97
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3.7 Control of Welding Materials

3.7.1, Selection of the correct welding materials shall
be determined by the Superintendent (Foreman) or
Welding & QC Supervisor in accordance with
contract drawings, welding procedures, process
control documentg, Bill Sheets and other
specific contract instructions.

3.7 .2 Welding materials sha1l be drawn for use under
the direction of the Welding & QC Supervisor.

3.7.3 Welding & QC Supervisors shall maintain surveil-
lance over welding operati-ons to ensure usage of
the proper welding materials.

4.0 WELDER A\TD WELDTNG OPERATOR OUALTFTCATIONS:

4.1- Instructions for welder qualifications (includes weld-
ing operaLor) are given in CB&I Standard 839-1. For
ASME work, all welders and welding operators shal1 be
qualified to ASME Section IX.

4.2 A11 welder and welding operator qualifications are con-
trolled by the Welding & QC Manager with the following
requirements:

A. Each welder and welding operator sha1l be qualified
for applicable contract reguirements including
referenced codes or specifications.

B. Welder and welding operator tests shal1 be
conducted usj-ng a qualified Welding Procedure
Specification (WPS) .

C. When required by the contract, welder and welding
operator tests shall be witnessed by the customer
or Af.

D. Each welder and welding operator shall be assigrned
a unique identifying number or symbol.

E. Welder and welding operator performance
qualifications sha11 be documented on Performance
Qualification Test forms and any other form
required by the contract. (See Attachment 1 for a
typical example. )

10
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4.3 Maintenance of Welder and Welding Operator Qualifica-tions
4.3 .L Qualif ications shall be maintained by the Weld-

ing & QC Manager in accordance with applicable
Code and standards. Maintenance of qualifica-
tions shall be updated at least every sj_x (6)
months.

4.3.2 Copies of qualifications shall be maintained atjobsites untj-l completion of the work.

5.0 WELDTNG PROCEDURE SPECTFTCATTONS (WPS):

5.1- Instructions for the preparation and writing of WpSts
are given in CB&f Standard 830-1. For ASME work, all
WPS's sha1l be qualified to ASME Section fX.

5.1.1 Requirements for WPS's shall be determined after
contract review to determine technical require-
ments for welding procedures.

5.1,.2 WPS's sha1l be standard procedures or prepared
for each contract in accordance with contract
requirements including referenced Codes or
specif icat j-ons.

5.1.3 Each WPS sha1I have substanti-ating Procedure
Qualificatj-on Records (PeR) to demonstrate the
satisfactory performance of the WpS. Depending
upon contract requirements, PQRts may be pre-
viously qualified or performed new for the
specific contract.

5.2 Procedure Qualifications Records (peR)

5.2.1- Instruct j-ons for the preparation and writing of
PQR's is given in CB&I Standard 831--1.

5.2.2 PQRIs shalI include, Ers a minimum, the
followinq:

A. Base materials and welding materj-a1s.
B. Records of all essential and nonessential

variables.
C. Result,s of mechanical and chemical test,inq.

L0
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5.2.2 (con't)

D. Results of nondestructive examinati-on.
E. Certification of PQR by a CB&I Welding

Engj-neer.

5.2.3 When required by the conLract, preparation,
welding, inspection and testing shal1 be wit-
nessed by the customer or AI.

5.0 CONTROL OF WELDING:

6.L Assignment of Welders

The assignment of work to welders j-s Lhe responsibility
of the Superintendent (Foreman) who sha1l consult with
the Welding & QC Supervisor to determine that the
welders are qualified to perform the work. Weldj-ng &
QC Supervisors are responsible for advisi-ng the
Superint,endent, (Foreman) when a welder is not qualified
or lacks t,raining and experience to the degree that
sufficj-ent supervi-sion cannot be gj-ven to ensure proper
results.

5.2 Weldinq Activities
6.2.L The Welding & QC Supervisor shall review the WPS

and instruct the welder in its use. This
instruction may be verbal and/or by
demonstration.

I Il

6 .2.2 Welding & QC
for compliance
tions recruired

Supervisors shaII monitor welding
with the WPS and perform inspec-
by process control documents.

6.2.3 Documentation of welding verifications and
inspections shal1 be made on process control" documents when required.

cQA-35 4/97
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6.3 Welder Identification:
5.3.1- For weld joints that reguire identification ofthe welder, one of the following methods sha1l

be used:

A) Mark the welders identificati-on number or
symbol on or adjacent to and at intervals
of not more than 3 feet along Lhe welds
they make, or

B) Make a record of the welders used. on eachjoint.
6.3.2 when marking of the joints is used for werd.eridentif icati-on, it sha1l be made with st,eelstencils, usj_ng low stress dies, unless thematerj-al is less than t/4, in thickness (A/2"

for nonferrous materials), in which case, paint
or ink markers shal1 be used.

ASME Work:

A11 pressure boundary joints require weld.eridentification.
Permanent nonpressure part attachment. weldsand/or tack welds that become part of thefinal pressure boundary weld onty requiregroup welder identification. The weldersidentification may be grouped and listed ina table format on a single process controldocument, provided the same welding
procedure is utilized.

6.4 welders not in the employ of cB&r may be used to weld
components provided all of the followj-ng conditions are
met.:

A) A11 welders shall be gualified by CB&I per 4. O.

B) All welders shall be assigned a uniqueidentificaLion number or symbol bt CB&I.

6.3 .3 For

A)

B)

cQA-3s 4/97
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A11 welding sha1l be in accordance with cB&I
welding procedures.

A11 welders shal1 be completely and exclusively
administ.ered and technically supervised by CB&I.

E) CB&f shal1 have the authority to assign and remove
welders without the involvement of any other
organization.

5.5 Tack welds used to secure alignmenL shalI either be
removed compleLely when they have served their purpose,
or thej-r stopping and starting ends sha1l be properly
prepared by grinding or other suitable means so that
they may be satisfactorily incorporated into the final
weld and sha11 be visually inspected by the Welding &
QC Supervisor.

RECORDS:

7.L WPS's and PQR's are contract records and sha1I be main-
tained by the Welding & QC Manager.

7.2 Records required by this procedure, other than WPS's
and PQR's, are internal records and shal1 be maintained
by t,he Welding & QC Manager.

ATTACHMENTS : (Typical)

8.1- Attachment L - Performance Qualificatlon Test Form

8.2 Attachment 2 - Field Receiving Inspection Report for
Welding Material

ra)

D)

7.0

8.0

cQA-3s 4197
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ATTACHMENT 2

FIELD FECEIVING INSPECTION REPOFT
FOR WELDING MATERIALS

Contracl Nurbot CBI Ordo. Number

Manulactur€t. Suppller

RECEIVING INSPECNON

Orrsrillty Recohrsd atd ln3poclsd

Stsr and TlDo

SD€clllcsllon

Condnbn ot Mdrdd

ibnonfomny: Ye8 No

tl
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PREPARED L2-9-92

APPROVED JDM JCV
DAD WJS

STANDARD REV.NO.
Ext,ensively Revi

1-. O SCOPE:

This procedure describes the receipt, inspection and release
of items from a supplier (see eAp 9.2 for additional
requirements for welding materials) .

2.0 RESPONSTBILTTTES:

2.1 Purchasing i-s responsible for records relating to
purchased items including receiving inspection reports(RIRs), supplier documentation and releasing items for
use that require an Rf R or a prelimi-nary release.

z.z Shop or Field QC may assume
responsibilities per this QAP.

Purchasinq' s

2.3 Receiving personnel, who report to the superintendent,
are responsible for receipt inspections and releasing
items for use that do not require an RfR.

2.4 The Welding & Qc Manager is responsible for resolving
nonconformities and for releasing items that require a
nonconformj-ng release .

3 . O PROCEDTIRE:

3.1 Receipt

3.1.1 Purchasing shaIl send to Receiving a copy of
the Purchase Order (po), if not available
electronically, and any sketches or drawings
required for receipt.

Engr Weld QA Const Mfg IISB
JI{ LBR AGR CMD L- i.6',- 98
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3.L.2 Purchasing sha1l initiate RIRs (see At,tachment
L) and Material Verj-f ication Summary Sheet,s
(lWSSs) (see Attachment 2) when required per
CB&f Standard 507-3 and send the RIRg to Lhe
Receivinq location.

3 .l- .3 When op",-r"tiorr= and tests are required to be
performed to make the item acceptable per the
material specification and they are to be
performed by CB&I after receipt., Purchasing
shall note these requirements under the
nonconformities section of the RIR.

3.L.4 For direct shipments to the fie1d, Purchasing
shall send the necessary receiving documents to
the Project Manag:er who shall forward them on
to the iobsite.

3.1.5 When items are received from a supplier,
Rece j-ving personnel shal1 obtain any
documentation supplied with the items.

3.1.5 Receiving personnel shall perform receipt
inspections i-mmediately upon recei-pt of an
item(s) or sha1l segregate the item(s) until a
recei-pt inspection can be performed.

3.L.7 Receiving personnel shal1 check to see that
they have the required information for the
items from Purchasing. This includes the PO,
if no electronic access, including any sketches
or drawilgs, and, wheir required, the RrR.

3.2 Inspection and Release of Items from a supplier, when
an RfR is noL required (See flowchart in 5.1):

3.2.L Receiving personnel shal1 check the items for
compliance with the PO and any sketches or
drawings, that they were not damaged during
shipment, and are properly identified.
3 .2.L.L ff the items are acceptable, this

shal1 be noted on the PO, shipping
documents or electronically and the
items released for use.

cQA-35 4/97
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3 .2.1".2 If any of the it,ems are unacceptable,
the reason shaI1 be noted on the pO,
shipping documents or electronically
and the items tagged or marked nhold,,
or placed in a designated hold area.

3.2.1-.3 A11 technical documents accompanying
the shipment such as Material Test
Reports (MTRg), Certificates of
Conformance (COCs), etc. shall be
forwarded to Purchasing.

3.2,1.4 For locations without electronic
access, the shipping documents shall
be forwarded to Purchasing.

3.2.L.5 For direct shipments to the Fie1d, the
shipping documents sha11 be sent to
the Project Manager who shaI1 either
forward them on to Purchasing or
acknowledge the items receipt
electronically.

3.2.2 Clerica1 errors in paperwork and marking or
identification discrepancies shal1 be resolved
with the supplier by purchasingr.

3.2.3 If an item is unacceptable and it is not to be
rejected and returned to the supplier,
Purchasing sha1l fill out an RIR on the item
and initiate the nonconformities section. The
RIR and any applicable documentation shal1 be
forwarded to the Welding & eC Manager for
disposit j-on.

3.3 fnspection and release of items from a supplier, when
an RIR is required (See flowchart in 6.2) z

3.3.L Receiving personnel sha1l check the items for
compliance with the po and any sketches and
drawings, that they were not damaged during
shipment, are properly identified and shall
perform and document all the checks required by
the RfR. See CB&f Standard 607-3-3.

cQA-35 4/97
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3.3.1.1 If the items are acceptable, the
completed RIRs shal1 be forwarded to
Purchasing and the items held pendino
final release.

3.3.L.2 If any of the items are unacceptable,
the reason shaIl be noted on the RIR
and the item t,agged or marked Nhold"
or placed in a designated hold area.
The completed RIRs shaIl be forwarded
to Purchasing for disposition.

3 .3 . L.3 A11 technical documents accompanying
the shj-pment such as Material Test
Reports (MTRs), CertificaLes of
Conformance (COCs), etc. shall be
forwarded to Purchasing.

3.3.1.4 For direct shipments to the Fie1d, the
RfR and any shipping documents shall
be sent to the Project Manager who
shaIl forward the RfR on to
Purchasing, and either acknowledge the
items receipt electronically or also
forward the shipping documents.

3.3.2 Upon receiving the completed RfRs and any
technical documents from Receiving, Purchasing
shaIl release the it.ems for use, by signing the
"Material Released for Fabrication" b1ock, lt
the results of the receipt inspection and the
check of the 'suppliers documentation
(Manufacturer's Data Reports, MTRs or COCs (via
hardcopy or electronic transfer), NDE reports,
etc.) are acceptable. A copy of the released
RIR shall be forwarded to Receiving.

3 .3.3 Clerical errors in paperwork, marki-ng, or
identification discrepancies shal1 be resolved
with the supplier by Purchasing.

cQA-35 4/97
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3.3.4 If an item is nonconforming and it is not to be
rejected and returned to the supplier, the
nonconformities section of the RIR sha1l be
initiated by Purchasing. The RIR and any
applicable documentation shal1 be forwarded to
the Welding & QC Manager for disposit j-on.

3.4 Preliminary Release

3.4.L fn special circumstances, i.e., when the item
meets the PO requirements but the supplier's
documentation or markings are deficient and the
item needs to be used, Purchasi-ng may
preliminarily release the j-tem provided it is
positively identified so that, in the event of
a nonconformity, it can be located and held for
disposition. See CB&I Standard 607-3-3.

3.4.2 For items to be preli-minary released,
Purchasing shal1 indicate a preliminary release
in the "Material Released for Fabrication"
block. A copy of the RIR shall be sent to
Receiving and to the Welding & QC Manag:er. The
Welding & QC Manager shall establish controls
to positively identify the item.

3.4.3 When Purchasing resolves the deficient
documentation or markings, the final release on
the RIR sha1l be signed and a copy senL, to the
Welding & QC Manager.

3.5 Nonconforming Release

3.5.L Nonconforming items may be released by the
Welding & QC Manager for use if it is
determined that the nonconformj-ty is 1ike1y to' be resolved, provided the item is positively
identified so that it can be located and
removed if the nonconformity cannot be
resolved. See CB&I Standard 607-3-3.
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3.5.2 For items to be released nonconforming, the
Welding & QC Manager shall indicate a
nonconforming release in the "Material Released
for Fabrication" b1ock. A copy of the RIR
sha11 be sent to Receiving and Purchasing. The
Welding & QC Manager shall establish controls
to positively identify the item.

3.5.3 When the Welding & QC Manager resolves the
nonconformity, the final release on the RIR
sha1l be signed and the RIR sent to Purchasing.

4.0 RECORDS:

Records g'enerated per this procedure are contract records
and shall be maintained by Purchasing per CB&f Standard
590-1-4.

5.0 ATTACHMENTS: (Typical)

5.1 Attachment l- - Receiving Inspection Report

5.2 Attachment 2 - Material Verification Summary Sheet

L0
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6.0 FLOWCHARTS:

5 .l- Flowchart:

NSPECNON AND RELEAISE OF ITEMS FROM A SUPPUER,
VVHEN AN RIR IS NOT REQUIRED
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6.2 Flowchart

INSPECTION ANO RELEASE OF ITEMS FROM A SUPPLIER,
YIIHEN AN RIR IS REQUIRED
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AUTHORIZED

STAIYDARD

1.0 SCOPE:

Tlis procedure describes the receipt, inspecti-on and releaseof j-tems from a CB6if shop (see eAp g.Z for ad.ditj_onal
requj-rements for welding materials) .

2.0 RESPONSTBTLITIES:

2.L Receiving personnel, who report to the superJ-ntend.ent,
are responsible for receipt inspections and releasing
items for use.

2.2 The welding & ec supervisor is responsible for thedisposition of unacceptable items involving shi-pments
requj-ring only a packj_ng 1ist,.

2.3 The welding & ec Manager is responsible for thedisposition of unacceptable items involving shipments
reguiring a shop Release for shipment cheaklist
(sRscr,) .

3 . O PROCEDT]RE:

3.1 Receipt

3.i-.L When items are received from a CB&I shop,Receiving personnel sha1l obtain any
documentation supplied with the items.

3 .L.2 Recej-ving personnel shall perform receipt
inspections immediately upon receipt of an
item(s) or shall segregate the item(s) until a
receipt inspection cJn 5e performed.

3.1.3 Receiving personnel shall check to see that they
have the packing list. and, if required, the
SRSCL. See QAP l_5 . 1 .
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3.2 Inspection and Release of Items from a CB&I Shop, when
a SRSCL is not requj-red (See flowchart in 5.1) :

3.2.I Receiving personnel sha11 inspect the items
against the packing list to assure that the
items are properly identified and were not
damaged during shipment.

3 .2 .2 If the items are accept,able, this shall be
noted on the packing list, t,he items released
for use, and the packing list forwarded to the
Superintendent (Foreman) .

3.2.3 If any of the items are unacceptable, the
reason sha11 be noted on the packi-ng list and
the item tagged or marked rho1d,' or placed in a
designated hold area. The packing list sha1l
be forwarded to the Welding & QC Supervisor for
the disposition of these conditions.

3.2.4 The Welding & QC Supervisor sha1l evaluate the
items reported condition to determine it,,s
disposition.
A) If the disposition is that the conditj_on is

not nonconformingr, the Welding & eCSupervisor shaIl notify the Superintendent
(Foreman) as to what methods or procedures
may be followed to correct the condition.

B) If the disposition is that the condition is
nonconforming, it sha11 be handled per eAp
13 .l_.

3.3 Inspection and release of items from a CB&I shop, when
a SRSCL is required (See flowchart in 5.2):
3.3.1 Receiving personnel sha1l inspect the items

against the SRSCL to assiure that the iLems are
properly identified and were not damaged during
shipment.
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3.3.2 If the items are acceptable, the "Receiving
Shop or Field" column of the SRSCL is signed
off, the items released for use, and the SRSCL
forwarded, as applicable, to the Shop Welding
& QC Manager or Field Welding & QC Supervisor.

3 .3 .3 If any of the items are unacceptable, the
reason shalI be noted on the SRSCL and the item
tagged or marked *hold" or placed in a
desJ-gmated hold area. The SRSCL shall be
forwarded to the Welding & QC Manager for the
disposition of these items.

3.3.4 The Welding & QC Managter sha1l evaluate the
items reported condition to determine j-t's
disposition.
A) If the disposition is that the condition is

not nonconforming, the Welding & QC Manager
shall notify the Welding & QC Supervisor
and Superintendent (Foreman) as to what
methods or procedures may be followed to
correct the condition.

B) If the dispositj-on is that the condition is
nonconforming, it shall be handled per QAP
1? 1

C) For ASME work, shipping damage,
identification discrepancies, or
deficiencies shall be considered
nonconformities. See QAP 13.1.

4.4 RECORDS:

4.L The Superintendent (Foreman) shall maintain the Packing
Lists until the completion of the contract.

4.2 The Shop Welding & QC Manager or Field Welding & QC
Supervisor sha11 maintain the SRSCLs until the completion
of the contract.
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5.0 FLOWCHARTS:

5.1 Flowchart

INSPECTION AND RELEASE OF ITEMS FROM A CB&I SHOP,
WHEN A SRSCL IS NOT REQUIRED

RECEIVING PERSONNEL SHALL INSPECT
THE ITEMS AGAINST THE SHOP PACKTNG

LIST FOR PROPER ID, AAID THAT THE
ITEMS T/I/ERE NOT DAMAGED OURING

SHIPMENT.

ARE ITEMS ACCEPTABLE?

RECEIVING PERSONNEL SHALL:
1) NOTE ON TH€ PACKING LIST
THENATUREOFTHE UMCCEPTABLE
coNorTloN.
2I PIAC€ THEAFFECTED ITEM(S)
IN A OESIGMTED HOLO AREA. OR
MARK OR TAG THE ITEM HOLO.
3) FORW'RD THE COMPLETED
PACKING LIST TO THE
SUPERINTENDENT (FOREMAN).

THE SUPERINTENOENT (FOREMAN) SHATL
FORWARD A COPY OF THE PACKING LISTTO
THE SHOP WELDING & AC MANAGSR OR THE
FIELD WELDING & OC SUPERVISIOR WTIO
SHALL EVALUATE AND DETERMINE THE
orsPosrTroN oF THE rTEM(s)

RECEMNG PERSONNEL SIIALL:
1) NOTE ONTHE PACKING LIST
TIIAT THE ITEMS ARE
ACCEPTABLE.
2} NOTIFYTHE SUPERINTENDENT
(FOREMAN) Ttl,AT THE 1TEMS
ARE RELEASEO FOR USE.
3) FORWARD THE COMPLETED
PACKING LISTTO THE
SUPERINTENDENT (FOREi,!AN).

PACKING LIST

THE SUPERINTENDENT

COMPLETED PACI{NG
UNTIL THE CONTRACT IS

DISPOSITION SHALL BE NOTTD

THE OISPOSITION IS THATTHE
IS NONCONFORMING, THE

NONCONFORMANCE
NUMEER SHAI.L 8E

ON THE PACKING LIST.
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5.2 Flowchart

INSPECTION AND RELEASE OF ITEMS FROM A CB&I SHOP,
WHEN A SRSCL IS REQUIRED

RECEIVING PERSONNEL SMLL INSPECT
THE ITEMS AGAINST THE SRSCL FOR

PROPER ID. ANO THAT THE ITEMS VVERE
NOT OAIvIAGEO OURING SHIPMENT.

ARE ITEMS ACCEPTABLE?

RECEIMNG PERSONNEL SMLL:
1) NOTEONTHESRSCLTHE
NATURE OF THE UNACCEPTABLE
CONDITION.
2) PLACE THE AFFECTED ITEM(S)
IN A DESIGNATED HOLD AREA. OR
MARK OR TAG fiE ITEM HOLD.
3) FORWARD THE COMPLETED
SRSCL TO THE SHOP WELDING &
OC IiIANAGER OR FIELD WELDING
Ir oc suPERvrsoR, wr{o SI|.ALL
FORWARO IT ON TO THE FIELD
WELDING & QC MANAGER.

THE WELDING A QC IiANAGER S}I.ALL
6/ALUATE THE CONDITTON ANO
OETERMINE THE DISPOSITION OF THE

RECEMNG PERSONNEL SHALI.:
1) SIGNOFFTHERECEMNG
COLUMN ON THE SRSCL.
2) NONFY THE SUPERINTENDENT
(FOREMAN) THAT THE ]TEMS
ARE RELEASED FOR USE.
3) FORWARD THE COI,IPLErED
SRSCL TO THE SHOP WELOING &
OC MANAGER OR FIELO \A/ELDING
& QC SUPERVISOR.

SRSCL

SHOP VIELOING & OC
OR FIELDWELDNG A

SUPERVISOR SHALL RETAIN
COMPLETED SRSCL UNTIL
CONTRACTIS COMPLETED.

THE OISPOSITION SHALL BE NOTEO
ON THE SRSCL

IF THE DISPOSITION IS THAT THE
MM(S) IS NONCONFORMING, THE
ASSIGNED NONCONFORMANCE
CONTROL NUMBER SHALL BE
RECORDED ON THE SRSCL.
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1.0 SCOPE:

This procedure descrj-bes the handling, storagte, preservation
and shipment (delivery) of materials and items. The storaqe
and preservation of welding materials sha11 be per eAp g.2.

2.O RESPONSTBILTTIES:

2.1 The Superj-ntendent (Foreman) is responsible for theproper handling, storage, packaging, preservation, and.shipment of materials and items. sEandard handling,storager p?ckaging, preservatj-on, and shipping
requi-rements are t,he responsibirity of each shop - anEconstruction organizatj-on and includes CB&f standards,procedures, and verbal instructions.

2.2 The Proj,ect Manager or Construction Supervisor isresponsible for the preparation, when required, of anyspecial contract procedures and/or j-nstruction3
necessary to cover.any specialized handling, st,orag'e,packaging, preservation, or shipping requirements.

2.3 The we-l,ding & QC Managrer is responsible for releasingitems for shipment that require a shop Release foi
Shipment Checklist (SRSCL) .

3.0 HANDLTNG:

3.1 Material and items shal1 be safely handled and prot,ected
using, pa11ets, containers, conveyers, cranes, hoists,vehicles o_r any other methods as required to pre.reni
damage or deterioration.

3.2 Equipment and devices shaIl be inspected. for proper
operation and cleanliness as appropriJte to avoid -aamige
or contaminatj.on to the products.
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3.3 Operator qualifications are controlled by the
Superintendent (Foreman). When operators of handling
equipment are required to be gualified, copies of their
qualifications shaI1 be maintained onsite until the
completion of the work.

4.0 STORAGE:

4.L All material sha1l be properly stored and./or segregated
in designated areas or stockrooms to prevent damag:e or
deterioration from the weather or nearby operations.

4.1.L Storage may be in enclosed areas or outdoors
depending' upon the nature of the item (e.g'., size,
shape, weight, material, duration of storag'e,
etc. ) .

4.L.2 Stockrooms and special storage containers shall be
kept locked if necessary.

4.2 The receipt and dispatch of materials to and from
storage areas shall be performed by assigned personnel.

5.0 PACKAGTNG AND PRESERVATTON:

5.L A11 materials requiring packaging shal1 be suitably
packaged to avoid damage or deterioration during storage
or shipment.

5.2 Any special methods for cleaningr, packing and preserva-
tion including the details for moist,ure el j-mination,
cushioning, blocking and crating sha1l be performed in
accordance with written procedures and/or instructions.

5.3 A11 packaging sha1l be marked to maintain ident,ification
of contenLs.

5.0 SHTPMENT:

6.L All materials and items shal1 be suitably protected to
avoj-d damage or deterioration during shipment.

6.2 Procedures and/or instructions including sketches
showi-ng packing and loading arrangements, location of
tie downs and any required exterior protection shal1 be
prepared, ds needed, to prevent damage or loss of
materials and j-tems during shipment,.
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6.3 The Superint.endent (Foreman) shall inspect material and
items, against the applicable drawings, requisitj_ons,
process control documents, etc. to assure the materj-aI
and items are in conformance and that all required
inspections and tests are completed and acceptable. For
materj-al and items that are acceptable, the
Superint,endent (Foreman) sha11 prepare a
delivery/packing list (See attachment i-).

6.4 For material and items that do not require a SRSCL, the
Superintendent (Foreman) shall release the material and
items for shipment. The Superintendent (Foreman) shall
send copies of the deli-very/packing list with the
shipment and to the Project Manager.

5.5 For material and items requirj-ng a SRSCL (See
attachment 2), the Welding & QC Manager shall release
the material and items for shipment. The Superi-ntendent
(Foreman) shal1 notify the Welding & QC Manager when
material and ltems thit require a SRSCL are ready for
shipment.

6.6 The Welding & QC Manager shall initiate a SRSCL andj-nspect all material and items required to be listed on
a SRSCL to ensure they have been manufactured and
documented per the applicable code, cust,omer, CB&f, and
QAM requirements. See CB&f Standard 607-3-3.

6.6.1- For ASME work, the SRSCL shall be presented to
the Af for the AI's concurrence that the Ii-sted
material and items aqe in compliance with Code
reguirements and reieased f6r shipment. The
AI's signature on the SRSCL indicates to the AI
in the field that the Material Test Reports or
Certificates of Compliance have been reviewed
and welded assemblies are in compliance with
the code

6.6.2 When required, the SRSCL, shall be presented to
Lhe cust,omer for concurrence that the listed
material and items are in compliance with
contract requirements and released for
shipment.
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6.7 The Welding & QC Manager shal1 send the original SRSCL
to the Field Welding & QC Manag:er and a copy to the
Superintendent (Foreman) releasing the material and
items for shipment. The Superintendent (Foreman) shalI
send a copy of the delivery/packing list and SRSCL
along with the shipment.

6.8 For ASME work, items originally planned to be shop
assembled may be field assembled and vice versa wj-thout
revising the drawings or requi-sitions, if agreed to by
the Project Manager, Engineering-Ass5-gned, and the
Manufacturing and Construction Welding & QC Managers.
Such agreements shall be noted on the SRSCIT and in
these cases a copy of the SRSCIT sha1l be sent to the
Project Manager and the Constructj-on Welding & QC
Manager.

7.0 MONITORTNG:

When material and items are expect,ed to be stored for
extended periods of time, the Superintendent (Foreman) sha1l
perform periodic checks on the st,ored items to ensure they
are being stored in accordance with the applicable
instructions.

8.0 DAIVIAGE OR DETERTORATTON:

Damaged or deteriorated material and items sha1l be reported
to the Superintendent, (Foreman) for dispositi-on. If the
Superintendent (Foreman) decides the material or j-tem is not
to be rejected and it cannot be rbpaired or reworked per an
existing approved procedure, the Welding & QC Manager shall
be noti-fied for the disposition.

9.0 RECORDS:

9.1 The Superintend.ent (Foreman) shal1 maintain copies of
the Delivery/Packing L,ists until the completion of the
contract.

9.2 The Shop Welding & QC Manager or Fie1d Welding & QCSuperwisor sha1l maintain the SRSCLs until the
completion of the contract.
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9.3 Contract procedures and instructions generated. per this
QAP are contract records and sha11 be maintainea by theSuperintendent (Foreman) until the completion oe thecontract.

10. 0 ATTACHMENTS (Typical) :

10.1 Attachment l- - packing t,ist
Lo.2 Attachment 2 - shop Rerease for shipment checklist
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OFTITLE QUAIJITY RECORDS FOR ASME
AND NBTC WORK

APPROVEI)

Corp Corp
Engr \ileld QA Const Mfg HSB
JI{ LBR AGR CMD

JDM
DAD

BY DATE
PREPARED REK ]-0-10-95
REVISED RI'IK L-29-98

^arHLonrzr;p 
,7h//< Z /L{/$,

REFERENCED
STANDARD REV. NO.

JCV

Extensivelv Revised
1.0 SCOPE:

This procedure descrj-bes the accumulation, control,
retention and protection of completed quality records for
ASME and NBfC work. Except as modified herein, these
requirements are in addition to QAP L6.1.

2.0 GENERAL:

2.1 The following code records shall
indef initely by Engineering-Assigned :

be retained

1. Manufacturerts Data Reports/Partial Data Reports or
National Board Registration forms.

2. Supplier Partial Data Reports, lf applicable.
3. Design Reports for Section VIfI, Division 2

Products.
4. User's Design Specification for Sectj-on VTIf,

Di.vision 2 Products
5. Manufacturing Procedures (NDE, Welding, PWHT and

Pressure Test ) for Secti-on VIII Division 2
Products.

6. Material Cert,if ication Records (MTRg & COCs) and
Material Verification Summary Sheets (MVSSs) for
Section VIII, Divisj-on 2 Products.

7. Material Specifications (MSs) for Section VIII,
Division 2 Products.

8. Mat,erial Repair Records for Section VIII, Dj-vision
2 Products.

9. Drawings for Section VIIf , Dj-vision 2 Products.

2.2 Radiographs for Section I Products shall be retained
for five years by the assigned Welding & QC Manag'er.

cQA-33 4/97



DOC.ID
REV. NO.
CONTRACT

QAP
3

L6.2

TITLE QUALITY RECORDS FOR ASME
A}ID NBIC WORK

PAGE NO. OF

2.3 All other guality records not listed above shal1 be
retained or transmitted Lo the responsible party for
retention as required by CB&I Standard 590-1-4.

2.4 When transmitting any required quality records to
Engineering-Assigned for retention, the Responsible
Manager shall place the records in folders and list
them on an index or cover letter specifying the folders
and tlpes of records included.

3.0 RESPONSIBILTTIES FOR TI{E COLLECTTON. PROTECTTON AND
MAINTENANCE OF OUALITY RECORDS:

3.L Purchasing is responsible for Purchasing and Supplier
quality records

3.2 The Shop Welding & QC Manager is responsible for the
shop quality records.

3.3 The Field Welding & QC Supervj-sor is responsible for
the jobsit,e quality records until the completion of the
contract and then for transmitting them to the
Construction Welding & QC Manager.

3.4 The Construction Welding & QC Managrer is responsible
for the jobsite quality records.

3.5 Engineering-Assigned is
quality records.

responsible for Engj-neering

4.O ASSEMBLY AND TRANSMITTAL OF OUALTTY RECORDS TO TI{E
PURCHASER:

When the Purchaser requires copies of quality records,
Engineering-Assigned is responsible for assembling them into
a Pressure Vessel Booklet (P\/B) and transmj-tting the
comDleLed PVB to the Purchaser.
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LBR AGR
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PREPAREI) 5-15-95
3-2-98

STANDARD

1.0 SCOPE:

This procedure contains the training and qualification
requirements for individuals that effect quality. Thisprocedure is not applicable to personnel trained. and.qualified in accordance with an approved specific
org:anizational procedure per QAP L8 .1.

2.0 RESPONSTBTLITTES:

Managers are responsible to provide individuals in their
organization with the necessary traj-ning and experience toproperly perform their duties, provide any required
certifications and maj-ntaj-n qualification, training and, if
required, cert j-f icat j-on records.

3.0 PROCEDURE:

3. L Individuals shal1 be trained and have sufficient
experience to properly perform the duties of theirpositj-on. Trainees may perform the duties of aposition, so long as they are supervised by an
individual qualified for the position.

3.2 fndividuals shall be trained in the euality Management
Syst,em (QMS) requirements, including subsequenL
revisions related to their duties and assignments. This
training shal1 include familj-arization with the eAtt,
QAPs and CB&I Standards (referenced by eAps) applicable
to. their position. See Attachment L for minimum eMStraining requirements .

3.3 rndivj-duals requiring external certifications, such as
state Professional Engineer (pE) licenses, NRc or state
rndustrial Radiographer certification, Aws certified
Welding Inspectors (CWI) certifications,
certification, etc., shal1 be certified.

NACE
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3.4 Process qualification and training:
3 .4 .1 Weld.ers shall be qualif ied. and certif ied and

records maintained per QAP 9.2.

3.4.2 NDE technicians sha11 be trained, qualified and
certif ied and records maj-ntained per eAp J"O .2.

4.0 RECORDS:

4.L Posj-tion (3.1) qualification and training records:

4.1-.L Managers shall maj-ntain the following:
4.I.1-.1 A listing, by posJ-tion , af any

education, training and/or experience
requirements determined Lo be necessary
for a specific position.

4 .L.1.2 A listing, by j-ndj-viduaI, of any
identified training needs.

4.L.L.3 A signed and dated organJ-zation chart of
the gualified individuals in their
organization by position. The chart
shall show the orgfanization's reporting
structure and the qualified individuals
for the positions shown. See Attachment
2 for an example.

4 .1.1.4 Individual trainj-ng records shall be
maintained for those positions
identif ied in 4.1".1".l- above.

4.2 QMS (3 .2) training records:

4.2.L Training in the QAM, QAPs and applicable CB&f
Standards sha1l be documented. The record(s) of
reguired training shaIl conLain as a minimum:

o Subjects covered during the trai-ning sessiono Individuals name (s) in attendance

: 33:: "j"ut'i1H1?;J":;" indivj.duar conducrins
the session
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4.2.L (continued)

see Attachment 3 for an example for a training
record.

4.2 -2 Training record.s may be grouped or filed byindividual.
4.2.3 Managers shall maintain a signed and datedtraining matrix that references the current eAl4and eAp i-ndex revision level documenting crrecompletion of training of individuals in theirorganization. See Attachment L for an example.

4.3 Certification (3.3) records

4.3.1

4.3 .2

Managiers shaI1 maintain on file the required
external certifications of individuals in -their
organi-zations.

Certification records may be
individual.

grouped or filed by

5.0 ATTACHMENTS:

5.1 ALtachment 1

5.2 Attachment 2

5.3 Attachment 3 -
nation Activity

QMS Training Matrix

Typical Orgranj.zation Chart

Typical Record of Training or Indoctri-
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Manufiacturing Manager Date

cQr-35 4/97



DOC.ID
REV. NO.
CONTRACT

QAP
3

LA.2

TRAINING AND
OF PERSONNEI,

QUAJ,I FI CATION REOUIREMENTS PAGE NO.

ATTACHMENT 3

GIEI' RECORD OF TRAINING OR INDOCTRINATION ACTIVIW
Page _ of 

-

OESCRIPTIOII lilElrno, TnAonE 8EssFrl ETc.l

DATEOFACTMTY

DURANOI OF ACTfV|TY

PERSONITIEL lN ATTEIIOAIICE

PERSONNEL COiIDUGTING THE ACTIVITY

SUBJECT(SI CoVERED

TITLE DATE
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