Dobson Oilfidd Services

Revision 0 May 19, 2007 Section A Pagelof 1

SECTION A TITLE PAGE

QUALITY MANAGEMENT SYSTEM MANUAL

FOR THE

CONSTRUCTION, REPAIR AND ALTERATION OF PRESQUREAPIPING
IN ACCORDANCE \/

ASME B31.3 PROCESS P ODDE

THE ALBERTA SAFETY/N\CODESACT AND REGULATIONS

OP AND FIELD SITES
BERTA CONTROLLED FROM

11031 89 Avenue. Grande Prairie

4" Edition

MANUAL NUMBER REGISTRATION NO.: AQP-

ASSIGNED TO




Aberia 124/

MUNICIPAL AFFAIRS _ ,
the pressure equipment safety authority

Certificate of Authorization Permit

Quality Management System

Expiry Date: May 19, 2010 Reg. No.. AQP-2268

This is to certify that:

DOBSON OILFIELD SERVICES (1993) INC.

11031 - 89 AVENUE
GRANDE PRAIRIE, ALBERTA

having complied with the provisions of the SAFETY CODES ACT, is hereby authorized to:
Construct, Repair/Alter ASME B31.3 Process Piping

at the SHOP and FIELD sites controlled from the above address.

Dated at Edmonton, this 17th day of May, 2007

Chief'IFspector and Administrator

Certificate No.: 5504

Form No. AB-121
Rev. (2006/04)
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SECTION C QUALITY SYSTEM MANUAL REGISTER

CONTROLLED COPIES (1 - 6)

1. ABSA

2. ABSA Q
3. Dobson Qilfield Services (1993) Inc.- Approved Copy - Master

4. President Dobson Oilfield Services (1993) Inc.

5. General Manager Dobson Oilfield Services (1993) Inc. \/

6. Quality Control Manager Dobson Oilfield Services Incy
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D.1

D.2

D.3

D.4

D.5

SECTION D SCOPE OF WORK

This section defines the intended scope of work to be performed by Dobson Oilfield
Services (1993) Inc. under this Quality System.

New pressure piping constructed under this Quality System shall conform to the

shall be constructed, provided the requisite welding procedures are gualified and
registered with the ABSA.

that are subject to the Alberta Safety Codes Act and R

Construction, repair and alteration of Boilers, Pressur Is, and Fittings are not
within the scope of this manual. Therefore, Dolyson Qilfigld Services (1993) Inc. shall
not engage in these activities.

Work under this program may also include repairs, alteration\gnd replacement of
ASME B31.3 pressure piping systems, with the excep{ion of Bo xternal Piping,
ulatio
a\Ve

Exemptions

(Pressure piping
(a) that does not exce
(b) that has a maximum
kilopascals (15 ;
(c) that has attesj mperature between minus 29 degrees Celsius (-20°F)

DN 50, INPS 2),
owable working pressure not exceeding 1035

ept' Section 35 and therefore, this Quality Management System manual
uirement for construction, repair, or alteration of the pressure piping.

) a pressure piping system that is fully vented or operating with one or more
pressure relief devices with set pressure not exceeding 103 kilopascals,
(15psi) and sized so that the operating pressure cannot exceed 103
kilopascals, (15psi),

(b) does not have a differential pressure on the pressure boundary exceeding
103 kilopascals;

and therefore this Quality Management System manual is not a requirement for
construction, repair, or alteration of the pressure piping.



=¢=¢ % 11031 - 89 AVENUE

DOBSON oiLFIELD SERVICES (1993) INC. GRANDE PRARIE. A3 T8V 569

PIPELINE CONST. "WELDING & FABRICATING FAX (780) 532-7310
STATEMENT OF AUTHORITY

This Quality Management System Manual accurately describes the organization and systems
to be used by Dobson Qilfield Services (1993) Inc. when constructing, repairing or altering
power and process piping systems; to ensure compliance with ASME Pressure Piping Codes
B31.3, as applicable, Customer Specifications, and the Alberta Safety Codes Act and
Regulations.

The Quality Control Manager is hereby appointed to administer the system described in this
manual. The Quality Control Manager has sufficient and well defined responsibility along with
the authority and organizational freedom to initiate, recommend, and provide solutions to any
quality control problems.

This Quality Management System has the full support of senior management who will ensure
that adequate resources, including trained personnel, are provided in order to effectively
implement the Quality System.

Any Quality Management System problem which cannot be resolved through designated
channels, as described in this manual, shall be brought to my attention for resolution without
compromising the Code or this Quality Management System.

Executive Management Signature

()2 Dosson!

Name

@a/m/é‘ﬁ
Title

P Do 2//07

Date
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SECTION 3 ORGANIZATION CHART
NOTE: More than one position may be held by one person.

* This position is assigned to the Site Superintendent unless otherwise

specified by the General Manager.
** These duties may be carried out by the Site Superintendent. Q

DOBSON OILFIELD SERVICES (1993) INC. ORGANIZATIONAL CHART

[ eresoent | Q\/

[ GENERAL I\%NA&ER

0D

[ SUBCONTRACTED }
ENGINEERING S
/\\
| N I
SITE SUPERINTENDANT ** QUALITY CONTROL
[ [ jURCHASING AGENT ] [ ANAGER
DERS & * QUALITY CONTROL
CONS(R INSPECTOR
\PER NNEL
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SECTION 4 DEFINITIONS
4.1 ABSA

ABSA, the pressure equipment safety authority is the regulatory organization
delegated by the Province of Alberta to provide pressure equipment safety services
under the Alberta Safety Codes Act, and acts as the sole Jurisdiction/Re ry
Authority as defined in CSA B51 Code and the ASME Code.

4.2 ABSA SAFETY CODES OFFICER

A person appointed as a Safety Codes Officer by the AdministratQr of,the ABSA, to
administer the Alberta Safety Codes Act and Regulations (Pressu quippnent).

4.3 ALBERTA SAFETY CODES ACT (latest issues)
The Alberta Safety Codes Act as it applies for pressuge qud the following
regulations under the Safety Codes Act:
e Pressure Equipment Safety Regulation
e Pressure Equipment Exemption Order

e Pressure Welders Regulation

e Administrative Items Regulatig,
44  ASTM

American Society for Testing
4.5 BOILER EXTERNAL P

Piping as defined i

d Materrals

1.1 paragraph 100.1.2, which is subject to mandatory
pector (ABSA Safety Codes Officer) as defined in PG
90 of ASME Secti

4.6 C.G.S.B.
Canadian, GeneralyStandards Board
4.7 COD

}Qn and addenda of the following American Society of Mechanical Engineers

) ASME B31.1 Power Piping

b) ASME B31.3 Process Piping

c) ASME Section V Non-Destructive Examination

d) ASME Section IX Welding and Brazing Qualifications

Latest edition and supplement of Canadian Standards Association CSA B51 — Boiler,
Pressure Vessel and Pressure Piping Code

4.8 CSA

Canadian Standards Association
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4.9

4.10

411

4.12

4.13

4.14

4.15

JOB FILE

A file which contains all records and documents which are essential to ensure the
quality of the product. This file shall be assigned the number of each job. This
number shall be a means of identifying each job file.

NONCONFORMITY
Any condition which renders an item unacceptable or indeterminate fo

specifications or procedures.

OWNER'’S INSPECTOR
Inspector designated by the Owner to verify that a Wminaﬂons and testing
plo

have been completed. This Inspector cannot bg an Em of Dobson Oilfield

Services (1993) Inc.. For the inspections of pr&ssure piping systems, he/she shall

satisfy himself/herself that the pressur system gonforms to all applicable Code
/}

rules and engineering design require 2.g. refer to ASME B31.3 Chapter 1,
paragraph 300 and Chapter VI, paragrag ' requirements).

P. & I.D.
Process and instrumentation

erto perform the Quality System duties as defined in this manual. The
trol Inspector reports through the Quality Control Manager to the General
any Quality Management System related issue.

UALYYY CONTROL MANAGER (QCM)

An Employee of Dobson OQilfield Services (1993) Inc. designated by the General

nager to have the responsibility and authority to maintain a Quality Management
System and the organizational freedom to recognize Quality Management System
problems and to provide solutions to those problems.
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4.16 REGISTERED DESIGN

Drawings, specifications and information required by Sections 14 and 16 of the
Pressure Equipment Safety Regulation, which have been reviewed and accepted for
registration by ABSA.

4.17 SNT-TC-1A (latest Code adopted edition)
“Recommended Practice for Nondestructive Testing Personnel
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SECTION 5 MANUAL CONTROL

5.1 This section describes the system for preparing, revising and controlling the distribution
of this Quality Management System Manual.

5.2 The QCM is responsible for implementing this system. His/her duties include the
following:

(a) to approve all proposed changes to the Quality Management Systs
signature and date on the Revision Summary page.

(b) to ensure that all revisions have been accepted in writing bRABSA prior Yo
implementation. This acceptance will be indicated by a signatux¢ and gate on the

Revision Summary page.

(c) to ensure that the Revision No., date and page number\arXSpNn on each page
of the manual. Revised paragraphs will be indicated by a vex4cal line in each
margin alongside the changed paragraph(s)

(d) toissue revisions using Document Trans ibit%.1), to all persons who

are assigned controlled manuals with instr at superseded pages are to
be destroyed.

5.3 If additional controlled manuals are isgue will keep a list indicating manual
numbers and who they are assi to. Urcontrolled manuals may be issued for
information but shall not be used for sgnstrustion. "Uncontrolled” shall be indicated on
the front page of these manuals.

Il be available at all times, on sites where work
m is performed. This copy shall be made
fetiwCodes Officer and/or the Owner’s Inspector upon

5.4 A controlled copy of this
under this Quality Manag
available to the AB
request.

APPLICABLE DOCUMENTS/FORMS

e Docqument nsmittal, Exhibit 5.1
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EXHIBIT 5.1 DOCUMENT TRANSMITTAL

Dobson Qilfield Services (1993) Inc.

DOCUMENT TRANSMITTAL

TO:
N
\ N
THE FOLLOWING DOCUMENTS ARE ENCLOSED: -~ )

Drawing/Document Title < /L Revision No.

A X

’ N

\ N\

S—

)
N )

PLEASE DESTROY ALL PREVIOUS ISSUES/REVISIONS AND RETURN SIGNED CONFIRMATION OF
RECEIPT BY FAX TO:

| confirm the receipt of listed documents:

Signhature Date
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SECTION 6 CONTRACT REVIEW

6.1 This section describes the system to ensure that contract requirements are defined and
agreed upon prior to the start of work.

6.2 The QCM shall review the contract/order prior to acceptance, to ensure that
requirements are adequately defined. Exhibit 6.1, Contract Review Form;skall be used
to document the contract review. When requirements are inadequately’defined\or there is
no written contract/order the QCM shall contact the Client to ensuresreqigement$ are
stated and agreed upon, and shall record the information in the |

He/she will ensure that:

(8) the scope of work is defined, including the applicable\ASME Co
ASME B31.3 service category).

(b) the Owner has approved the drawings for cons
(c) the material list including ASTM/ASME @

ction, repadt or alteration.

(d) the welding procedures (Owner’s Q

(e) the degree and type of noxd
is defined, and responsibility for

6.3

ipment Safety Regulation, Section 13, the Owner must have a ABSA authorized
Quality Management System for scope of work if the Owner assumes responsibility for

ality Management System functions such as material receiving inspection, material
traceability, welder supervision and welders’ records, control of NDE on site, withessing
pressure tests, and preparing Quality Management System records. If the Owner does
not have an ABSA authorized Quality Management System for any of these functions, the
QCM shall make the Owner aware that all requirements of this Quality Management
System must be met. The Owner should also be made aware that he is responsible for
registering the design with ABSA when the volume of any new piping system to be
installed exceeds 0.5 cubic metres (18 cubic feet).
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APPLICABLE DOCUMENTS/FORMS

e Contract Review Form, Exhibit 6.1 Q
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EXHIBIT 6.1 CONTRACT REVIEW FORM

Job Number: Date:

Owner Company: o

Description of Job: , < \
.

Y%
N\

<

AN "
RESPONSIBLE FOR OWNER ___—_ \.__JCONTRACTOR
Drawings and Specifications ( NV

Design Registration \ )

Document Control /)

Material Procurement / \/\

Material Identification and / \
Traceability X

Welding N N
Nondestructive Examination vg

Heat Treatment T~ \

Measuring and Test Equ{pment '\ °

Pressure Tests \ /

Record Retentiqﬁ

AN

\‘\/

D —

The AertaNPressure Equipment Safety Regulation, Section 13, requires the Owner to have an
BSA authorized Quality Management System if they assume any of the Quality Management
tem fupctions listed above from document control to record retention. A pressure piping
syst ceeding 0.5 cubic metres in capacity must be registered with ABSA.

Owners Representative:

Date Contracted:

Q.C. Manager Date
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SECTION 7 DOCUMENT CONTROL

7.1 This section describes the system for the preparation, review, approval, distribution
and retrieval of all essential documents including design drawings and specifications,
P and ID's, mechanical flow sheets, line equipment lists, material lists, spool sheets,
iIsometrics, bill of materials, welding procedures and work instructions.

7.2 Design drawings, calculations and specifications shall be prepared in dccordance with
the applicable ASME pressure piping Code and the Alberta Safety Zodes Act by|the
Client/Owner or by a subcontracted engineering firm experienceglin ASMERressure
piping design. Spool drawings may be prepared by Dobson Oilfigld Services (1993)
Inc. when these are not supplied by the Owner.

7.2.1 The QCM shall review the design specifications and drawings to ensure the piping
system can be constructed, repaired/altered in compliance withthe £ode. The design
specifications and drawings shall include the following\nformatiow:

(@) Code of construction (e.g. ASME B31.3-2004 no

(b)  Material description including material specificatign, grade, dimensions,
schedule, type, and rating.

(c) Design pressure and maximum imum design temperatures of system,
and if applicable, ASME B31.XServit€ category.

mahsepvice)

(d)  Nondestructive examination ang extent (i.e. random, 100%).

(e) Test pressure and me
)] Heat treatment t raand holding time if applicable.

(g0 Constructio

(h)  Welding praqcedure igformation (W.P.S. Numbers/electrode classification).
(i)

Additional reguire
7.2.2

ation from the Owner (i.e. copy of AB-96 form). For pressure piping
s less than or equal to 0.5 cubic metres in capacity, the submission of drawings
iIs\qot mandatory; however, all pressure piping systems must comply with the
requirements of the Code. All design drawings for pressure piping systems exceeding

cubic metres in aggregate capacity shall be stamped by a Registered Professional
Engineer.
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7.2.3 If the owner has not prepared design specifications, and the piping system meets
the following criteria:

(a) new piping systems having an aggregate volume equal to or less than 0.5 cubic
metres.

(b) repairs or alterations, with an aggregate volume equal to or less thap-6-5¢cubic
metres, to existing piping systems.

The QCM shall prepare a Piping Construction, Repair or Alteratio
(Exhibit 7.1) to fulfil the specification requirements of paragraph{.2. The QS/shall
obtain approval of these specifications from the Owner prior to corgjrliction, repair or
alteration.

7.3 The QCM is responsible for the control of all documents and\drawings. His/her duties
include:
() to release all drawings by stamping (or writipg “é}e{F/o/Construction” on the

drawing, and initialling and dating each drg

(b) to obtain written approval from the Owner aking any proposed changes.
Spool Drawings

(c) to review, approve and issue
drawings prepared by Dobs
specifications and drawings.

Job File

(d) toinitiate a job file &
lists, P.O.'s etc 4

, repair or alteration any spool
ilfield Services (1993) Inc. from Owner's design

hat all design specifications, Owner's material
epWNn this file, each identified with the job number.

Drawing and Sped Distribution

(e) to maintain a dxawing/list indicating the drawing title, number and revision, copies
issued and the name of the person to whom they were issued.

(f)

to is§ue drawjngs, specifications, welding procedures, purchase orders, material
lists .an iCable quality control forms to each QCI.

Il and destroy all superseded documents. Alternatively, these may be
arked "Void" and kept in the job file.

Drawings

(h) to obtain the Owner's approval of any revisions and submit the final "as built"
drawing to the Owner along with all pertinent records.

7.4 Handling of Drawings, Specifications and Documents at Site
The QCI shall:

(&) maintain job file(s) at site containing drawings, specifications, welding procedures,
purchase orders, material lists and applicable quality control forms and

documents. Issue drawings and specifications to site personnel. Collect and
mark "VOID" or destroy all superseded documents.

(b) forward the job file to the QCM when the job is completed.
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APPLICABLE DOCUMENTS/FORMS

e Piping Construction, Repair or Alteration Specification Sheet, Exhibit 7.1

>
A



Dobson Oilfidd Services

Revision 0 May 19, 2007

Section 7 Page4 of 4

EXHIBIT 7.1 PIPING CONSTRUCTION, REPAIR OR ALTERATION SPECIFICATION SHEET
(For Constr./Repair/Alteration Of Pressure Piping SystemsLess Than Or Equal To 0.5 Cubic Meters, Aggregate Volume)

Owner: Contractor AQP:
Plant Location: Job No. /\
AN \
Material List Piping Sketch (Reference aItached%vingsh‘@\QQropriz#)
Item Description Mat'l Spec. Sch./ (use for recording RT Nos. & Welder/MacRjne Welding Operatwmbols)
No. & Grade Rating

Line Design Design Corr. | ASME Cbsg Service (eg. Normal, Test Test
No. Pressure Temperature AII.YWXC& D, M, High Press) Pressure Medium
Min. / Max. \

AU

\ \

(Note: Pneumatic tests mydt have prior appro rom ABSA)
Welding Procedure ification j\lumbers

AN

No.

Extent %0 Extent % Testing Description / Extent %

Other Requirements

\k
\

Line l{m /\§|\ NRadifgraphy | Hardness Ultrasonic- Other NDE

ANERN

NI AN

NDBRContragfor:

Post Weld Heat Treatment Yes/N.A.

Approved by Owner:

Contractor

Approved by Contractor:

Comments.

Date:
Date;

WORK COMPLETED AND ACCEPTED (AB-83 completed)
Contractor Signature:

Date:
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8.1

8.2
8.2.1

8.2.2

8.2.3

8.3

SECTION 8 MATERIAL CONTROL

This section describes the system for ordering, receiving, identifying and maintaining
traceability of all Code material.

Note: All the material receiving, identification, verification and coding requrrements
defined in this section also apply to Owner supplied material. When matg
supplied by the Owner it shall be checked by the QCM/QCI upon receig
Owner’s material list (see paragraph 8.3).

Purchasing

The Purchasing Agent shall be responsible for ordering all material{ The Purchasing

Agent shall prepare a purchase order (Exhibit No. 8.1) from the mate
drawing. It shall include: n\/

(@) Purchase order (P.O.) number and job number.
(b) ASME/ASTM specification number and gra@ hedyle dimensions, fitting, type,

rating, etc. as applicable.

the

(c) Supplementary requirements such
chemistry, etc.

gnt (normalizing), special

(d) Requests for material test repdrts
specifications (optionally require name\of company’s P.O. number be written on

MTRS).
(e) Statement that all fitting degigns must be registered with the ABSA.

()  Welding consumables ordered by SFA specification and AWS
classification, a irsd by the welding procedures to be used.

The purchase ord reviewed and approved by the QCM prior to issue. One
copy of the purchasg order shall be forwarded to the Vendor and one copy shall be
retained b € job file. A copy of the purchase order shall be forwarded

Design ts€d drawings and specifications shall be prepared and issued in
asg with Section 7 of this manual.

The QCI is responsible for receiving and storage of material at site. His/her duties
inciude:

(@) Checking all incoming material against the purchase order/Owner's material list,
and packing slip for:

M visible damage
(i)  correct dimensions

(i)  correct material markings, specification and grade, size, schedule, rating,
name of manufacturer or trademark, etc. as applicable.
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(b) Checking MTRs against material markings and verifying that all material markings
match those described on the MTRs and confirming that the MTRs are identified
with the purchase order number; acceptance shall be indicated by initial and date
on the MTR.

(c) Segregating and identifying acceptable material.
8.4 Boilers, Pressure Vessels and Skid Package Units

The QCI shall visually examine each boiler, pressure vessel and
arrival and will notify the Owner's Inspector if damage is suspectéd.

The ABSA Safety Codes Officer shall be notified when system has¢been
enable him/her to verify the boiler or pressure vessel instalation. He shall also be
informed immediately if any boiler or pressure vessel is damaged. (Refer to paragraph
9.4)

8.5 Nonconforming Items/Material

Any material or item that does not meet abové requireents shall be considered a
nonconformity and shall be processed in accorjance with Section 11 of this Manual.

8.6 Material Identification and Traceabilit

e prior to any cutting. The colour represents the
ion and grade, however, traceability also involves

(© veXify that the above identification is maintained on each piece of pipe

ant\the Owner has released it for final painting.

(d) ensure that piping spools, received at the site, are identified with the line
umber, spool number and job number, and that spool lists are supplied with
each shipment. (Piping Data Reports (AB-83) are required if spooling is

subcontracted).

(e) verify that all material left at end of the project is fully identified and itemized
on a material list.

Material Transfers

)] ensure that material shipped from another site is accompanied by a material
list.

(9) ensure that spooling to be installed at another site is identified with the
spool number, job number and line number and that the spool list is sent with
each shipment.



Dobson Oilfidd Services

Revision 0 May 19, 2007 Section 8 Page3of 5

APPLICABLE DOCUMENTS/FORMS

e Purchase Order, Exhibit 8.1
e Colour Code for Pipe and Fittings, Exhibit 8.2

ABSA/Alberta Municipal Affairs Forms

e Construction Data Report for Piping Systems, AB-83 @
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EXHIBIT 8.1 PURCHASE ORDER

THISNUMBER MUST APPEAR ON
ALL INVOICES, PACKAG
PURCHASE ORDER

TO:! DATE: /

ADDRESS; \</
N\

SHIP TO: Dobson Oilfield Services (1993) Inc. \REQ. NDOR DEPT

P

ADDRESS: 11031 89 Ave Grande Prairie, Alberta T8V fB9  \FOR?”

PLEASE NOTIFY USIMMEDIATELY IF YOU ARE BLEKTO SHIP COMPLETE ORDER BY
DATE SPEZIFIE

QUANTITY PLEASE SUPPLYWE\@D* PRICE AMOUNT
BEL
NN
=
RN
~ N/
\
N/
AN

DAJE RE/%UI RED: PLEASE SEND COPIESOF YOUR INVOICE

T —

TERMS:

© ([0 |N | [0 |~ [W]IN|[F

PURCHASING AGENT

PLEASE NOTE: Allfitting designs must be registered with the Alberta Boilers Safety Association
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EXHIBIT 8.2 COLOUR CODE FOR PIPE AND FITTINGS

To maintain traceability, a job specific colour code may be used. The colour must be specific
to the pipe specification and grade. Each pipe shall have continuous full lengt mtstripe
applied at receiving. The following is an example of a colour code system:

PIPE MATERIAL COLOUR
SA/A106 Grade B Ligh Iue\/
SA/A53 Grade B ERW Gre
SA/A333 Grade 6 ellow

(Low Temp)

EITTINGS MATERIAL

Colour coding is not requixed, the original manufacturer’s stamping shall be used
to maintain traceadi pecification.

The QCM shall assign a cb gde for materials other than those listed above. He/she
shall inform the @QC Inspector e Owner's colour code is to be used instead. Pipe
materials in outdoor storage for extended periods may require re-coding in order for the
materials to xetai itive identification.
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SECTION 9 EXAMINATION AND INSPECTION PROGRAM

9.1 This section describes the system to verify that all pressure piping construction, repair
or alteration meets the Code, job specifications and drawings. Under the Code,
inspection applies to functions performed by the Owner’s Inspector; and examination to
functions done by Dobson Oilfield Services (1993) Inc.. It is the Owner's responsibility
to provide an Inspector who shall inspect the piping to verify that all examu

Owner's specifications and this Quality Management System.

9.2 QCM's Duties

The QCM is responsible for the overall examination progtam. He/she shall:

(a) issue Quality Management System manugls, Owner's cifications, drawings,
Quality Management System forms, ABSA\forms, material lists, purchase orders,
calibration records, etc. to the QCI pyortp start of work.

(b) perform Quality Management System

anual.
(©) pliance with the Code, Owner's

(d) Prepare and sign the nstruction Data Report for Piping Systems (AB-
83) for all spoglsand/or sgmplete systems constructed, repaired or altered by
Dobson Qilfield Services (2M993) Inc. and present the form to the Owner's
Inspector for higs/her signature.

(e) Prepare and signthe"Completion of Construction Declaration Form (AB-81) for
piping systems exceeding 0.5 cubic metres in capacity constructed, repaired or
altered| by Dolyson OQilfield Services (1993) Inc. and forward to ABSA.

(f forward the Construction Data Report for Piping Systems (AB-83) to the Owner
' additional records required by the contract.

3 QCls Duties
e QClI is responsible for the site examination program. He/she shall:

(a) Initiate a Job File, and maintain all records detailed in Section 16 of this manual in
this file.

(b) Prior to starting fabrication, notify the Owner’s Inspector of the job and obtain
inspection hold points.
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9.4

(c) Perform all the examinations required under the Code. These are detailed on the
Pressure Piping Examination and Inspection Sheet (Exhibit 9.1). Additional
functions shall be detailed on back of the checklist, when applicable.

(d) Sign and date each function on the Pressure Piping Examination and Inspection
Sheet when satisfactorily completed.

(e) Communicate with the Owner’s Inspector to arrange for inspectio
when inspection hold points are reached.

()  Examine each system after completion and prior to pressu
design specifications and drawings using the Pressure Test
(Exhibit 15.2).

(g) Verify that the "as built" drawings have been revised to ingorporate all changes
and that the changes have been approved by the.Owner.
(h)  Forward the Job File, drawings and radiogr w.

Boilers and/or Pressure Vessels Install

The QCI shall ensure that:

(a) Each boiler and/or pressure vessgl is indtalled in accordance with job
specifications and the Alberta Safety Codes Act and Regulations.

(b) The ABSA Safety Codes Qfficer is notified at start of construction, repair or
alteration to enable hi tspect the installation of each boiler and pressure
vessel prior to 2

APPLICABLE QOCUMENTS/FORMS

AB

Pressyre Pipiy Examination Checklist, Exhibit 9.1

erta Municipal Affairs Forms

Completion of Construction Declaration, AB-81

Construction Data Report for Piping Systems, AB-83
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EXHIBIT 9.1 PRESSURE PIPING EXAMINATION AND INSPECTION SHEET

PRESSURE PIPING EXAMINATION AND INSPECTION SHEEIP/\

JOB NUMBER: SPOOL NUMBER: /
NO. FUNCTION REFERENCE
NATUR OR INITIAL
DATE
N\
OWNER'S
CTOR INSPECTOR
, | DRAWINGS: ABSA registration over 0.5m°. Approved &7 3 "
by Owner. Approved for Construction (signed & datety~| /
2 ABSA Safety Codes Officer (when required) and Owner’s Inspecto 4 5/3
notified. T
3 | Resistered Welding Procedures, Q.C. Manual and forms aeilebiy at ste_179.2(a)
Job File started. 9.3(a)
Z.
4 Welders qualified for Weld Procedures and havedid PerfoRgance 10.3
Qualification cards. Welders Log completed. eviewed Wth welders. '
5 | Material checked against P.O., drawings, aqd specificahxg I dentification 8.3
confirmed. Color coding applied. a\ 8.6
6 Sample of each Welder's work exawned+ iNg root spacing, 10 3(f)
alignment, cleaning, joint preparaIion eheat and eectrode control. '
7 Nondestructive Examination compl qurts and radiographs reviewed, 12.2
signed by Levd Il or I1l, adlograph I\D. detailed on drawings. '
8 Visual Examination of al pleted welds. Welders|.D. stamped and/or 10 3( )
recorded on dm' -9
9 Hest Treatm%t verified ar‘d recorded on drawings. 13.3
10 | Eachsy chdgked aggifst specifications and drawings before pressure 9.3(d)
test.
— N\ 9.3(f)
11 N\ AllNgficiencies recorded and signed off by Q.C.I. and Owner’s Inspector
\Qefore essure test.
N
\]_2 P@Jre Test checked. Gauge calibration verified, gauge # recorded. 15.4/14.3
1}\ em checked after test. Deficiencies recorded and corrected. (Exhibit 154
2)
14 | Construction datareports (AB-83) prepared and signed by QCM and 0. z(d)
Owner’s Inspector.
15 | Declaration form (AB-81) submitted to ABSA. 9.2(d)
16 | Asbuilt drawings accepted by Owner. 9.3(h)

Hold pointsindicated by an asterisk *.
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SECTION 10 WELDING

10.1 This section describes the system for controlling all welding, welding procedures and
Welders/Machine Welding Operators performance qualification tests.

10.2 Welding Procedures

(c) certifying the WPS and PQR for any new\Dobson Dilfield Services (1993) Inc.

procedures and submitting them to the-ABS¥ istration.

(d) ensuring copies of the registered \g procedures are available at each work
site.

(e) ensuring welding procedures t d are detailed on the construction, repair

or alteration drawings.

()  obtaining written permissionJfrom the Owner on a per job basis, if the Owner’s
welding procedures a

10.3 Welder SupervisioN and Regord

The Site S intendertistesponsible for supervision of all Welders. His/her duties
include:

(@)

rify\g, prioy to start of work, that Welders have:

n Alberta Pressure Welders/Machine Welding Operators Certificate of
petency.

a valid performance qualification card, issued by an accredited organization
authorized by the ABSA, for the scope of work to be performed.

(b)Y keeping a copy of each Welder's/Machine Welding Operators performance
qualification card on file.

(c) recording the details from each Welder's/Machine Welding Operators
performance qualification card(s) on the Welders/Machine Welding Operators Log
(Exhibit No. 10.1).

(d) issuing symbol stamps to each Welder/Machine Welding Operators and recording
the symbol assignment on the Welders/Machine Welding Operators Log.
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(e) instructing each Welder prior to start of work to ensure that he/she understands
the welding procedure requirements, the job specifications, the system for

controlling electrodes and the application of Welders/Machine Welding Operators
symbols.

(f) ensuring that all welding procedure requirements are followed and
examining each completed weld.

(g) verifying that all welds are identified with the Welder's/Machi
symbol by stamping or recording on construction, repair or alterg{ion dg&gwings.

10.4 Welding Consumable Control \/

ding’consumables at site,
Operators. He/she shall:

M each portable rig) prior to start
correct SFA specifications and
8) as indicated on welding procedures/job

(a) examine welding consumables (i
of work to verify that they are id
AWS classifications (i.e. SF
specifications.

(b) verify prior to the start of wQrk that all low hydrogen electrodes are packaged in

air-tight containers re are no open boxes or incorrect electrodes in
portable rigs.

AP BLE DOCUMENTS/FORMS

e Welders/Machine Welding Operators Log Sheet, Exhibit 10.1
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EXHIBIT 10.1 WELDERSMACHINE WELDING OPERATORS LOG SHEET

WELDERS/MACHINE WELDING OPERATORS LOG SHEET - JOB NO.:

WELDERS
NAME
AND ABSA

FILE NO.

SYMB
oL

PROCESS

WELDING
PROCEDURE
(WPS#)

No.

No.

POSITION
®

MAX. DEP.
WELD

METAL
THK.

EXPIRY DATE
P.Q. CD.

/—\\\ /

(1IN Y
o
<L

\_/; 7
// D

AD

Z4EN

1
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SECTION 11 NONCONFORMITIES

11.1  This section describes the system for identifying, documenting, and resolving
nonconformities found at receiving, during construction, repair or alteration,
examination or testing.

11.2  The QCM shall be responsible for the disposition of all nonconformities

11.3 All nonconformities relating to completed pressure piping shall be colxected o
eliminated before the completed component can be considered to/€CompMwith the
Code.

11.4  Identification No./Documentation

11.4.1 All nonconformities shall be reported immediately to the | and shaWbe identified
by tagging or marking the item with a red paint marker and resqoving the item from
the work area. A detailed description of each noncolormity sh e provided on a
Nonconformity Report (Exhibit 11.1). The QCI yilQe regponsible for documenting
the nonconformity.

11.5 Disposition

11.5.1 If the resolution of a nonconformity at b desigrrspecifications in any way, the
Owner and Designer must also approve th€disposition. Examples of this are
material substitutions or incorre or thickness.

11.5.2 The QCM will contact Owner to verify that the drawings and specifications are
prepared and issued in accor itthSection 7 of this Manual if the design is to be
revised.

11.53

11.5.4

11.5.5 All

APPLIABMNE DOCUMENTS/FORMS

e Nonconformity Report, Exhibit 11.1



Dobson Oilfidd Services

Revision 0 May 19, 2007 Section 11 Page 2 of 2

EXHIBIT 11.1 NONCONFORMITY REPORT

NONCONFORMITY REPORT <_\
L

JOB NUMBER: NONCONFORMITY REPORT NO.: < Y \/
SERIAL NUMBER /DWG. —LINE NUMBER: /
\ v
IDENTIFICATION DETAILS: \ /
N
DESCRIPTION OF NONCONFORMITY: \ P

NN
AN
AN
N
QCI/QCM SIGNATURE: N DATE:
PROPOSED DI smswmﬁ\%gm RS:
)
NI

N\
~N—
S
AN \ -
N\
\Q. C. I\/IXNAGER APPROVAL.: DATE:
CL\‘ENFF{OWNER’SDESIGN APPROVAL.: DATE:

NONCONFORMITY RECTIFIED:

Q. C. MANAGER APPROVAL.: DATE:

OWNER’SINSPECTOR APPROVAL: DATE:
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12.1

12.2

12.3

SECTION 12 NONDESTRUCTIVE EXAMINATION

This section describes the system to ensure that all nondestructive examinations
(NDE) are completed in accordance with ASME Section V, the referencing Code
section (including ASME B31.3 service category requirements when applicable), and
job specifications. This applies to radiographic, ultrasonic, magnetic particle, and dye
penetrant examination.

The QCM shall be responsible for appointing, in writing, all NDE sujacontxg
shall ensure the following:

(b) All NDE Subcontractors to Dobson Qilfield Serviges (1993)Nng/ shall specify that:
0] All personnel performing NDE shall p ertified in accordance

with SNT-TC-1A or CGSB.

(i)  There shall be a level 11l Exagr
procedures and supervise

on staf+0 be responsible for NDE
ertification and training.

(i)  That all examination e doge undsy the supervision of a level Il or level llI
Examiner.

(iv)  That all interp ion bs done by a level 1l or level 1ll Examiner.

The QClI is respo

(a) to verify that
site, for

(b)  to yerify that NDE Examiners have valid ASNT or CGSB Certification for the

gible Tog congrol of NDE at the job site. His/her duties include:

DE Subgontractor has applicable written procedures, available at
ch ms

(€)

to ensure that Examiners are aware of extent and type of NDE required by the
josspecifications and the acceptance standards.

(d)) toinitiate a suitable flagging system to identify the welds to be examined.

to provide written instructions to the NDE Subcontractor of welds requiring
examination and applicable Code to be followed.

)] to maintain records indicating welds examined.

() to maintain records indicating the welds placed by each Welder/Machine
Welding Operator by recording symbols on construction, repair or alteration
drawings or keeping a list. (This is needed for full and random radiography; 5% by
random radiography means 5% of fabrication with the work product of each
Welder or Machine Welding Operator doing the production welding included).
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(h)  to indicate acceptance of each weld examined by recording the radiograph
and/or ultrasonic test identification number on construction, repair or alteration
drawing.

0] to verify that all NDE has been completed in accordance with this section, by
reviewing the radiographic film, interpretation sheets and NDE reports.

()] to forward all NDE reports and radiographic film to QCM upon ¢ oQ of

&
)
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SECTION 13 HEAT TREATMENT

13.1 This section describes the system to ensure that all heat treatment is performed in
accordance with the Code and job specifications.

13.2 The QCM will issue written instructions to the heat treatment Subcontractor (Exhibit
13.1) specifying holding time, holding temperature, heating and cooling ra and any
special instructions, when Dobson Oilfield Services (1993) Inc. is respa@
assigning the heat treatment Subcontractor.

13.3 The QCI's duties include:

(c) verify that the calibration records are available at the site for Ineasuring

(e) indicate the completion of gack weld heat treated on construction, repair or
alteration drawings.

(f) file the charts, thermocoupte diagrams, calibration records, etc. in the job file.

APPLICABLE DOCUMA RMS

e Heat Treatment Form, Exhibit 13.1
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EXHIBIT 13.1 HEAT TREATMENT FORM

HEAT TREATMENT FORM

JOB NO. CUSTOMER:

DESCRIPTION: / \ )

DATE:

COMPONENT DESCRIPTION

DWG. NO. AND LINE NO. DIAMETER THICKNESS MAhSQAL LEN&TH WEIGHT

\/"\\ ~
</\ N~/
AL X

’ : N\
TYPE OF HEAT TREATMENT:

INSTRUCTIONS: STRESS REREHEVEN

\Y
1. Temperatureto berai 8}3%: (426°C) to 1150°F (621°C) at a maximum rate of °F
( °C) per hour. NO'Ne: MUST NOT EXCEED 400°F (222°C) PER HOUR. (Caculated
rate = 400°F/h. Divideg by governing metal thickness)

~—— . :
2. Temperaturgto be held at 1150°F (621°C) plus or minus 25°F (14°C) for minutes.

3. Temper. uré@@b:;\;?ered from 1150°F (621°C) to 800°F (426°C) at arate of °F
( ° our. NOTE: MUST NOT EXCEED 500°F (278°C) PER HOUR. (Calculated

h. Divided by governing metal thickness)

4, V\ddit nal requirements. Job number and description required on heat treatment chart.
NO- Fur\r@ce Reat Number:
G\Qr/rw{m Operator’s Signature:

Q. C. Inspectors Signature:
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14.1

14.2

14.3

SECTION 14 MEASURING AND TEST EQUIPMENT

This section describes the system to control the calibration of pressure gauges and
recorders.

The QCM is responsible for the control of test equipment. He/she shall g \that:

(a) all gauges and recorders are identified with a serial number and, dats
re-calibration (Calibration Expiry Date).

(b) all gauges/recorders are calibrated by a qualified testing laborxqtofy against a dead
weight tester traceable to a national standard.

(c) all gauges used for pressure testing shall have a range syjtable for the test
pressure (1.2 to 4 times the test pressure) and pressure gadgesfrecorders
accompanied by a copy of the latest calibration recerd.

(d) pressure gauges/recorders shall be calibrated at Istervalg’not exceeding 12
months.

(e) records of pressure gauge/recorde

The QCI shall:

(a) examine the equipment, Rrior to the\test, for visible damage and calibration status,
and verify that the gauge is\Qf suitable range for the test.

ar’ maintained.

(b) return all test equipm CM upon completion of testing and identify any
equipment that resxecalibration or repair.



Dobson Oilfidd Services

Revision 0 May 19, 2007 Section 15 Page 1 of 5

SECTION 15 PRESSURE TESTS

15.1 This section describes the system for ensuring that all pressure testing, including
hydrostatic, pneumatic, service and sensitive leak tests are completed in accordance
with the design specifications and Code service category requirements.

15.2 Written Procedures

All pressure tests shall be performed in accordance with a writteprtest prose

which meets with Code and job specifications. Pressure testsmust be pexormed
before the pipe is buried or insulated.

Note: In view of the hazard involved, pneumatic testing is%z

hydrostatic test is not practical. Pneumatic test proposalsXqust & accepted by the
Owner and ABSA Safety Codes Officer prior to thatest. Pn atic test
procedures must contain information specified-iq Exhipit Ngr 15.1. Sensitive leak

tests must meet requirements of ASME Serti 10.
15.3 QCM's Duties

The QCM is responsible for the impfem tion and control of this section. His duties
include the following:

(a) preparing the written testRrocedurexfor all pressure tests.

(b) ensuring that the test proce
to the test.

e is accepted by the Owner's representative prior

rior to the initial test. After acceptance by the ABSA Safety Codes
hen hydrostatic testing is not practical, all pneumatic tests within the

(e) )distribute the test procedure to site personnel.

ensuring two calibrated gauges are used for each test. Note: A chart recorder
may be used in place of one gauge.
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15.4 The QCI's Duties Include:

(&) notifying the Owner's Inspector, reasonably in advance of any pressure test.

(b) witnessing all pressure tests and verifying that the tests were performed in
accordance with the approved procedures and job specifications.

(c) examining the system prior to the test and after completion using« sure
Test Examination Guide, (Exhibit 15.2).
(d) highlighting on the construction, repair or alteration drawing@j Qr'tested.
APPLICABLE DOCUMENTS/FORMS \>/

e Guidelines for the Preparation of Pneumatic Testdure, Exhibit 15.1
e Pressure Test Examination Guide, Exhibjt
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EXHIBIT 15.1 GUIDELINESFOR THE PREPARATION OF PNEUMATIC TESTING
PROCEDURE

Due to the large energy storage in compressed gas and hence the potential hazard of a
sudden release of this energy, pneumatic testing should be avoided if at all pg&sible.

The testing procedure must to be submitted to the ABSA Safety Codes Officer ¥Qr
acceptance before any testing can be carried out. For piping systems lg8s than oxequél to
0.5 m3 and 2172 kPa design pressure further tests may be conducted Ut{izi
standard procedure providing the test is within the same scope as the staidard procedure
and concurrence of the Owner is obtained prior to the test.

The testing procedure must be accompanied by detailed justificatw standard

hydrostatic test is not feasible.

In addition to strict adherence to the respective Code géctions (eg. XASME Section VI, Div. |,
paragraph UG100, ASME B31.3, paragraph 345.5 or|lASME B31.1 paragraph 137.5), the
testing procedure should contain, as a minim lowing information:

(1) Lists of all personnel within the testing d designated personnel in charge of
testing

(2) Test boundaries of the pressure gystem with\specified maximum pressure x volume
(PV) limits, including listings of piping and/or equipment to be included in the test.

precautions undertaken including removal of

(3) Test site preparations and relat
i est site, etc.

unauthorized personnel, |

(4) Test media, pressyre soyrceand pressure and temperature ranges of testing.

Valves which must be sized to handle the maximum
to avoid excessive testing pressure.

(5)  Provision of Pressure Reliey
output of the pressuxe sourge

(6) Material specification involved in the test. For materials whose resistance to brittle
fracture at\ow temperature has not been enhanced, test temperature above 60°F

(16°C) idered in reducing the risk of brittle fracture during pneumatic
testing
(7) < Exposure Il joints including weld joints, threaded/flanged connections, etc. All

Id heat treatment shall be completed.

Shquld a piping system be tested, all equipment and pressure vessels shall be
disgbnnected from the piping or isolated by blinds or other means.

(8) Method of testing with details of pressure steps, holding time inspection methods, etc.

(9) Precautions taken to prevent gas expansion temperature drop and thermal stresses
due to temperature gradients.

(20) Reference should be made to the Canadian Registration Numbers (CRN) of the
system/vessels to be tested.
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EXHIBIT 15.2 PRESSURE TEST EXAMINATION GUIDE

PRESSURE TEST EXAMINATION GUIDE

JOB NO.:

(NSP.

PRESSURE TEST PREPARATION

1. All punch list items corrected. \
AN

\/ 7
2. Test blinds correct thickness. (_\

3. Allitems which could be damaged by test?at aved (control valves,
t et

safety valves, instruments, expansion join c.)

7/

4. Equipment with internals (ie. filters) tt%bc\ould be damaged, isolated as required.

5. Vents and drains corredtly installgd.

N

6. Open and Clgsed position of all valves verified.

—y

7. S@ place - bellows.

\Q Hang¥r stops in place.

o/

PRESSURE TEST COMPLETION
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PRESSURE TEST EXAMINATION GUIDE

JOB NO.:

Q.C. INSP.

PRESSURE TEST PREPARATION

All temporary blinds (blanks) removed. /

1.
NP%
2. Temporary gaskets changed for correct gaskets. \
N
3.  Temporary supports removed. /_\
U

4.  Shipping bars removed from bellows. O
5.  Spring hanger stops removed - cold s\etting che efl.
6. Pressure relief valves - “UV” or “V&symbol and correct set pressure and capacity

installed. y
7. Pressure reli?/mv\a vents rrect size - adequately supported - drain holes

and or weather hoods installed.

\_/

8. sScre Ss) for pyyps and compressors installed (initial start-up and permanent

K .

D)

Q. C. Inspector Signature: Date:
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SECTION 16 RECORD RETENTION

16.1 This section describes the records that will be maintained in accordance with Code
and contract requirements.

16.2 The QCM will ensure that the following records are maintained in the jop dentified
by job number, for a minimum of five years.

(a) Design specifications
(b) Drawings

(c) Pressure piping data reports and declaration forms

(d) Material test reports \/
(e) NDE reports

(f) Physical test reports

(g) Radiographic film and interpretati

(h) Heat treatment records

() Nonconformity reports

() Weld identification drayings en required) and Welders/Machine Welding
Operator Log

Copies of Welders/Machine Welding Operators performance qualification cards
(q) Pressure Piping Examination and Inspection Sheet
(n Pressure Test Examination Guide
(s) Contract Review Form

16.3 The QCI will maintain a file of all applicable documents at the site and forward them to
the QCM upon completion of the job.
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Revision 0

SECTION 17 APPENDIX A

17.1 PNEUMATIC TESTING FLOW CHART

Is Hydrostatic Testing
Possible?

Does Owner Accept
Pneumatic Test Method?

Yes

Is Aggregate System \

Volume = < 0.5m3 and Test

Conduct Hydrostatic
Test

Yes >

N
N

Investigate “ Alternative
Leak Test” Method

Submit Specific
Pneumatic Test Procedure to
No ABSA Design Survey

Pressure
=< 2069 kPa (300 psig)?

Has Standard Pneumatic
Test Procedure Been
Accepted By ABSA Design
Survey?

Procedure Accepted

Submit Standard Pneumatic
Test Procedure to ABSA
Design Survey

)

Procedure Accepted

I ‘

No

Following Accepted Procedures —Conduct Pneumatic Test
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17.2 SAMPLE - STANDARD PNEUMATIC TEST PROCEDURE FOR ASME B31.3 PIPING
SYSTEMS

PLEASE NOTE THAT THIS SAMPLE PROCEDURE SHOULD ONLY BE USED FOR
GUIDANCE IN PREPARING AN ACTUAL TEST PROCEDURE, WHICH MUST TAKE INTO
CONSIDERATION ALL POTENTIAL HAZARDS RELATED TO THE SPECIE

PNEUMATIC TEST.

1.0 GENERAL

1.1 All Pneumatic testing of process piping shall be in accordance with AGME B31.3.

1.2 This standard procedure shall have been accepted by ABSAXefore pnedmatic testing
commences. If the volume of the piping system is greater than 85 cybic metres (18
cubic feet) or if the pneumatic test pressure exceeds 2I¥2 kPa (31%"psig), then a job
specific pneumatic test procedure shall be submi to ARSA and their acceptance

obtained prior to the test.

2.0
2.1 yshall be limited to piping systems
ange class of 150 or greater. The maximum
2.2 der test shall be limited to that contained in
test an 8 NPS schedule 80 pipe system with a design
e volume of 8 NPS schedule 80 pipe, the maximum length of
piping tihat may ke tested under this standard procedure is 56.76 feet.
3.0 BASIS
3.1 ure shall be 110 percent of design pressure.
32 A re relief device shall be provided, having a set pressure not higher than

1109% of the test pressure. The pressure relief device shall be sized to relieve the
maxjmum output of the pressure source to prevent excessive testing pressure.

3.3 Test manifold(s) and temporary test piping shall have been designed for a pressure not
less than the pressure relief device set pressure and shall have been hydrostatically
tested in accordance with ASME B31.3.

3.4 Particular care must be taken to minimize the chance of brittle failure during a
pneumatic leak test. The metal temperature shall be maintained at a minimum of 17
degrees C (30 degrees F) above the minimum design metal temperature for the piping.
(See ASME B31.3 paragraph 345.5.1 and figure 323.2.2A)
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4.0 TESTING PROCEDURE

4.1 Prior to the test, a pneumatic test procedure, and pressure test report will be prepared
by the QCM.

4.2 Testing - The medium for all pneumatic testing will be air or nitrogen.

l‘(

hen tesing

testing nitrogen filled systems.

a) All personnel not directly involved with the pneumatic test shall be syvacyated from
the area. No unauthorized personnel shall be allowed wiWr S (50 feet) of
the test area. Rope or ribbon barriers shall be used to keep persgphel from entering
the area. No personnel shall be allowed within the barriers™uring
pressurization.

e a small hole for leak testing.
and hold for at least 10

b) Wrap all flanged connections with masking tap
c) Carefully pressurize the system to 172 kP3
minutes, so that the system can sta'
d) Soap test all welds, flanges, threads angother possible leak sources. Mark all leaks
for repair.

e) Depressurize carefully and r¢pair all leéqks found. Repeat the leak test (steps c to e)
until the system is gas tight at'3/2 kPa (25 psig).

50 psig) and thereafter in increments of 345 kPa
re is reached. The pressure shall be increased
ough time for the pressurized piping system to

f) Increase the pressure to34
(50 psig) until theAgStypres
gradually in stepg A\ng
equalize strains.

pressures and the time shall be logged at each step.
of two calibrated pressure gauges shall be used to monitor the pressure.

| test pressure.

i) IfJaleak is detected at any time; the leak is to be marked, the system safely
epressurized, the leak repaired and the test begun again (step c).

j) Once the required test pressure is reached, the pressure is to be held for a minimum
of 10 minutes.

k) The pressure shall be slowly reduced to design pressure and the system tested for
leaks (step e). If no leaks are detected the test is successfully completed.

4.3 Depressurizing - The system will be slowly and safely depressurized.

4.4 After Testing - The QCI and the Owner’s Inspector will sign the test report stating that
they have witnessed and accepted the test.



