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1.0             STATEMENT OF AUTHORITY AND POLICY 

1.1     Industrial Heat Transfer pledges to produce "U" stamp 

        pressure vessels in accordance with Section VIII, Division 1

        of the ASME Boiler and Pressure Vessel Code and pledges to

        repair and alter these objects in accordance with the National

        Board Inspection Code, applicable sections of the ASME Code

        and Jurisdictional requirements. 

1.2     This Quality Assurance Program authorizes the establishment 

        of the ASME Quality Control Program which assures that

        components produced, repaired, or altered by Industrial Heat

        Transfer, Inc.  will meet requirements of Section VIII,

        Division 1 of the ASME Code and the National Board Inspection

        Code and other Jurisdictional requirements as applicable. 

1.3     The Manager of ASME Quality Assurance for Industrial Heat

        Transfer is delegated the overall authority and responsibility

        for the, development and implementation of the IHT ASME

        Quality Control Program at the IHT plant in Coon Valley, WI.

        The Manager of ASME Quality Assurance has the authority to

        suspend performance of a function which is not in compliance

        with the ASME Quality Control Program until corrective action

        is taken.  The Manager of ASME Quality Assurance will not be

        overruled in enforcement of this ASME Quality Control Program

        by any other manager or department head except by the

        President of Industrial Heat Transfer provided the Q.C.

        Manual, applicable Codes and Jurisdictional rules are not

        compromised.  The Manager of ASME Quality Assurance for IHT

        will also be responsible for the everyday enforcement of the

        program, and have the authority to stop manufacturing whenever

        a discrepancy from this quality control program occurs.

        Additional or more restrictive requirements may be applied to

        a component provided they do not negate or degrade the quality

        levels specified by this manual.  Any IHT employee may suggest 

        changes to the ASME Quality Control Manual and present these

        to the Manager of ASME Quality Assurance.  The Manager of ASME 

        Assurance also has the organizational freedom to identify ASME

        Quality Control problems and to initiate, recommend, and

        provide solutions.

1.4     The ASME Quality Control Systems contained within this manual

        represent the policy of Industrial Heat Transfer, Inc. and as 

        such require strict compliance by all employees.  The specific 

        responsibilities of all personnel are described in this

        manual. 

                         _____________________      1/31/1997   






President





Industrial Heat Transfer
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________________________________________|______________________________

AI              - Authorized Inspector is a 3rd party inspector with a

                  current National Board Commission Card for "R" Stamp

                  work. In addition either the "A" or "B" endorsement 

                  is required for "U" stamp work. 

BPQ             - Brazer/brazing Operator Performance Qualification 

BPS             - Brazing Procedure Specification 

code            - Small c (code) represents IHT internal documents 

CODE            - Capital C (Code) ASME Boiler & Pressure Vessel Code, 

                  NBIC,Jurisdictional Rules

COS             - Call Out Sheet 

DESIGN          - Engineering calculations showing compliance with 

CALCULATIONS      applicable code requirements 

FIELD ACTIVITY  - Work related to National Board "R" Stamp program 

IHT             - Industrial Heat Transfer, Inc. 

MATERIAL        - All ferrous and non-ferrous materials used in 

                  construction.  Also included are all fasteners. 

NDE             - Non destructive Examination

ORDER NO.       - One of several order numbers used to track a unit 

                  through fabrication.  These include "Stock Run", 

                  "Manufacturing Order (MO)", or "Sales Order (SO). 

                  (Manufacturing process number.) 

PQR             - Procedure Qualification Record 

PT              -  Liquid Penetrant Examination

Q.A.            - ASME Quality Assurance 

Q.C. INSPECTOR  - Shop or Field Q.C. Inspector 

SES             - Standard Engineering Specification.                  

SUBMITTAL       - Drawings suitable for review by the AI that show all 

DRAWINGS          information necessary to ascertain compliance with

                  the applicable code. 

WPQ             - Welder Performance Qualification Record 

WPS             - Welding Procedure Specification
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THE MANAGERS MAY DELEGATE ACTUAL WORK BEING PERFORMED TO OTHER QUALIFIED

  PERSONNEL, BUT RETAINS ULTIMATE RESPONSIBILITY FOR ALL WORK DONE.
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 4.0    PURPOSE 

        This section describes and establishes the responsibilities 

        for Code Quality Control. 

 4.1    GENERAL 

        The Manager of ASME Quality Assurance is responsible for: 

 4.1.1  Revision, distribution, and control of the ASME Quality 

        Control Manual. 

 4.1.2  Obtaining Authorized Inspector acceptance prior to 

        inclusion or implementation of proposed revisions. 

 4.1.3  Providing a current controlled copy of the Manual to the

        Authorized Inspector for use. 

 4.1.4  Performance of required inspections, examinations and 

        tests, signifying completion of same and acceptance of 

        production functions.

 4.1.5  Receiving, in process and assembly inspection. 

 4.1.6  Ensuring that measuring and test equipment is calibrated. 

 4.1.7  Resolution of nonconformities. 

 4.1.8  Certification of ASME Manufactures' Data Reports. 

 4.1.9  Ensuring that Code Edition and Addenda are reviewed and

        required changes are implemented prior to the mandatory

        effective implementation date.

 4.2    DISTRIBUTION AND CONTROL OF MANUALS 

 4.2.1  The Manager of ASME Quality Assurance will distribute the 

        Controlled Manuals to IHT personnel who need to reference 

        it to insure Company compliance with the program. Copies 

        will also be given to key managers and other parties that 

        make a valid written request for one. 

 4.2.2  Non-Controlled Manuals will be issued in special cases to 

        customers and other individuals who are not directly 

        involved with the implementation of the program.

        Non-controlled manuals will be current on the date of issue

        and will not be updated with future revisions.
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4.2.3   Each Controlled Manual will be numbered and inscribed with 

        the name of the person to whom it is assigned and the date 

        assigned.  This information will be recorded on Form IHT018

        "Distribution Record - Controlled Manuals (Appendix 16.1) 

4.2.4   Each Non-Controlled Manual will be numbered, and the

        Manual Number, name and address of the assignee, and the 

        date assigned will be recorded on Form IHT018A "Distribution

        Record - Non-Controlled Manuals". (Appendix 16.2) 

4.2.5   Revisions to this manual shall be made by sections which are

        reissued with a revised "Table of Contents Page", except for

        exhibits, which shall be done individually along with a

        revised "Sample Forms Index Page" and a "Table of Contents

        Page." Revisions to paragraphs in a Section will be noted by

        an asterisk in the left hand margin.

4.2.6   The heading on the "Table of Contents" pages will be

        identified with a revision letter and date and it will

        list each of the sections by number, title, revision

        letter and issue date.  This will identify the revision

        level of any manual (for example, "Table of Contents",

        dated and provide for the comparison of the revision

        level of any procedure with the revision level listed

        on the "Table of Contents" for assurance that the correct

        procedure revision level is used. 

4.2.7   The Manager of ASME Quality Assurance will indicate approval

        and the Authorized Inspector shall indicate acceptance of the

        Manual revision by signing and dating the Table of Contents

        page. 
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5.0     PURPOSE 

        This section establishes Engineering Drawing, Design

        Calculation and Specification control. 

5.1     GENERAL 

        The Manager of Engineering is responsible for:

5.1.1   The functions of the Engineering Department. 

5.1.2   The preparation and control of Standard Engineering

        Specifications and instructions including revisions. 

5.1.3   Control and custody of Code Stamps. 

5.1.4   Assigning National Board Numbers in sequence, without skips

        or gaps and maintaining a National Board Numbers Log (Appendix

        16.27) of issuance by date, and date mailed to National Board,

        type of vessel, and vessel serial number. 

5.2     DESIGN CONTROL FOR SALES ORDERS 

        The Design Supervisor is responsible for:   

5.2.1   Reviewing sales order requirements and preparing and

*       checking all required drawings including production drawings 

        submitted for A.I. review and hand distribution to

        production.

5.2.2   Obtaining Engineering review of Code sales orders by 

        sending to Engineering page 2 of the IHT order

        write-up sheet. The sheet will have the ASME Code 

        notes filled out. (Appendix 16.3)

5.2.3   Drawings shall identify the designer that prepared

*       the drawing and the date and the designer that

        checked the drawing for accuracy and the date. The

        design checker shall not be the same person that

        prepared the original drawing. 

5.2.4   Verifying that drawings and documents issued for production 

*       and drawings and documents submitted to the A.I. for review

        are in agreement. 
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        The Engineer assigned to the product is responsible for: 

5.2.5   Providing input to the Design on Code requirements for

        design features. 

5.2.6   Preparing and approving by signature and date the design

*       calculations, drawings submitted for A.I. review, and cover

        letter.  (Appendix 16.23) All ASME pressure vessel related

        drawings shall be stamped with the ASME production stamp. 

5.2.7   Informing Design upon receipt of the AI acceptance

*       of the design and calculations.

5.2.8   Reviewing Code changes for required design changes. 

5.2.9   When computer programs are utilized in the generation of ASME

*       Code design calculations the Manager of Engineering shall

        insure the correct data is input and verify with hand

        calculations the output is correct.  Verification shall be

        done the first time a computer program is used for a specific

        calculation and when ever a change is made to the Code, or

        when the computer program is revised.  The Code Edition and

        Addenda shall be reviewed by the Manager of Engineering to

        determine if the computer programs or, and standard design

        calculations on file have been affected.  The Manager of

        Engineering shall maintain a record of these reviews. 

5.2.10  The Standard Engineering Specifications are reviewed for

        changes to Code Edition and Addenda. The revisions are made

        prior to the mandatory effective implementation date. 

5.3     Engineering Requirements 

5.3.1   The Engineer responsible for preparing design calculations and

*       drawings will sign and date them.  The name of the engineer

        responsible for drawings submitted for AI review and the

        date of approval will be shown on a cover letter which

        accompanies each submittal package.

  Drawing(s), or documents submitted for AI review must also

        include dimensional requirements, weld/braze joint

        configuration and/or joint category, material specifications,

        design pressures and temperatures, test pressures pressures

        and ASME nameplate information, Code year and Addenda, and

        required NDE and heat treatment requirements. 

        The ASME data report and nameplate information must be 

        submitted to the AI as part of the submittal package. 
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5.3.2   The drawings, documents and design calculations are 

*       presented by the Engineer to the AI for review and

        acceptance.  The Engineer is responsible for obtaining AI

        acceptance of the design prior to starting any fabrication,

        welding or brazing.

5.3.3   Upon review and acceptance, the AI signifies acceptance of 

*       design by signing, dating and returning the cover letter to

        the oringinator.

5.3.4   The responsible Engineer maintains a file of documents and

*       drawings submitted and related revisions. 

5.4     Coordination with the Authorized Inspector 

5.4.1   When AI acceptance has been obtained, the Engineer will

*       inform the Design Department by sending a letter to the

        Design Supervisor. 

5.5     Customer Supplied Information: 

5.5.1   Drawings, calculations, and other documentation supplied 

        by a customer may be used after it has been reviewed and

        approved in the same manner as internally generated documents. 

5.6     FIELD ACTIVITIES 

5.6.1   Should a field activity occur, there will be no deviation

        in the requirements established in this section except that

        the production package, or a specifically produced package

        covering just the field portion of the project, shall be

        distributed to the Field Coordinator using a cover letter. 

5.7     MATERIAL REQUIREMENTS 

5.7.1   The Manager of Engineering will have drawings or documents

        prepared which will list the materials required for the

        standard product or special sales order. 

5.7.2   The Manager of Engineering is responsible for the preparation

        of the IHT Item Master File Maintenance Sheet (Appendix 16.7)

        for stocked material, and to advise the need for special

        requirements except for welding and brazing materials (See

        9.3).
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5.7.3   IHT Item Master File Maintenance Sheet and Purchase

*       Requisitions (Appendix 16.6) will list the acceptable ASME

        material, specification, and additional IHT material

        requirements, required material test reports or certificates

        of compliance as specified, and all additional requirements

        such as heat treatment, charpy impact tests, etc.

5.8     STANDARD ENGINEERING SPECIFICATIONS

5.8.1   Standard Engineering Specifications (SES's) are used to

        provide supplemental information that is impractical to

        include on drawings.  SES's are approved by the Manager of

        Engineering, and made available to the AI.
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6.0     PURPOSE 

        This section establishes the duties and responsibilities for 

        Material Control. 

6.1     GENERAL 

6.1.1   The V.P Purchasing is responsible for the functions of the

        Purchasing Department. 

6.1.2   The Manager of Engineering is responsible for establishing the

        material requirements.  The Manager of Manufacturing is

        responsible for establishing material requirements for welding

        and brazing metals. 

6.1.3   The V.P.  Purchasing is responsible for obtaining the 

        required Material Test Reports and Certificates of 

        Compliance. 

6.1.4.  The Manager of ASME Quality Assurance is responsible for all

        aspects of receiving inspection.

6.1.5   The Stock room person is responsible for the receipt,

        of Code material and Code filler metals. 

6.1.6   The General Foreman is responsible for the control of Code

        material and Code filler metals after they have been released

        from Stores. 

6.1.7   The Manager of ASME Quality Assurance is responsible for

        marking acceptable material with the assigned identification

        number in a manner acceptable to the Authorized Inspector. 

6.1.8   The General Foreman is responsible for maintaining the

        identity marking on the material after the initial marking by

        the ASME Quality Assurance Department. 

6.1.9   The Manager of ASME Quality Assurance is responsible for

        verification of the identity marking to insure that proper

        material is being used as specified on the drawings.

6.2     RESPONSIBILITIES AND DUTIES OF PURCHASING DEPARTMENT 

6.2.1   The V.P.Purchasing is responsible for issuing Purchase Orders,

        (Appendix 16.5) which will specify the exact requirements

        called out by the Purchase Requisition, (Appendix 16.6),

        prepared by the Engineer for special purchase materials and

        the Item Master File Maintenance Sheet (Form IHT019 Appendix

        16.7) for stock materials. 
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6.2.2   Purchase Orders will make reference to drawings and/or part

        numbers as indicated on the purchase requisitions.  Purchase

        orders for special purchased materials may also reference the

        sales order number(s) for which the material is ordered. 

6.2.3   Each Purchase Order is reviewed and approved for correctness

        signed by the V.P. Purchasing. 

6.2.4   A copy of all purchase orders for Code materials shall be

        sent to the Q.C. Inspector for use during receiving. 

6.3     Receiving Inspection 

6.3.1   All purchased material and filler metals will be processed

        through Receiving Inspection. 

6.3.2   Receiving Inspection of incoming stock and special purchase

        material will be in accordance with appropriate Engineering

        drawings, specifications, and purchase orders as applicable and

        will include verification of the manufacturer's identity marking

        as traceable to manufacturer's Mill Test Report or Certification

        of Compliance where applicable.  Nonconformities will be handled

        per Section 8.

6.3.3   All material and items that are accepted by Receiving

        Inspection may be placed in the warehouse active storage

        areas.  Those on hold or rejected shall be tagged.  See par.

        6.5 Where traceability is required on plate, sheet, pipe, etc.

        the appropriate IHT , identity number shall be marked.

6.4     MATERIAL TEST REPORTS AND CERTIFICATES OF COMPLIANCE 

6.4.1   Purchase Orders issued to the Material Supplier or

        Manufacturer will state the material documentation

        required. 

6.4.2   As the material documentation is received, the Manager of ASME

        Quality Assurance is responsible for review to insure

        compliance of the material to the requirements of the Material

        Specification and the Purchase Order.  Acceptance is indicated

        by initialing and dating, the material certifications and

        sending a copy of the Receiving Inspection Report to receiving

        inspection. (Appendix 16.11) 

6.4.3   All material documentation will contain the applicable

        IHT Purchase Order Number. 

6.4.4   The Manager of ASME Quality Assurance will make available

        copies of purchase orders, receiving inspection documentation

        and material test reports to the Authorized Inspector for

        review upon request.
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6.5     STORAGE AND CONTROL 

6.5.1   After Receiving Inspection has been performed and the material

        or filler metal has been found to conform to the Purchase

        Order and all required documentation has been received, the

        material or filler metal will be placed in storage at IHT.

        Material not acceptable shall not be put into storage and

        shall be tagged with a "Hold for Inspection tag" (appendix

        16.8) or "Reject-Repair Tag".(Appendix 16.9).

        Traceability to the original required marking recorded on the

        receiving inspection report is required on plate, pipe, sheet,

        bar, etc.  The appropriate I.H.T.  alphanumeric identity

        number shall be marked on the item.  Other product forms, such

        as tubing, shall be identified in such a way to ensure

        traceability to the Material Specifications, grade, type and

        purchase order.  The IHT identity system is a sequential

        alphanumeric marking.  The numbers are assigned by the Q.C.

        Inspector and recorded, along with the purchase order number

        and description.  (Appendix 16.4) Material certification

        approval is noted when received. 

6.5.2   Acceptable Code material and Code filler metals will be

        segregated from non-conforming material and filler metals.

        Non-conforming material and filler metals will be identified

        with a Hold for Inspection Tag, (Appendix 16.8), or will be

        marked with the same information contained on the tag until

        disposition can be made per Section 8.

6.5.3   Only acceptable Code material and Code filler metals will

        be used for fabrication. 

6.5.4   Code Material and Code filler metals will be released from

        Stores based on the Engineering drawing and the stock

        requisition.  No substitution of materials called for on 

        the Engineering drawing shall be allowed without Manager of

        Engineering authorization, reference 8.7. 

6.6     IDENTIFICATION OF MATERIALS 

6.6.1   The Industrial Heat Transfer identification number is

        traceable to original required marking and shall be marked

        on all materials when required.  Material markings shall be

        transferred to all material prior to cutting except for waste

        material.  Material may be marked after cutting provided only

        one heat or lot is at the location.  The parts must be marked

        before leaving that operation. 
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6.6.2   Material identity numbers shall remain on the parts until

        welding or brazing is completed to the vessel and the material

        identification numbers are recorded on the material inspection

        list (Appendix 16.22).  On small parts the identification

        number may be placed on the bin or container.  The number

        shall be transferred to the material inspection sheet after

        welding or brazing. 

6.7     FIELD ACTIVITIES 

6.7.1   All materials for field fabrications shall be purchased as

        described in this section and shall be received at the shop

        facility. The materials shall be transferred to the field only

        after being found acceptable by the Manager of ASME Quality

        Assurance. Manager of ASME Quality Assurance shall provide the

        Field Coordinator with copies of all approved material

        documentation for coordination of field activities. Upon

        receipt at the field site, the Field Quality Control Inspector

        shall reinspect all material or parts for damage and to ensure

        that proper identification has remained in place. This

        subsequent receiving inspection shall be documented on the

        Receiving Inspection Report Form and placed in the sales order

        file. (Appendix 16.11)
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7.0     PURPOSE: 

        Define the sequence of operations and inspections in the 

        manufacturing process from order receipt through final

        inspection. 

7.1     DOCUMENTATION PREPARATION: 

7.1.1   The Sales Department reviews and enters the sales orders, and

        indicates acceptance by forwarding it to Design Engineering.

7.1.2   The Manager of ASME Quality Assurance is responsible for

        creating and maintaining the in shop traveler which documents

        fabrication testing,and materials.  The Shop Traveler

        (Appendix 16.20) and, as appropriate, the Weld/Braze Traveler

        (Appendix 16.21), is presented to the AI for assignment of

        hold points prior to fabrication.

7.2     INSPECTION 

        Q.C. Inspection Department 

7.2.1   The Q.C.  Inspector will conduct surveillance of all

        operations where Code material is being cut and machined to

        assure that parts meet applicable drawings and specifications

        and that the required markings are being properly transferred

        to all cut parts. 

7.2.2   Assembly & Final Inspection 

7.2.3.  Assembly and final inspection is to assure that all applicable

        Engineering drawings and specifications have been adhered to. 

7.3     INSPECTION AND TEST PROCEDURES (OTHER THAN NDE)  

7.3.1   The Manager of Engineering is responsible for establishing the

        testing specifications.  Requirements will be included in

        applicable Engineering drawings, shop traveler or

        specifications.

7.3.2   The General Foreman is responsible for assigning test

        personnel. 

7.3.3   Pressure testing will be witnessed by the Q.C. Inspector and

        Authorized Inspector. 
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7.3.4   Indicating pressure gages used in hydro and pneumatic

        testing shall preferably have a dial graduated over a range of

        double the intended maximum test pressure but in no case shall

        the range be less than 1-1/2 times  nor more than 4 times the

        test pressure. 

7.3.5   For pneumatic testing the metal temperature shall be 30 deg.F

        above the minimum design metal temperature. It is recommended

        that hydrostatic testing be done at a metal temperature 30

        deg. F above the minimum design metal temperature unless a

        lower temperature is specified by the engineer. 

7.3.6   Final test results will be recorded on an IHT Test 

        Record Form (Appendix 16.12) and maintained in the sales

        order files.

7.4     NAMEPLATE CONTROL AND FINAL DOCUMENTATION 

7.4.1   The Manager of Engineering is responsible for checking

        nameplate (Appendix 16.25)information against information on

        the Manufacturer's Data Report, affixing the Code Symbol Stamp

        to the vessel nameplate, and for releasing the nameplate to

        quality assurance for attachment to the unit prior to or after

        hydrostatic of pneumatic tests.  If the nameplate is attached

        prior to testing all final fabrication must have been

        completed.  In the event the vessel fails the testing the

        nameplate may be removed at the option of the AI.  The Code

        stamped nameplate shall not be applied to the vessel without

        the concurrence of the AI.

7.4.2   The Manager of Engineering is responsible for preparing and

        signing the Manufacturer's Data Reports.  The original will be

        submitted to the Authorized Inspector for his signature.

7.5     FIELD ACTIVITIES   

7.5.1   Field activities shall be controlled fully as described

        in this section, except that the Field Coordinator will be

        coordinating the review and acceptance of the various

        documentation with the Authorized Inspector in the field and the

        Field Quality Control Inspector shall carry out all quality

        control functions. 
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8.0     GENERAL 

8.1     The Manager of ASME Quality Assurance is responsible for

        identifying and controlling nonconforming materials and 

        items and for assuring that the required documentation is

        prepared. 

8.1.1   The Manager of ASME Quality Assurance is responsible for seeing

        that all nonconformities are resolved and that proper

        disposition by authorized personnel is made. 

8.1.2   The Manager of ASME Quality Assurance is responsible for

        assuring that conditions adverse to quality such as failures,

        malfunctions, deficiencies, deviations, defective material and

        equipment and discrepancies are identified and reported to the

        supplier personnel responsible for corrective action.

8.2     DEFINITION OF NONCONFORMITIES 

8.2.1   A Nonconformity is any condition which does not comply with

        the applicable rules of the Code, QC Manual, or other

        specified requirements.  Nonconformities must be corrected

        before the completed component can be considered to comply.

8.2.2   Nonconformities fall into two basic categories: 

8.2.2.1 Material and Filler Metal Nonconformities:  Vendor errors

        pertaining to purchased materials found at Receiving

        Inspection or during fabrication or final testing.

8.2.2.1 In-process Nonconformities:  IHT errors found during 

        fabrication or final testing. 

8.3     DOCUMENTATION 

8.3.1.  Material nonconformities will be recorded on a

        Manufacture/Purchase Rider, Form IHT017 (Appendix 16.13). 

8.3.2   In-process nonconformities will be recorded on a

        Manufacture/Purchase Rider, Form IHT017 (Appendix 16.13). 
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8.4     IDENTIFICATION 

8.4.1.  Nonconforming materials or items to be held for disposition

        will be identified with a Hold for Inspection Tag, (Appendix

        16.8) or will be marked with the same information shown on the

        tag.

8.4.2.  Nonconforming materials or items for which immediate

        disposition can be made will be identified with a Reject-

        Repair Tag or will be marked with the same information

        shown on the tag (Appendix 16.9).

8.4.3   The related Manufacture/Purchase Rider number will be recorded

        on the Hold for Inspection Tag, Reject- Repair Tag, or on the

        material or item if tagging is not used. 

8.5     CONTROL 

8.5.1   Nonconforming material or items to be held for disposition

        will be stored and controlled in a manner to prevent their use 

        in Production.

8.5.2   The Hold for Inspection Tag or other marking will remain

        on the material or item until corrective action has been made. 

8.5.3   Reject-Repair Tags on items to be repaired will not be

        removed until the item has been reinspected and found

        acceptable by the Manager of ASME Quality Assurance. 

8.5.4.  Once a nonconformity has been cleared the Reject/Repair tag

        shall be removed. Q.C. Inspectors and other ASME Quality

        Assurance staff are the only persons authorized to remove

        tags.

8.5.5.  Items to be scrapped or returned to vendors will be tagged

        with a Reject-Repair Tag marked "Scrap" or "Return to

        Vendor".  AI concurrence is not required but a copy of the

        manufacture/purchase rider will be made available for review.

8.6     DISPOSITION & AUTHORIZATION 

8.6.1   Allowable dispositions for both material and in-process

        nonconformities and the authorization required for each

        disposition are: 

8.6.1.1 "Scrap or Return to Vendor":  The Manager of Quality

        Assurance or his representative may authorize. 
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8.6.1.2 "Use-as-is":The Manager of ASME Quality Assurance will

        authorize acceptance of in-process non conformities with the

        involvement of The AI, and Engineering or Manufacturing as

        required.

8.6.1.3 "Rework" The Manager of ASME Quality Assurance will authorize

        the rework of in-process nonconformities.  Quality Assurance

        will involve The AI, and Engineering or Manufacturing as

        required for disposition of rework. 

8.7     DRAWING DEVIATIONS 

8.7.1   In the event that deviations from the drawings are allowed or

        are required to correct a nonconformity, Engineering will use

        the Manufacture / Purchase Rider Form listing any changes. The

        Manufacture/Purchase Rider Form shall be incorporated into an

        "as built" drawing. The "as built" drawing number and revision

        level shall include the Manufacture/Purchase Rider Number.

8.8     RECORDS 

8.8.1   Copies of all nonconformity documentation will be maintained

        in the ASME Quality Assurance files and available to the AI

        for review. 
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9.0     PURPOSE 

        This section establishes the manner in which the welding and

        brazing will be controlled. 

9.1     GENERAL 

9.1.1   The Manager of Manufacturing is responsible to insure that

*       specific welding and brazing conforms to the requirements 

        referenced on the drawings and procedures. 

9.1.2   The Manager of Manufacturing is responsible for defining

        technical requirements related to the purchase of welding and

        brazing materials. 

9.1.3   The Manager of Manufacturing is responsible for storing of 

*       welding and brazing materials.

9.1.4   The Manager of Manufacturing is responsible for issuance and

        return of welding or brazing materials, control of weld or

        braze procedure specifications, and welding or brazing repair

        procedures. (Appendix 16.15 and 16.16) used in conjunction with

        the Manufacture/purchase rider. 

9.2     FILLER METALS PURCHASE 

9.2.1   The Manager of Manufacturing is responsible for preparing the

        original Item Master File Maintenance sheet for welding /

        brazing materials for each type and size of filler metal

        maintained in the stocking program.  The Manager of

        Manufacturing is responsible for preparing Purchase

        Requisitions for filler metals. 

9.2.2   Each Purchase Order for filler metal shall state:  "Must

        conform to ASME Boiler and Pressure Vessel Code Section II,

        Material Specifications Part C - Welding Rods, Electrodes and

        Filler Metals".  The Purchase Order shall also state the ASME

        Specification (SFA Number) and AWS classification and any

        additional requirements of the applicable Code Sections. 

9.3     FILLER METAL STORAGE AND CONTROL 

9.3.1   Filler metals shall be stored according to type. 

9.3.2   Filler metals will be stored according to manufacturer's

        recommendations.  If low hydrogen type coated electrode

        containers are opened, the electrodes shall be placed in a

        holding oven, and maintained at a temperature specified by the

        manufacturer. 
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9.3.3   The control, issuance, and return of filler metals is the

        responsibility of the Manager of Manufacturing. 

9.4     WELDING AND BRAZING PROCEDURE SPECIFICATIONS 

9.4.1   Original Welding Procedure Specifications (WPS) and Braze

        Procedure specifications (BPS) and any required revisions will

        be made in accordance with the requirements of the ASME

        Section IX and Section VIII Div. 1. 

9.5     WELDING AND BRAZING PROCEDURE QUALIFICATION 

9.5.1   The Qualification of an Original Welding Procedure

        Specification (WPS) and Braze Procedure Specification (BPS)

        and revisions to essential and supplementary essentials, when

        required will be documented on the Procedure Qualification

        Record (PQR) which will be witnessed and certified by the

        Manager of Manufacturing.  Requalification is also required

        when requested by The Manager of ASME Quality Assurance, the

        General Foreman, or the Authorized Inspector for cause. 

9.6     WELDING and BRAZING REPAIR PROCEDURES 

9.6.1   The steps required for preparation, inspection, and welding or

        brazing of weld or braze nonconformances when required shall

        be listed in a document known as a Weld Repair Procedure (WRP)

        (Appendix 16.15,16.16) or Braze Repair Procedure (BRP). WRP

        and BRP inspection points will be established by The Manager

        of ASME Quality Assurance.  NDE requirements for weld repairs

        will be established by The Manager of ASME Quality Assurance. 

9.7     ASSIGNING WELDING PROCEDURE AND BRAZING PROCEDURE 

        SPECIFICATIONS AND REPAIR PROCEDURES 

9.7.1   The Welding Procedure Specification (WPS) and or Brazing

        Procedure Specifications (BPS) with revision levels will be

        designated on the Weld/Braze Traveler.  The Weld/Braze Map is

        used to identify the joint number and location.  For special

        sales order requirements the WPS BPS may be designated on the

        production drawing in lieu of the weld/braze map.

9.7.2   The Manager of Manufacturing shall hand issue WPS's and BPS's

        to a controlled manual located on the shop floor. 

9.7.3   Corrections or changes to WPS and BPS numbers on the

        Weld/Braze Traveler, and production drawings shall be

        processed as required for the original document. 
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9.7.4   Repair Procedures by Welding / Brazing are prepared and

        assigned by the Manager of Manufacturing. 

9.8     WELDING PERFORMANCE QUALIFICATION TEST 

9.8.1   The Welder or Welding Operator and Brazer or Brazing Operator

*       Qualification Test will be in accordance with the

        requirements of the ASME Code Section VIII Div.1 and Section

        IX.  The Manager of Manufacturing will establish the criteria

        required to qualify each Welder,Welding Operator, Brazer, or

        Brazing Operator to the various I.H.T Company Procedure

        Specifications.  The Manager of Manufacturing is responsible

        for sample preparation, witness the welding / brazing tests,

        evaluation, qualification, and certification, of the Welder,

        Welding Operator, Brazer or Brazing Operator.

9.9     WELDER / BRAZER STAMPS

9.9.1   When a welder/brazer or welding/brazing operator becomes

*       qualified they are issued a unique stamp which has been

        assigned by the Q.C. Inspector.  When required the

        welder/brazer or welding/brazing operator will stamp their

        work or will write their initials and clock number on the

        applicable weld/braze traveler (Appendix 16.21) 

9.10    WELDER REQUALIFICATION 

9.10.1  Welders or Welding Operators / Brazers or Brazing Operators

*       will be requalified when they have not welded or brazed with a

        process during a period of 180 days or more, their

        qualification for that process shall expire.  Requalification

        is also required when requested by the Manager of ASME Quality

        Assurance, the General Foreman, or the Authorized Inspector

        for cause, or when there is a change in a performance

        essential variable.

9.11    WELDER / BRAZER  ASSIGNMENT 

9.11.1  The General Foreman is responsible for instructing,

        supervising and assigning a qualified welder or welding

        operator or brazer or brazing operator to the production

        operation, using an assigned copy of the welder/brazer

        qualification book.
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9.12    WELDER QUALIFICATION RECORDS 

9.12.1  The General Foreman is responsible for maintaining

*       the ASME Welder Record Sheets, Form IHT028 (Appendix 16.19)

        which assure the Welder or Welding Operator has used each

        process(es) within a 180 day period to maintain his

        qualification. 

9.13    TACK WELDS 

9.13.1  Tack welds used to secure alignment shall 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 that they may be

        satisfactorily incorporated  into the final weld. Tack welds,

        whether removed or left in place, shall be made by using a

        fillet weld or butt weld procedure qualified in accordance with

        Section IX. Tack welds to be left in placed shall be made by

        welders qualified in accordance with Section IX and shall be

        examined visually for defects, and if found to be defective

        shall be removed.

9.14    FIELD ACTIVITIES 

9.14.1  Welding / Brazing activities carried out on field projects

        shall be under the direct supervision of the Field

        Coordinator.  All WPS(s), BPS(s), welders, welding operators,

        brazers and brazing operators shall be qualified at the shop

        facility outlined in this section.  The Field Coordinator

        shall be supplied with all welding and brazing documents

        required for the field fabrication activity by the Manager of

        Manufacturing.  All welding and/or brazing materials shall

        also be supplied from the shop facility.
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10.     SCOPE 

        This section describes the requirements for Non-Destructive

        Examination procedures, personnel qualification and

        documentation, should it fall within the scope of IHT's Code

        fabrication. 

10.1    GENERAL 

10.1.1  All specific Non-Destructive Examination (NDE) requirements

        shall be determined by the Manager of Engineering and shall be

        noted on the appropriate engineering drawings or documents,

        and Traveler.  The examinations shall be performed by a

        qualified subcontracted NDE firm, whose written practice,

        written procedures, personnel qualifications and equipment

        calibration records have been reviewed and approved by the

        Manager of ASME Quality Assurance as complying with the

        appropriate Code requirements, or by in-house personnel

        properly qualified to conduct liquid penetrant inspections. 

10.2    NON-DESTRUCTIVE EXAMINATION PROCEDURES 

10.2.1  All RT, MT and UT is performed using written procedures that

        are approved by a Level III examiner qualified in that method

        and appointed by letter to act in that capacity on behalf of

        Industrial Heat Transfer, Inc. by the Manager of ASME Quality

        Assurance. 

10.2.2  PT is performed using written procedures that are approved by

        the Manager of ASME Quality Assurance. 

10.2.3  The NDE procedures are verified to comply with requirements

        of the ASME Code Section V and the ASME Code Section VIII Div.

        1, and shall be reviewed and approved by the Manager of ASME

        Quality Assurance. All procedures shall be demonstrated as

        capable of providing satisfactory results to the Authorized

        Inspector's satisfaction. 

10.3    NON-DESTRUCTIVE EXAMINATION PERSONNEL 

10.3.1  The Manager of ASME Quality Assurance shall have verified,

        prior to the start of NDE activities, that all NDE personnel,

        including the Level III examiner, have current qualifications

        and certifications, and that when required, they meet the

        minimum requirements for NDE personnel qualifications using

        SNT-TC-1A latest Code accepted edition as a guide, in

        accordance with their written practice and the Code Section of

        fabrication.  IHT Personnel performing PT on pressure vessels

        will be qualified by the Manager of ASME Quality Assurance to

        ASME Section VIII Div. 1 Appendix 8.
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10.4    NON-DESTRUCTIVE EXAMINATION REPORTS 

10.4.1  All reports of NDE, including RT film, are reviewed and

        accepted by the Manager of ASME Quality Assurance by signature

        and date, before submittal to the Authorized Inspector for

        review. For field activities, the Field Quality Control Inspector

        shall perform a review of the NDE reports in lieu of the Manger

        of ASME Quality Assurance. All NDE reports including RT film are

        filed by the Manager of ASME Quality Assurance for a retention

        period as described in the Records Retention Section of this

        Manual. 

10.5    DOCUMENTATION

10.5.1  All NDE qualification records and documentation is

        available for review by the Authorized Inspector, whom may

        request re-qualification if he has reason to question the

        procedure or the ability of the examiner to perform the

        examination with acceptable results. 
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11.0    SCOPE   

        This section describes the procedures and documentation

        necessary should heat treatment be required or performed, on

        any of our ASME Code fabrications. 

11.1    GENERAL 

11.1.1  Heat treatment referred to in this Section is required by

        the ASME Code Section VIII Div.1 or other engineering

        specifications, and shall be limited to Post Weld Heat Treatment

        (PWHT) for stress relieving of welds. It is not anticipated that

        PWHT will be required as a normal operation. However, if

        required it shall be performed by a subcontractor in accordance

        with a written procedure.  

11.2    POST WELD HEAT TREATMENT PROCEDURES 

11.2.1  The Manager of Engineering shall prepare, review and

        approve by signature and date, PWHT procedures for compliance to

        Code requirements; ie. heat up and cool down rates, vessel

        supporting during heat treat, number and placement of

        thermocouple's, time at temperature recording chart and

        calibration record, and operator signature. 

11.3    POST WELD HEAT TREATMENT RECORDS 

11.3.1  Records submitted by the PWHT vendor shall be

        representative of actual conditions regarding information

        required by paragraph 11.2.1. PWHT records shall be reviewed 

        by the Manager of ASME Quality Assurance, signed and dated to

        denote approval before submittal to the Authorized Inspector

        for acceptance. 

11.4    INSPECTION 

11.4.1  Upon completion of the heat treatment operation the Q.C.

        Inspector shall inspect the unit for loss of identification

        and damage. Unacceptable items shall be controlled per

        section 8. 

11.5    DOCUMENTATION 

11.5.1  All documentation pertaining to PWHT shall be presented to

        the Authorized Inspector during the final review of

        documentation for verification of Code compliance. 
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12.     PURPOSE: 

        This section establishes the method by which Calibration of

        Inspection Measuring and Test Equipment is maintained. 

12.1    CALIBRATION - MEASUREMENT AND TEST EQUIPMENT 

12.1.1  All Calibration of inspection measuring and test equipment,

        including pressure gauges, will be traceable to a known

        standard.  The frequency method, and tolerances of calibration

        will be posted on the Gage calibration history card (Appendix

        16.17) and will be dependent upon calibration history,

        frequency of use and master type as indicated in SES 11-5.00.

        The certification of these traceable calibrations will be

        maintained by the Q.C.  Inspector.

12.1.2  All Inspection Measuring and Test Equipment, including

        pressure gages, will be calibrated at a regular scheduled

        intervals.  The frequency, method, and tolerances shall be as

        required by the Code.  Where Code rules do not exis , the

        frequency shall be established based upon the type of

        inspection tool, the frequency of use, historical results

        and the nature of the parts being inspected.  All

        calibrations will be made using traceable standards.

12.1.3  Following each calibration, the date of calibration, name of

        the person performing the calibration, master gage used, and

        calibration results will be posted on the Gage Calibration 

        History Card, Form IHT016. 

12.1.4  A white Inspection label, Form IHT023 (Appendix 16.18) will be

        attached to each piece of measuring and test equipment,

        listing the calibration due date.  Each item is also required

        to have a unique identification number assigned.  For small

        instruments where size or function limits the application of

        the label, the label is attached to the stand or container

        used to hold the gage. 

12.1.5  All hydrostatic and pneumatic pressure test measuring will

        be conducted using calibrated pressure gages. 

12.1.6  All gages will be calibrated at regular scheduled intervals

        against a standard dead weight tester or a calibrated master

        gage. 

12.2    DISCREPANT MEASURING AND TEST EQUIPMENT 

12.2.1  When discrepancies in the measuring and test equipment

        are found at calibration that would have an adverse effect

        on the product, the Q.C. Inspector will then inform the

        Manager of ASME Quality Assurance. 
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12.2.2  The Manager of ASME Quality Assurance will be responsible for

        review and corrective action.  Materials, fabricated items

        components examined and tested since the previous valid

        calibration of the discrepant instrument or gage will be

        considered discrepant.  The degree of out-of-calibration will

        be reviewed to establish the effect on the integrity of those

        items which had been examined or tested using the instrument

        or gage.  All items where integrity is questionable will be

        handled in accordance with Section 8, "Nonconformities". 
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13.     PURPOSE 

        This section establishes the method for Record Retention. 

13.1    GENERAL 

        The Manager of ASME Quality Assurance is responsible for

        acquiring and assembling the final documentation and the

        maintenance of this documentation. 

13.2    PRODUCTION RECORDS 

        After testing is completed, all test records, inspection

        records,and manufacturing/purchase riders will be filed by

        sales order. 

13.3    MANUFACTURE'S DATA REPORTS 

13.3.1  Upon completion of all complete or partial ASME Code

        fabrications, the Manager of Engineering shall prepare,

        certify and distribute the appropriate Manufacturer's Data

        Report. 

13.3.2  Distribution of the Manufacturer's Data Report and Attachments

        will be as follows: 

        1)  Original & one copy to National Board (when registered) 

        2)  One copy to sales order file 

        3)  One copy to the user or his designated agent. 

        4)  One copy to the AI (If requested) 

        For any vessels or parts that are not to be registered with

        the National Board the Original or a copy of the Data Report

        shall be maintained on file for a minimum of five (5) years.

        Data Reports registered with the National Board will be

        sent out within ninety (90) days of certification.

13.4    PROJECT DOCUMENTATION

13.4.1  All project documentation, including but not limited to the

        following: engineering drawings, design calculations,

        specifications, material documentation, NDE reports and film,

        heat treatment records and the Traveler shall be maintained and

        available until the Authorized Inspector has signed the

        Manufacturer's Data Report Form. Once the Authorized Inspector

        has signed the Manufacturer's Data Report these and all other

        records will be kept only for a period specified by the Manager

        of ASME Quality Assurance. The customer's specifications may

        require certain documents to be provided upon completion. 
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13.5    WELDING / BRAZING RECORDS 

13.5.1  The Manager of Manufacturing is responsible for maintaining

        all Welding/Brazing Control Records.
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14.0    Purpose: 

        This section establishes the relationship of the Authorized 

        Inspector with Industrial Heat Transfer, Inc. 

14.1    GENERAL 

14.1.1  The Authorized Inspector is an employee of the Authorized

        Inspection Agency with which Industrial Heat Transfer has a

        contract to provide Inspection Services required by the

        Code. 

14.1.2  All contacts with the Authorized Inspector will be made

        through the Manager of ASME Quality Assurance or his

        designee.

14.1.3  The Authorized Inspector and their Supervisor will have free

        access to all parts of the Industrial Heat Transfer Plants,

        material manufacturer or supplier, suppliers of subcontracted

        services and field sites where Code work is in progress.  The

        Manager of ASME Quality Assurance is responsible for keeping

        the Authorized Inspector informed of the work and will notify

        the AI reasonable in advance of when components or materials

        will be ready for any required tests or inspections.

14.1.4  The Authorized Inspector will have free access to all

        documentation related to Code work which the AI may require to

        perform his Code duties. 

14.1.5  The Authorized Inspector will be provided a current controlled

        copy of the ASME Quality Control Manual.

14.1.6  Repairs to pressure retaining material, including completed

        welded or brazed joints, shall be referred to the Authorized

        Inspector for his concurrence prior to performing the repair.

14.1.7  The Authorized Inspector will be provided adequate desk 

        space for use while in the plant and will be granted

        reasonable filing facilities for those records or items 

        the AI wishes to maintain on site. 

14.2    DOCUMENTATION 

        The Manager of ASME Quality Assurance is responsible for

        assuring that the following required documentation is

        submitted to the Authorized Inspector for review and

        acceptance.
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14.2.1  Design calculations and submittal drawings and documents. 

14.2.2  All inspection records, PQR's, WPS's,WPQ's, BPS'S, BPQ'S

        and Material Test Reports, manufacture/purchase rider, repair 

        reports, NDE records and heat treat records for completed

        vessels.

14.2.3  The Manager of Engineering will provide the Authorized

        Inspector signed data reports for his review and signature.

14.2.4  The Manager of ASME Quality Assurance is also responsible for

        providing any additional documents and records which the

        Authorized Inspector may want to review. 
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15.     Scope

        Industrial Heat Transfer, Inc.  plans to repair or alter

        pressure vessels that are ASME constructed. 

15.1    Application of this manual:  This Manual and its entirety

        applies to repairs and alterations.  When conflict exists

        between this Section and other Sections of the Manual, the

        requirements of this Section shall govern the Repairs and

        Alteration. 

15.2    Authorized Inspector:  Subject to Jurisdictional requirements,

        Authorized Inspector, as used is this Section for Repairs and

        Alterations, may be;  a Jurisdiction Inspector, an Inspector

        from the Authorized Inspection Agency which Industrial Heat

        Transfer, Inc. has a Contract with, or an Inspector from the

        Authorized Inspection Agency which insures the pressure vessel

        or pressure retaining item, as defined in the NBIC. 

15.3    DRAWINGS, DESIGNS, & SPECIFICATIONS 

15.3.1  Drawings (as appropriate), design calculations (for

        alterations) and specifications shall be prepared, reviewed,

        approved, and distributed in accordance with Section 5  of

        this manual as necessary to describe the method and extent of

        the repair or alteration in sufficient detail prior to

        performing the activity. 

15.3.2  For Alterations and re-ratings, revised calculations shall

        accompany the applicable National Board form as referenced in

        the NBIC, and all documentation shall be subject to acceptance

        by the Jurisdiction. 

15.4    REPAIR AND ALTERATION METHODS 

15.4.1  The repair and alteration methods shall be performed in

        accordance with all of the requirements of the applicable

        sections of this manual.

15.4.2  All repairs and alterations to Code vessels are subject to the

        acceptance of the Authorized Inspector who may require

        evidence be presented of prior acceptance by the Jurisdiction

        and the insurance carrier of the method and extent of the

        repair or alteration. 
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15.4.3  The method of performing repairs and alterations shall be

        handled as described throughout this manual, and documented on

        the Repair Traveler (Appendix 16.24) and the Weld/Braze

        Traveler (Appendix 16.21).  The Authorized Inspector shall

        perform the duties, and have all the opportunities described

        throughout this manual for the Authorized Inspector, to assure

        compliance to the NBIC and any Jurisdictional Rules.  All

        required inspections, tests will be noted on the Traveler,

        prepared by the Manager of ASME Quality Assurance, and

        followed per Section 7 of this manual.

15.5    MATERIALS 

15.5.1  All materials shall be purchased, received and controlled as

        described in Section 6 of this manual.  Only materials used in 

        original construction, or those permitted by the original

        construction Code may be used. 

15.6    WELDING / BRAZING CONTROLS 

15.6.1  Welding /Brazing activities shall be carried out as described

        in Section 9 of this manual.  However, the Standard AWS

        Welding Procedure Specifications referenced in Appendix A of

        the NBIC may be used if they are determined to be appropriate

        for the project requirements by the Manager of ASME Quality

        Assurance. 

15.7    HEAT TREATMENT 

15.7.1  Preheat shall be performed as stipulated per the Welding

        Procedure Specification.  Postweld heat treatment shall be

        performed as required by the original construction Code and

        Section 11 of this manual. 

15.7.2  If it is inadvisable or impractical to conduct postweld heat

        treatment, as required by the original Code of Construction,

        the NBIC permitted alternatives to postweld heat treatment

        determined by the Manager of Engineering and acceptable to the

        Authorized Inspector may be used.  Examples of these

        alternative methods of postweld heat treatment or special

        welding methods are described in the NBIC.

15.8    NONDESTRUCTIVE EXAMINATION (NDE) 

15.8.1  The NDE shall be in accordance with the original construction

        Code, if required it shall be in accordance with Section 10 of

        this manual. Welded repairs and alterations shall be subjected

        to the same NDE requirements as the original welds.

        Where this is not possible or practical, alternative methods

        determined by the Manager of Engineering, acceptable to the

        Authorized Inspector and the Jurisdiction (where required),maybe used. 
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15.9    PRESSURE TESTING 

15.9.1  Repairs and alterations shall be pressure tested as required

        by the mandatory Edition and Addenda of the NBIC, and/or as

        permitted by the Jurisdiction.  The Manager of Engineering

        shall develop a Standard Engineering Specification covering

        the requirements of such tests prior to conducting such tests. 

15.10   ACCEPTANCE, STAMPING, & DOCUMENTATION 

15.10.1 The Manager of Engineering shall stamp or attach a nameplate

        (Appendix 16.28) adjacent to the original stamping in

        accordance with Appendix 2 of the NBIC, only when authorized

        by the Authorized Inspector.  The Manager of Engineering shall

        have custody and control of the National Board Code stamp.

15.10.2 Upon completion of a repair or alteration activity, the

        Manager of Manager of Engineering reviews all documentation

        for compliance to the NBIC.  If acceptable the appropriate

        (R-1, Welded Repairs, R-2, Alterations, R-4, Supplementary

        Sheet or Jurisdictional form) is prepared, approved and

        certified by the Manager of ASME Quality Assurance.  The final

        records and applicable NBIC R-Forms are presented to the

        Authorized Inspector for review and certification when he is

        satisfied all Code of Construction, NBIC, and Jurisdictional

        requirements have been met.

15.10.3 The Manager of Engineering shall distribute legible copies of

        the NBIC R-Form, together with all required attachments, to

        the owner or user, the Authorized Inspector (if requested),

        the Jurisdiction (if required), the National Board (if an

        Alteration), and the Authorized Inspection Agency responsible

        for the inservice inspection.  One copy will be placed in the

        job file for retention as described in Section 11 of this

        manual.  If registered with the National Board, the original

        and one legible copy of the National Board R-Form (with

        attachments) shall be mailed to the National Board, within 90

        days after certification.       A National Board R-Form log

        (Appendix 16.29) shall be maintained in sequential order for

        all R-Forms registered with the National Board. 

15.11   ROUTINE REPAIRS 

15.11.1 Prior to performing routine repairs Industrial Heat Transfer,

        Inc.  shall determine that routine repairs are acceptable to

        the Jurisdiction.  The Jurisdiction may mandate specific

        additional requirements not directly specified in the NBIC.  The

        Jurisdictionally mandated version of the NBIC will be used to

        define repairs meeting the definition of "Routine". 
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15.11.2 Routine repairs under Industrial Heat Transfer, Inc. shall be

        performed in accordance with this manual and the specifics of

        this section, however, the requirement for in-process

        involvement of the Authorized Inspector and stamping may be

        waived if allowed by the Authorized Inspector and Jurisdiction

        on a case by case basis.  The Routine Repairs shall be

        documented on form R-1 with a statement in the remarks:

        "Routine Repair". 
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SAMPLE FORMS 

 FORM                        NUMBER    APPENDIX   REVISION  ISSUE DATE  

 Controlled Distribution     IHT018     16.1      Original    1/31/1997

 Record 

 Non-Controlled Distribution IHT018A    16.2      Original    1/31/1997

 Record

 IHT Order Write-up Page 2.             16.3      Original    1/31/1997

 (sample) 

 IHT Certification P#'s      FORM056    16.4      Rev. A     10/01/1997

 Purchase Order              IHT021     16.5      Original    1/31/1997

 Purchase Requisition        IHT021     16.6      Original    1/31/1997

 Item Master File            IHT019     16.7      12/01/96    1/31/1997

 Maintenance Sheet

 Hold for Inspection Tag     X39000004  16.8      Original    1/31/1997

 Reject & Repair Tag         X39000007  16.9      Original    1/31/1997

 Unused                                 16.10

 Receiving Inspection Report INSPFRM059 16.11     Original    1/31/1997

 IHT Test Record             Form 004D  16.12     Original    1/31/1997

 (sample style) 

 Manufacturer/Purchase       FORM017    16.13     12/01/96    1/31/1997

 Rider

 Special Engineering         IHT022     16.14     Original    1/31/1997

 Instructions (SEI)

 (sample) 

 Weld Repair Procedure /     FORM08     16.15     Original    1/31/1997

 Record

 Braze Repair Procedure/     FORM09     16.16     Original    1/31/1997

 Record

 Gage Calibration History    FORM016    16.17     Original    1/31/1997

 Gage Inspection Label       FORM023    16.18     Original    1/31/1997
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FORM                         NUMBER     APPENDIX  REVISION   ISSUE DATE  

Weld / Braze Continuity      IHT028     16.19      Rev. A      3/01/1997

Record

Shop Traveler                INSPFRM060 16.20      Rev. A      8/01/1998

Weld/Braze Traveler          INSPFRM061 16.21      Rev. A      8/01/1998

Material Inspection List                16.22      Original    1/31/1997

(typical sample)

Cover Letter (Typical sample)           16.23      Original    1/31/1997

Repair Traveler              INSPFRM063 16.24      Original    1/31/1997

ASME Nameplate               X39000017  16.25      Rev. A      1/24/1997

Unused                                  16.26  

National Board Number Log    FORM062    16.27      Original    1/31/1997

Repair Nameplate                        16.28      Rev. A     08/19/1997

R-Form Log                   FORM064    16.29      Original    1/31/1997
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300 OLD MILL RD.

Heat exchanger S/N

INDUSTRIAL HEAT TRANSFER

COON VALLEY,

WI. 54623

MATERIAL INSPECTION LIST

B 003244-01

IHT sales order number

Customer order

List of materials needing special inspection: 54 X 80 WP L.H. 4R 2 PASS

aty Description Drawing # Purchase Order#
Heat Number, P#
144 Tubes 5/8 x .049w 90-10 CuNi €2817-3262-05 PO#
36 U-Bends 5/8 x.049w 4.50 C-C 9010 CuNi B002767-09 PO#
36 U-Bends 5/8 x.049w 7.50 C-C 9010 CuNi B002784-09 PO#
2 Header Assy consisting of B003242-54
2 Pipe 4.00 NPS X 54.75"LG S40 Steel B003243-54 p# PO#
2 Pipe 4.00 NPS x 10.25"LG S40 Steel A003246-01 P# PO#
2 End Slugs 4.00"0D x .31 Steel B003247-16 P# PO#
142 Stub Tube 5/8 X .049w 6.00 9010 CuNi C€2817-3282-35 PO¥

Date:

Checked by:

Return completed copy to sales order file

.SPFRM3244-01

5/94
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[image: image24.png]Hartford Steam Boiler Inspection & Insurance Co.
C/0 Doug Kaehn

361 State Rd. 73

Bancroft, WI 549121

January 24, 1997

Subject: ASME Calculations for IHT Order 3193

Dear Mr. Kaehn:

Attached are the design calculations for IHT Sales Order 3193 which
is a 6" x 6" 8 row heat exchanger. The heat exchanger is built with
304 Stainless Steel tubes and pipe. The coil is built to parts list
ASME01-01 and assembly drawing ASME02-01 and designed for 100 PSIG at
100 Deg. F. with a minimum design metal temperature of -20 Deg.F.

Your acceptance of these calculations as meeting the minimum
requirements of the 1995 ASME Section VIII Div. 1, December 1995
Addenda is respectfully requested.

Also included with this package in the Shop Traveler, Weld/Braze
Traveler, Weld Map, Parts List and Assembly Drawing, ASME Data Report
and ASME nameplate data.

Sincerely,

John Edwards
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