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The information in this standard is to be considered a guideline to help ensure we are diligent on ensuring we are safe in our actions and does not 
replace our obligation to be familiar and work in conjunction with the current legislative standards that Maloney Industries is required to follow. 
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PPUURRPPOOSSEE  
 
This standard is in place to ensure that workers understand the steps needed to carry out 
hydrostatic testing on pressure vessels safely and within quality control parameters.  
  

SSCCOOPPEE  
 
This standard applies to all workers who are required to perform hydrostatic testing on 
pressure vessels that are fabricated at Maloney Industries Inc. 
  

RREESSPPOONNSSIIBBIILLIITTYY  MMAATTRRIIXX  
 
Operations Manager-  Is responsible for ensuring that this standard is supported on the 

worksite. 
 
Plant Supervisors-  Are responsible for ensuring that only those workers who are trained 

and verified as being competent by the Quality Department can 
perform the hydrostatic testing of pressure vessels. 

 
Quality Manager- Is responsible for ensuring that workers for Maloney Industries Inc. 

who are selected to perform hydrostatic testing on pressure vessels 
are adequately trained, and certified internally to perform the 
testing. 

 
Quality Control Workers-  Are responsible for ensuring that the Vessel Hydrostatic Checklist is 

accurately completed and verified before pressure is applied to the 
vessel for testing. 

 
Workers-  Are responsible for ensuring that this standard is followed to support 

the health and safety initiative set by Foremost Universal LP for 
reducing the potential for injuries and other losses through the 
processes we carry out. 

 
Safety Coordinator- Is responsible for ensuring that the hazard assessment applicable to 

this standard is periodically assessed to ensure that the information is 
current with the trends within the corporation and/ or through the 
changes and trends recognized in the industry that we are a part of. 
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SSTTAANNDDAARRDD  
 
General Information  
 
All pressure vessels fabricated in accordance with ASME Section VIII, Division 1 and 2 or other 
Codes of construction, will be hydrostatically tested following the completion of all 
fabrication.  The test pressure will be as stated on the fabrication drawing and verified by the 
Quality Control Department. 
 
1.1 Hydrostatic testing shall be carried out on all vessels and piping after 

all fabrication is completed, except for operations which could not 
be performed prior to the test, such as cosmetic grinding on the base 
materials which does not affect the required thickness of the vessel 
or piping. 

 
1.2 All vessels will receive a complete visual inspection of all components 

prior to the installation of blinds, plugs and filling of the vessel with 
water.  Any repairs which may be required will be completed before 
testing of the vessel.  Using faulting equipment could result in a 
failure that could lead to serious injury and/ or property damage. 

 
1.3 Blind flanges, plugs, gaskets, studs and other components that will 

sustain pressure during the test will be examined prior to use to 
ensure that defective components are not used and that the 
components can withstand the required hydro test pressure.  Prior to 
installation, blind flanges, plugs valves, etc. will be checked to 
ensure that the correct rating is used on the vessel being tested. 
 

1.4 Potable water will be used in all hydrostatic pressure tests.  Where 
specified, a corrosion inhibitor will be added to the water.  The 
water will be at least 30�F above the vessels Minimum Design Metal 
Temperature for Division 1 vessels and 60�F for Division 2 vessels, 
where practical.  The metal temperature will be allowed to stabilize 
with the water temperature before pressure is applied. 
 

1.5 All filling and drain lines will be blocked to prevent inadvertent 
pressurizing.  Air pockets will be vented while the vessel is being 
filled. 

 
1.6 Pressure gauges used to measure the test pressure will be checked 

prior to use to ensure that they have been properly calibrated.  Each 
gauge used will have a calibration label which bears a current 
calibration date attached to the lens.  The gauge will also be 
checked for visual damage and for proper zeroing.  At minimum, two 
gauges will be used for each hydrostatic test.  The gauges will be of a 
suitable range that is not less than 1.5 times nor greater than 4 times 
the test pressure. 
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 One gauge shall be mounted directly without intervening values on 

the items being tested.   
 
 Vessels and heater bundles will not require a chart unless specified 

by the customer.  All vessels being shipped internationally will be 
charted regardless of size. 

 
 Remember to ensure that before pressurizing that the test equipment 

shall be examined to ensure it is tight and secure, and that all low 
pressure filling lines, and other items that should not be subjected to 
pressure are disconnected or isolated.  Place barrier tape around the 
area where the connections are located to warn workers of the 
hazard that hydrostatic testing is being performed. 

 
1.7 Pressure will be applied in the presence of a Quality Control 

Inspector, where possible.  The vessel will be checked by the Quality 
Control inspector prior to contacting the Authorized Inspector to 
ensure that the vessel is ready for his inspection. 

 
For Division 2 vessels, the pressure will be applied gradually to not 
more than one-half of the test pressure, after which the test 
pressure will be increased in steps of approximately one-tenth of the 
test pressure until the required test pressure has been reached. 
 
All hydrostatic tests as defined in the Maloney Industries Inc. Quality 
Control Program will be witnessed by the Authorized Inspector.  The 
Customer Inspector will also be contacted to witness the hydrostatic 
test, where applicable. 

 
1.8   All joints, connections and areas of high stress will be examined for 
    leakage.  Vessels fabricated to ASME Section VIII, Division 1 will be 
    examined at the specified test pressure.  Vessels fabricated to ASME 
    Section VIII, Division 2 will be examined at a pressure lower than the 
    test pressure, but not lower than the design pressure. 
 
1.9 For Division 1 vessels, the hydrostatic test pressure, once applied, 

will be maintained for as long as required by the Authorized Inspector 
or as stated in customer specifications.  For Division 2 vessels, the 
hydrostatic test pressure will be maintained for as long as required 
by the Authorized Inspector. 

1.10   Any leaks detected where it is not necessary to remove the test 
    pressure to correct the deficiency will be considered a normal  
    construction practice.  Leaks requiring the removal of the test  
    pressure will be treated as a non-conformance. 

1.11 Once the hydrostatic test is complete and approved, the vents are to 
be opened and the unit is to be drained.  Remember to ensure that 
you release the pressure.  Once complete, disassemble the 
equipment, inspect its condition, and return to storage.  Should there 
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be any hydrostatic equipment that is questionable, ensure that it is 
properly tagged for maintenance and/ or calibration. 

 
 
Safe Work Precautions 
 
2.1   Workers are to be aware of the following hazards that are present in 
     carrying out hydro testing: 
 

 Strains from awkward positions or over-exerting on lifting or 
torquing; 

 
 Flying debris while cleaning the parts or if there is a leak; 

 
 Pinch points when handling the tools and equipment; 

 
 Equipment failure should the equipment not be properly 

inspected before, during, and after the performance of the 
hydrostatic test; and 

 
 Slips/ trips/ falls when working around the unit that is being 

tested.  Remember to keep the area clean.  
 

2.2 When setting up and/ or storing parts that are and/ or were a part 
of the hydrostatic testing, use the mechanical lifting devices such 
as cranes and hoists to reduce the amount of lifting and/ or 
carrying. 

 
2.3 Workers in the area of the hydrostatic testing need to be made 

aware of the test.  Using a barrier tape and/ or strobe light stand 
to alert workers that the area is under pressure is a consideration. 

 
2.4 Workers who are working in the area of the hydrostatic testing i.e. 

quality control inspectors, should not turn their back on the hoses 
and connections to ensure that if there is warning of a potential 
failure, the worker can act on it immediately to minimize the 
potential loss. 

 
 
Associated Reports with Hydrostatic Testing 
 
3.1 Note the following reports as a part of tracking and verifying the 

hydrostatic testing process: 
 

 Maloney Industries Inc. Vessel Travel Sheet 
 
 Maloney Industries Inc. Heater Bundle Travel Sheet 

 
 Maloney Industries Hydrostatic Test Affidavit 
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3.2 All final testing reports will be kept on file for a period no less than 
3-years.  These reports will be filed in the archives for the vessel. 

 
 
Approvals and Revisions 
 
4.1 The Quality Manager and the Loss Prevention Manager are the only 

ones authorized to make any revisions to this standard once reviewed 
and approved for revision by management.  This revision will be 
noted in the revision summary listed in the Standard Index. 

 
4.2 All reviews and/ or revisions will include senior workers, where 

practical, who are certified for conducting and/ or supervising a 
hydrostatic test.  Part of this review and/ or revision will also include 
the following information as a minimum: 

 
 Hazard Assessment and Analysis for Hydrostatic Testing; 
 
 Quality Reports; 
 
 Incident Investigations; 
 
 Any hazard Identifications by workers. 

 
 
4.3 All reviews and/ or revisions will be carried out as per the 

identified risk that is assigned to the task of carrying out 
hydrostatic testing as noted in the hazard assessment and analysis.  
However, this process can be accelerated based on events and/ or 
request to review/ revise by the management group and/ or 
outside agency. 

 
Revision Index 
 
5.1   The following revisions have been tracked for this standard to date: 
 

 April 25, 1996- Revision 1- Minor editorial changes 
 
 June 4, 1996- Revision 2- General revision to procedure, 

revised format 
 

 March 5, 1997- Revision 3- Revised charting requirements in 
paragraph 5.5 

 
 May 5, 1998- Revision 4- Moved to new procedure format. 

 
 June 8, 2000- Revision 5- Revised 5.8 Division 1 vessels hold 

time to suit the AI and customer requirements 
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 April 12, 2007 – Revision 6   - Revised the current procedure to 
include the information noted in the Hazard Assessment and 
Analysis and the Safe Work Practice to unify the standard. 

 
 November 28, 2007- Revision 7- Revision to the format of the 

quality procedure into the Safe Work Standard Template.  
Furthermore, a review was carried out due to the Incident; 
MI.087, involving a hydrostatic test. 

 
Bolting Pattern 
 
6.1 It is recommended that a 4-stage tightening method be used as 

follows: 
  

 Tighten the bolts at 30% of the final loading using the 
diametrical sequence; 
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 60% of the final load following diametrical sequence; 
 
 100% of the final load following diametrical sequence; 
 
 100% of the final torque on adjacent bolts. 
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RREEFFEERREENNCCEE  
 
2.1 Hazard Assessment and Analysis- M.04- Hydrostatic Testing 
 
2.2 Section 12; Occupational Health and Safety Regulation of Alberta- 

Equipment 
 

2.3 Section 14; Occupational Health and Safety Regulation of Alberta- 
Duties of Workers 

 
2.4 Part 2; Occupational Health and Safety Code of Alberta- Hazard 

Assessment, Elimination, and Control 
 
2.5   ASME Section VIII, Division 1 and 2 
 
2.6   Maloney Industries Inc. Quality Control Manual 
 
2.7   Vessel General Arrangement Drawing 
 
2.8 Maloney Industries Inc. Pressure Gauge Calibration Procedure-MII-

GCP-01-1 
 
 
 

 





7 over Lazy A Contracting Ltd. 
P.o. box 5188, High River, Ab  T1V 1M4 

403-852-9341 / 403-652-5160 
 

 

Procedures for Internal/External Coating 
 

 
1). Purpose 
 

The purpose of this procedure is to define the minimum requirements for the application 
of protective coating systems to be used on equipment, platforms, steel structures, skids, 
vessels, piping, valves and any/all additional instruments. 
 

2). Codes and standards 
 

Paint application shall follow the guidelines and standards as set by NACE. 
Paint application and safety standards shall follow the regulations from the Occupational 
Safety and Health Act and local regulations in the strictest manner. 

 
3). Procedure 
  

A). Daily Tests 
 
The following tests will be performed before internal and external coating 
application begins.  These tests will be performed once a day and recorded in the 
Coating Log Book.  The specified tests will be performed as per industry 
standards.   

 Relative Humidity 
 Material Surface Temperature 
 Ambient Temperature 
 Dew Point 
 Dry film thickness readings 

 
 
 B). Pre-Coat Inspection  

 
Before the application of the first coat of paint, the blasted surfaces will be 
inspected to ensure that the specified surface preparation has been obtained.  
The results of this inspection will be recorded in the Coating Inspection Report 
that is specific to the job being worked on. 

 
 C). Painting 
 

 Coating shall be done in accordance with the paint manufacturer’s 
recommendations with respect to mixing, weather conditions, 
applications and drying times. 

 Coating material shall be in accordance with the paint schedule 
 Coating shall not be applied during fog, mist, rain, when the relative 

humidity is above 85%, or when the surfaces are less then 5o F above 
dew point nor when the surfaces are wet.  Surfaces must be clean, free 
from dust and be dry before priming or application of any coat of paint.   

 1



 2

Painting Procedures cont’d. 
 
 Epoxies shall not be applied at less than 50o F, unless approved by 

Foremost Universal LP.  
 A minimum of two inches around the edges of blast cleaned surfaces 

shall be left uncoated, unless joining a coated surface.  No coating shall 
be placed on edges prepared for field welds within two inches of these 
edges.  Painting will not be allowed closer than six inches from these un-
blasted areas. 

 Stainless steel items such as instrument fittings, and galvanized items 
such as handrails, grating and ladders; and cadmium plated items such 
as ring joint gaskets and bolting; and electrical equipment and equipment 
tags shall be protected from damage by blasting abrasives and shall not 
be painted unless noted. 

 Repair of painted areas damaged by fabrication shall include cleaning 
the damaged areas to bare metal as specified for the primer to be used.  
Organic zinc primer shall be applied and shall overlap previously coated 
areas by 1-1/2 inches.  Remaining paint coats shall follow the 
appropriate paint schedule. 

 Any portion of a fabrication to be coated shall be completed and in final 
condition.  Corners and edges shall be rounded to 1/8inch radius; slag 
metal spatter and silvers, heat oxides and other foreign matter shall be 
removed from weld areas. 

 7 Over Lazy A shall furnish all coating materials and thinners in original 
unopened containers bearing manufacturer’s label and instructions. 

 For painting materials which have a limited shelf life, the date of 
manufacturer and length of life shall be shown, 

 Coating materials shall be stirred with a power mixer to remix the 
pigments and vehicles prior to application 

 Only thinners specified by the coating manufacturer shall be used.  
Manufacturer’s mixing and thinning directions shall be followed. 

 Blast cleaned surfaces shall be coated with the specified primer with four 
hours of blasting before rusting can occur. 

 
 
 D). Inspection and Testing 
 

 7 Over Lazy A and Foremost Universal LP. shall be responsible for 
maintaining an inspection program to ensure compliance with all surface 
preparation and coating application codes, standards and specifications 

 Each coat shall be inspected for dry film thickness, colour, appearance, 
etc. and be free from pinholes, runs, sags, over spray, holidays, foreign 
debris or any other sign of improper application 

 7 Over Lazy A shall make necessary repairs on coating prior to 
application of the next coat 

 Where coating thickness fall below the specified minimum, an additional 
top coat shall be applied to achieve the total thickness requirement 

 
 

  
  

 





PACKING LIST FOR WO-030625

DATE: January 24, 2013

CUSTOMER: Suncor Energy c/o Equinox Engineering
Box 2844, 150 - 6th Ave. SW 
Calgary, Alberta
T2P3E3

SHIP TO: Kobes North Liquids Handling  Upgrades/Kobes
c-97-G/94-B-9 (exact LSD - TBD)

Contacts:
Derek Tuppen: 780-882-0503
dtuppen@telus.net

Raj Dhaliwal: 403-296-8013
rdhaliwal@suncor.com

Ravash Yazdi: 403-298-9252
ryazdi@equinox-eng.com

DATE SHIPPED: January 27, 2013
PURCHASE ORDER: P383121-KN-001

PROJECT: Kobes North Liquids Handling  Upgrades/Kobes
SHIPPED VIA: Zedcor Trucking
SHIPPED FROM: FOREMOST (Calgary South), 8825 Shepard Road SE Calgary AB T2C 4N9 
FREIGHT: FOB
MI WORK ORDER NO.: WO-030789

ID #
Tag #

Quantity Description- (Truck Load 1) Shipping Dimensions (LxWxH) Weight

030789-D101 1 Slug Finger 72"ID x 30' S/S
34'9"x7'0"x9'9"

[10586mm x 2134mm x 2952mm]
49,604 lbs

[22,500 kgs]

1 Data book (Mud Copy)

CERTIFIED TRUE AND CORRECT

Kelly Sidebottom
Project-Coordinator
Foremost

Business Registration GST# 811949874 RT0001

DESIGNERS AND FABRICATORS OF OIL AND GAS PRODUCTION EQUIPMENT
FOREMOST CALGARY SOUTH

8825 SHEPARD ROAD S.E., CALGARY, ALBERTA T2C 4N9
TELEPHONE (403) 279-5000 - FAX (403) 279-2068

mailto:rdhaliwal@suncor.com�
mailto:ryazdi@equinox-eng.com�
mailto:dtuppen@telus.net�
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