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This informational booklet provides a generic,
non-exhaustive overview of OSHA standards-
related topics. This publication does not itself
alter or determine compliance responsibilities,
which are set forth in OSHA standards them-
selves and the Occupational Safety and Health
Act. Moreover, because interpretations and
enforcement nolicy may change over time, for
additional guidance on OSHA compliance
requirements, the reader should consult current
administrative interpretations and decisions by
the Occupational Safety and Health Review
Commission and the courts.

Material contained in this publication is in the
public domain and may be reproduced, fully or
partially, without permission of the Federal
Government. Source credit is requested but not
required.

This information will be made available to
sensory impaired individuals upon request.
Voice phone: (202) 219-8045;
Telecommunications Device for the Deaf (TDD)
message referral phone: 1-800-326-2577
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Purpose

The major objective of process safety management (PSM) of highly
hazardous chemicals is to prevent unwanted releases of hazardous
chemicals especially into locations that could expose employees and
others to serious hazards. An effective process safety management
program requires a systematic approach to evaluating the whole
chemical process. Using this approach, the process design, process
technolo i [
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release of hazardous chemicals need t
ened to ensure their effectiveness at each ievel. Process sa
management is the proactive identification, evaiuation
or prevention of chemical reieases that couid occu
failures in processes, procedures, or equipment.
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The process safety management standard targets highly hazardous
chemicals that have the potential to cause a catastrophic incident.
The purpose of the standard as a whole is to aid employers in their
efforts to prevent or mitigate episodic chemical releases that could
lead to a catastrophe in the workplace and possibly in the surround-
ing community.

To control these types of hazards, employers need to develop the
necessary expertise, experience, judgement, and initiative within
their work force to properly implement and maintain an effective
process safety management program as envisioned in the Occupa-
tional Safety and Health Administration (OSHA) standard.
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time, might consider alternative avenues of decreasing the risks
associated with highly hazardous chemicals at their workplaces.

One method that might be considered is reducing inventory of the
highly hazardous chemical. This reduction in inventory will result in
reducing the risk or potential for a catastrophic incident. Also,
employers, including small employers, may establish more efficient
inventory control by reducing, to below the established threshold, the
quantities of highly hazardous chemicals onsite. This reduction can
be accomplished by ordering smaller shipments and maintaining the
minimum inventory necessary for efficient and safe operation. When
reduced inventory is not feasible, the employer mlght consxder
olspersmg lnventory to several locations onsite. UIspersmg sto rag
into Iocatlons so that arelease in one Iocatlon will not cause a
release in another location is also a practical way to reduce the risk
or potential for catastrophic incidents.

(‘D»

°
0
D
—
[u))
-
by
0
=
(D
2]

« Qil or gas well drilling or servicing operations;
« Normally unoccupied remote facilities;

« Hydrocarbon fuels used solely for workplace consumption as a fuel
(e.g., propane used for comfort heating, gasoline for vehicle
refueling), if such fuels are not a part of a process containing
another highly hazardous chemical covered by this standard; or

« Flammabie liquids stored in atmospheric tanks or transferred,
which are kept below their normal boiling point without benefit of
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Cnliung or remgeratlng and are not connected to a process.

Process Safety Information
Hazards of the Chemicals Used in the Process

Complete and accurate written information concerning process
chemicals, process technology, and process equipment is essential
to an effective process safety management program and to a pro-
cess hazard analysis. The compiled information will be a necessary
resource to a variety of users including the team performing the
process hazard analysis as required by PSM; those developing the
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Process technology information will be a part of the process safety

information package and should include employer-established

criteria for maximum inventory levels for process chemicals; limits
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and interconnecting process flow lines and flow rates, stream
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composition, temperatures, and pressures when necessary for
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claritv. The block flow diagram is a simplified diagram.
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occur if operating beyond the established process limits. Employers
are encouraged to use diagrams that will help users understand the
A block flow diagram is used to show the major process equipment

beyond which would be considered upset conditions; and a qualita-
tive estimate of the consequences or results of deviation that could

Technoiogy o
process.
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Equipment in the Process

Piping and instrument diagrams (P&IDs) may be the more appropri-
ate type diagrams to show some of the above details as well as
display the information for the piping designer and engineering staff.
The P&IDs are to be used to describe the relationships between
equipment and instrumentation as well as other relevant information
that will enhance clarity. Computer software programs that do P&IDs
or other diagrams useful to the information package may be used to
help meet this requirement.

The information pertaining to process equipment design must be
documented. In other words, what codes and standards were relied
on to establish good engineering practice? These codes and
standards are published by such organizations as the American
Society of Mechanical Engineers, the American Petroleum Institute,
American National Standards Institute, National Fire Protection
Association, American Society for Testing and Materials, The
Nationai Board of Boiier and Pressure Vessei inspectors, Nationali
Association of Corrosion Engineers, American Society of Exchange
Manufacturers Association, and Modei Buiiding Code groups.

For existing equipment designed and consirucied many years ago in
accordance with the codes and standards avaiiabie at that time and
no ionger in generai use today, ihe empioyer must document which
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d standards were used and that the design and constructio
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Employers who have not implemented an occupational safety and
health program may wish to form a safety and health committee of
employees and management representatives to help the employer
meet the PSM obligations. Such a committee can be a significant
ally in helping the employer implement and maintain an effective
process safety management program for all employees.

Process Hazard Analysis

A process hazard analysis (PHA), or evaluation, is one of the most
important elements of the process safety management program. A
PHA is an organized and systematic effort to identify and analyze the
significance of potential hazards associated with the processing or
handling of highly hazardous chemicals. A PHA provides information
that will assist employers and employees in making decisions for
improving safety and reducing the consequences of unwanted or
unplanned releases of hazardous chemicals.

A PHA analyzes potential causes and consequences of fires, explo-
sions, releases of toxic or flammable chemicals, and major spills of
hazardous chemicals. The PHA focuses on equipment, instrumenta-
tion, utilities, human actions (routine and nonroutine), and external
factors that might affect the process.

The selection of a PHA methodology or technique will be influenced
by many factors including how much is known about the process. Is
it a process that has been operated for a long period of time with little
or no innovation and extensive experience has been generated with
its use? Or, is it a new process or one that has been changed
frequently by the inclusion of innovation features? Also, the size and
complexity of the process will influence the decision as to the appro-
priate PHA methodology to use. All PHA methodologies are subject
to certain limitations. For example, the checklist methodology works
well when the process is very stable and no changes are made, but it
is not as effective when the process has undergone extensive
change. The checklist may miss the most recent changes and
consequently they would not be evaluated. Another limitation to be
considered concerns the assumptions made by the team or analyst.
The PHA is dependent on good judgement and the assumptions
made during the study need to be documented and understood by
the team and reviewer and kept for a future PHA.

The team conducting the PHA needs to understand the methodology
that is going to be used. A PHA team can vary in size from two
people to a number of people with varied operational and technical
backgrounds. Some team members may be part of the team for only



a limited time. The team leader needs to be fully knowledgeable in
the proper implementation of the PHA methodology to be used and
should be impatrtial in the evaluation. The other full or part-time team
members need to provide the team with expertise in areas such as
process technology; process design; operating procedures and
practices; alarms; emergency procedures; instrumentation; mainte-
nance procedures, both routine and nonroutine tasks, including how
the tasks are authorized; procurement of parts and supplies; safety
and health; and any other relevant subjects. At least one team
member must be familiar with the process.

The ideal team will have an intimate knowledge of the standards,
codes, specifications, and regulations applicable to the process
being studied. The selected team members need to be compatible
and the team leader needs to be able to manage the team and the
PHA study. The team needs to be able to work together while
benefiting from the expertise of others on the team or outside the
team to resolve issues and to forge a consensus on the findings of
the study and recommendations.

The application of a PHA to a process may involve the use of
different methodologies for various parts of the process. For ex-
ample, a process involving a series of unit operations of varying
sizes, complexities, and ages may use different methodologies and
team members for each operation. Then the conclusions can be
integrated into one final study and evaluation.

A more specific example is the use of a PHA checklist for a standard
boiler or heat exchanger and the use of a Hazard and Operability
PHA for the overall process. Also, for batch-type processes like
custom batch operations, a generic PHA of a representative batch
may be used where there are only small changes of monomer or
other ingredient ratio and the chemistry is documented for the fuil
range and ratio of batch ingredients. Another process where the
employer might consider using a generic type of PHA is a gas plant.
Often these plants are simply moved from site to site, and therefore,
a generic PHA may be used for these movable plants. Also, when
an empioyer has several similar size gas piants and no sour gas is
being processed at the site, a generic PHA is feasible as long as the
variations of the individual sites are accounted for in the PHA.

Finally, when an empioyer has a iarge continuous process with
several control rooms for different portions of the process, such as
for a distillation tower and a blending operation, the employer may
wish to do each segment separately and then integrate the final
resuits.



Small businesses covered by this rule often will have processes that
have less storage volume and less capacity and may be less compli-
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anticipate that the less complex methodologies would be used to
meet the process hazard analysis criteria in the standard. These
process hazard analyses can be done in less time and with fewer
peopie being invoived. A iess compiex process generaiiy means that
less data, P&IDs, and process information are needed to perform a
process hazard analysis.

Many small businesses have processes that are not unique, such as
refrigerated warehouses or cold storage lockers or water treatment
facilities. Where employer associations have a number of members
with such facilities, a generic PHA, evolved from a checklist or what-
if questions, could be developed and effectively used by empioyers
to reflect their particular process; this would simplify compliance for
them.

When the employer has a number of processes that require a PHA,
the employer must set up a priority system to determine which PHAs
to conduct first. A preliminary hazard analysis may be useful in
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are subject to coverage by the process safety management stan-
dard. Consideration should be given first to those processes with the
potential of adversely affecting the Iargest number of employees
This priority setting aiso shouid consider the potentiai severity of a
chemical release, the number of potentially affected employees, the
operating history of the process, such as the frequency of chemical
releases, the age of the process, and any other relevant factors.
Together, these factors would suggest a ranking order using either a
weighting factor system or a systematic ranking method. The use of
a preliminary hazard analysis will assist an employer in determining
which process should be of the highest priority for hazard analysis
resulting in the greatest improvement in safety at the facility occur-
ring first.

Detailed guidance on the content and application of process hazard
analysis methodologies is available from the American Institute of
Chemical Engineers’ Center for Chemical Process Safety, 345 E.
47th Street, New York, New York 10017, (212) 705-7319. Also, see
the discussion of various methods of process hazard analysis
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Operating Procedures

Operating procedures describe tasks to be performed, data to be
recorded, operating conditions to be maintained, samples to be



collected, and safety and health precautions to be taken. The
procedures need to be technically accurate, understandable to
employees, and revised periodically to ensure that they reflect
current operations. The process safety information package helps to
ensure that the operating procedures and practices are consistent
with the known hazards of the chemicals in the process and that the
operating parameters are correct. Operating procedures shouid be
reviewed by engineering staff and operating personnel to ensure
their accuracy and that they provide practical instructions on how to
actually carry out job duties safely. Also the employer must certify
annually that the operating procedures are current and accurate.

Operating procedures provide specific instructions or details on what
steps are to be taken or followed in carrying out the stated proce-
dures. The specific instructions should include the applicable safety
precautions and appropriate information on safety implications. For
example, the operating procedures addressing operating parameters
will contain operating instructions about pressure limits, temperature
ranges, flow rates, what to do when an upset condition occurs, what
alarms and instruments are pertinent if an upset condition occurs,
and other subjects. Another example of using operating instructions
to properly implement operating procedures is in starting up or
shutting down the process. In these cases, different parameters will
be required from those of normal operation. These operating
instructions need to clearly indicate the distinctions between startup
and normal operations, such as the appropriate aliowances for
heating up a unit to reach the normai operating parameters. Aiso,
the operating instructions need to describe the proper method for
increasing the temperature of the unit until the normal operating
temperatures are reached.
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maintenance department (like changing a valve from steel to brass
or other subtle changes) need to be evaluated to determine whether
operating procedures and practices also need to be changed. All
management of change actions must be coordinated and integrated
with current operating procedures, and operating personnel must be
alerted to the changes in procedures before the change is made.
When the process is shut down to make a change, then the operat-

ing procedures must be updated before re-starting the process.

Training must include instruction on how to handle upset conditions
as well as what operating personnel are to do in emergencies such
as pump seal failures or pipeline ruptures. Communication among
operating personnel and workers within the process area performing
nonroutine tasks also must be maintained. The hazards of the tasks
are to be conveyed to operating personnel in accordance with
estabiished procedures and to those performing the actuai tasks.
When the work is compieted, operating personnei shouid be in-
formed to provide ciosure on the job.
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training in subjects such
practices, emergency ev
routine and nonroutine work aut
pertinent to process safety and

employer’s training program.
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In establishing their training programs, employers must clearly
identify the employees to be trained, the subjects to be covered, and
the goals and objectives they wish to achieve. The learning goals or
objectives should be written in clear measurable terms before the
training begins. These goals and objectives need to be tailored to
each of the specific training modules or segments. Employers
should describe the important actions and conditions under which
the employee will demonstrate competence or knowledge as well as
what is acceptable performance.
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in simulated or real situations, will enhance |earn|ng. For example,
operating personnel, who will work in a control room or at control
panels, would benefit by being trained at a simulated control panel.
Upset conditions of various types could be displayed on the simula-
tor, and then the employee could go through the proper operating
procedures to bring the simulator panel back to the normal operating
parameters. A training environment could be created to help the
trainee feel the full reality of the situation but under controlled
conditions. This type of realistic training can be very effective in
teaching employees correct procedures while allowing them also to
see the consequences of what might happen if they do not follow
established operating procedures. Other training techniques using
videos or training also can be very effective for teaching other job
tasks, duties, or imparting other important information. An effective
training program will allow employees to fully participate in the
training process and to practice their skills or knowledge.

Hands-on training, where employees actually apply lessons learned

Employers need to evaluate periodically their training programs to
see if the necessary skilis, knowiedge, and routines are being
properiy understood and impiemented by their trained empioyées

The memocs for evaluaung the Iralrung SFIOUIO be Gevelopeo along
with the tramlng program goals and objectlves Tralnlng program
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improve the training process. If there is a language barrier, the
Iannuage known to he ’rmmpm ehol,ld be used to reinforce the

Careful consideration must be given to ensure that employees,
including maintenance and contract employees, receive current and
updated training. For example, if changes are made to a process,
affected employees must be trained in the changes and understand
the effects of the changes on their job tasks. Additionally, as already
discussed, the evaluation of the employee’s absorption of training
will certainly determine the need for further training.
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Contractors
Employers who use contractors to perform work in and around
processes that involve highly hazardous chemicals have to establish
a screening process so that they hire and use only contractors who
accomplish the desired job tasks without compromising the safety
and health of any employees at a facility. For contractors whose
safety performance on the job is not known to the hiring employer,
the employer must obtain information on injury and illness rates and
experience and should obtain contractor references. In addition, the
employer must ensure that the contractor has the appropriate job
skills, knowledge, and certifications (e.g., for pressure vessel weld-
ers). Contractor work methods and experience should be evaluated.
For example, does the contractor conducting demolition work swing
loads over operating processes or does the contractor avoid such
hazards?

Maintaining a site injury and iliness iog for contractors is another
method empioyers must use to track and maintain current knowiedge
of activities mvolvmg contract employees worklng onor adjacent to
processes covered by l‘"blVl injury and iliness logs of both the

employer S employees nd co ﬂ[raCI empioyees aiiow ine empioyer io
l.
n
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have fuli Knowiedge of process injury and iliness experience.
log contains information useful to those audmng process safety
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ployer has better coordmatlon and more management control over
the work being performed in the process area. A well-run and well-
maintained process, where employee safety is fully recognized,
benefits all of those who work in the facility whether they are employ-
ees of the employer or the contractor.

Pre-Startup Safety Review

For new processes, the employer will find a PHA helpful in improving
the design and construction of the process from a reliability and
quality point of view. The safe operation of the new process is
enhanced by making use of the PHA recommendations before final

12



ip stallations are combnleted. P&IDs should be r\nmnlotnd the operat-

Tl lul. IV QAN Wi

ocedures put in place, and the operating staff tramed to run the
s, before startun. The initial startup nrocedures and normal

S
sS Sidarilp Hal stariln procedulres
tir

p ~
ra nmrpdurpq muqt be fullv evaluated as nart of the pre-

nag
g procedures must be Tull ated
tartup review to ensure a safe transfer into the normal operating
mode.
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For existing processes that have been shutdown for turnaround or
modification, the employer must ensure that any changes other than
“replacement in kind” made to the process during shutdown go
through the management of change procedures. P&IDs will need to
be updated, as necessary, as well as operating procedures and
instructions. If the changes made to the process during shutdown
are significant and affect the training program, then operating
personnel as well as employees engaged in routine and nonroutine
work in the process area may need some refresher or additional
training. Any incident investigation recommendations, compliance
audits, or PHA recommendations need to be reviewed to see what
affect they may have on the process before beginning the startup.

Mechanical Integrity of Equipment

Empioyers must review their maintenance programs and scheduies

to see if there are areas where “breakdown” maintenance is used
rather than the more preferable on- gomg mechanical lntegnty

o 10 e am PP SOy P -..- | PP

plugldm :qunpmenl u::eu to process, store, or handie hig
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requlres that a mechamcal

Elements of a mechanical integrity program include identifying and
categorizing equipment and instrumentation, inspections and tests
and their frequency: maintenan inte-

proc nr{urae training of mai
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of test and inspection results; and documentation of manufacturer
recommendations for pomnmpnt and instrumentation.

anfca
nance nersonnel: criteria for a ceptable test rpm ilts: documentation

Process Defenses

The first line of defense an employer has is to operate and maintain
the process as designed and to contain the chemicals. This is
backed up by the second line of defense which is to control the
release of chemicals through venting to scrubbers or flares, or to
surge or overflow tanks designed to receive such chemicals. This
also would include fixed fire protection systems like sprinklers, water



The first step of an eff e mechanical inte program i
compile and categorize a list of process equipment and instrumenta-
tion to include in the progr t S pressure vessels,
storage tanks, process piping, relief and vent systems, fire protection
system components, emergency shutdown systems and alarms, and
interlocks and pumps. For the categorization of instrumentation and
the listed equipment, the employer should set priorities for which

pieces of equipment require closer scrutiny than others.
Inspection and Testing

The mean time to failure of various instrumentation and equipment
parts would be known from the manufacturer’'s data or the
employer’s experience with the parts, which then influence inspec-
tion and testing frequency and associated procedures. Also, appli-
cable codes and standards—such as the National Board Inspection
Code, or those from the American Society for Testing and Materials,
American Petroieum institute, Nationai Fire Protection Association,
American Nationai Standards institute, American Society of Me-
chanicai Engineers, and other groups—provide information o heip
establish an effective testing and inspection frequency, as well as
appropriate methodologies.

The applicabl
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n
h truction. Also, internal and external erosion
must be considered along with corrosion effects for piping and

valves. Where the corrosion rate is not known, a maximum inspec-

tion frequency is recommended (methods of developing the corro-
sion rate are available in the codes). Internal inspections need to
cover items such as the vessel shell, bottom and head; metallic
linings; nonmetallic linings; thickness measurements for vessels and
piping; inspection for erosion, corrosion, cracking and bulges;
internal equipment like trays, baffles, sensors and screens for

erosion, corrosion or cracking and other deficiencies. Some of these
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inspections may be performed by state or local government inspec-
tors under state and local statutes. However, each employer must
develop procedures to ensure that tests and inspections are con-
ducted properly and that consistency is maintained even where
different employees may be involved. Appropriate training must be
provided to maintenance personnel to ensure that they understand
the preventive maintenance program procedures, safe practices, and
the proper use and application of special equipment or unique tools
that may be required. This training is part of the overall training
program called for in the standard.

Quality Assurance

A quality assurance system helps ensure the use of proper materials
of construction, the proper fabrication and inspection procedures,
and appropriate installation procedures that recognize field installa-
tion concerns. The quality assurance program is an essentiai part of
the mechanical integrity program and will help maintain the primary
and secondary lines of defense designed into the process to prevent
unwanted chemical releases or to control or mitigate a release. “As
built” drawings, together wit icati 0 s
other equipment and materi
ao>oul
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Nonroutine Work Authorizations

Nonroutine work conducted in process areas must be controlled by
the employer in a consistent manner. The hazards identified involv-
ing the work to be accomplished must be communicated to those
doing the work and to those operating personnel whose work could
affect the safety of the process. A work authorization notice or
permit must follow a procedure that describes the steps the mainte-



nance sgnervlsor cantractor reoresenta_tlve or other person needs
to follow to obtain the necessary clearance to start the job. The work
authorization procedures must reference and coordinate, as appli-
cable, lockout/tagout procedures, line breaking procedures, confined
space entry procedures, and hot work authorizations. This proce-
dure also must provide clear steps to follow once the job is com-
pleted to provide closure for those that need to know the job is now

completed and that equipment can be returned to normal.

Managing Change

To properly manage changes to process chemicals, technology,
equipment and faciiities, one must define what is meant by change.
In the process safety management standard, change includes all
modifications to equipment, procedures, raw materials, and process-
ing conditions other than “replacement in kind " These changes

must be prupeny managed by lueuulyulg and reviewing them prior to
|mplementlng them. For example, the operatmg procedures contain

Iha Alnaratins maramatare Inracciira imide nAaratiirn ranms flAavar

the Operauniy pal aimeiers (pressure iimits, Lcmpclatwc ranges, tiow
rates, etc.) and the importance of operatlng within these limits. While
tha nnaratar miiet hava tha flavihili I t0 maintain safe gperation

LI UHUI (=385 ] l UOL Hicaave wiv ||UI\IU| AW LIt ILiinl ol v VH\I‘ CALIWVI

within the established parameters, any operation outside of these
parameters mmumc review and approval by a written management

e v Lanva Qs vy G

of change procedure Management of change also covers changes
in process technology and changes to equipment and instrumenta-
tion. Changes in process technology can result from changes in
production rates, raw materials, experimentation, equipment unavail-
ability, new equipment, new product development, change in cata-
lysts, and changes in operating conditions to improve yield or quality.
Equipment changes can be in materials of construction, equipment
specifications, piping pre-arrangements, experimental equipment,
computer program revisions, and alarms and interlocks. Employers
must establish means and methods to detect both technical and
mechanical changes.

Temporary changes have caused a number of catastrophes over the
years, and employers must establish ways to detect both temporary,
and permanent changes Itis important that a time limit for temporary
changes be established and monitored since otherwise, without
control these changes may tend to become permanent Temporary

bl idiiges die bUUijl {8 Ll e ruauageulem Ul bl ldrige plUVIblUllb In
addition, the management of change procedures are used to ensure

+thnat tha Aariiinmana A nra~nadiirne ara ratiirmad + thhair Ariminal A

uiat uic U\.«lUlPIIICI II. Gl U MITULTUUITO alT ITuillicu lU I.I ITH Vilgiiiai Ul

designed conditions at the end of the temporary change. Proper

documentation and review of these chanaes are invaluable in
\CAVLVIGIERAYI NS LIVEE QATINA T VIWLYY VI LiIvow Wil lgco CAUAIL U IHIVAIIUCAWII, 11

ensuring that safety and health considerations are incorporated into

16



operating procedures and processes. Employers may wish to
develop a form or clearance sheet to facilitate the processing of
changes through the management of change procedures. A typical
change form may inciude a description and the purpose of the
change, the technical basis for the change, safety and heaith consid-
erations, documentation of changes for the operating procedures,
marntenance procedures mspectron and testing, P&IDs electrical
sific IO Iralnlng ancr CO[T]H"IUHIC&I OﬁS pre-s Iar[‘up Specnon

tion.

Where the i npaur of the change is mir Oi’ a id well understood, a
eck list reviewed by an authorlzed person, wi
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procedure manuals are updated Copres of process change must
be kept in an accessible location to ensure that design changes are

available to operating personnel as well as to PHA team members
when a PHA is being prepared or being updated.

Incident Investigation

Incident investigation is the process of identifying the underlying
causes of incidents and implementing steps to prevent similar events
from occurring. The intent of an incident investigation is for employ-
ers to learn from past experiences and thus avoid repeating past
mistakes. The incidents OSHA expects employers to recognize and
to investigate are the types of events that resulted in or could rea-
sonably have resulted in a catastrophic release. These events are
sometimes referred to as “near misses,” meaning that a serious
consequence did not occur, but could have. (See Figure 3 for
sampie incident investigation report form.)

Employers must develop in-house capability to investigate incidents
that occur in therr facilities. A team should be ssembled by the
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Notification of Process Change Checklist

information about the Change:

QOriginator Date of Origination

Proposed Date of Change i} Area

O Permanent O Temporary From To

Description and Location of Change (Scope)

niral Racie fne Channa

1O TG WGDIY TR Ullﬂll’li

Nature of the Change:

Change affects: O Safety 0O Loss Prevention O Environment O Health

Type of Change: O Alarm 0 Shutdown Point O Addition or Removal of Equipment
O Piping Modification O Chemical T Process Computer Controt
O Job Procedure O Instrument O Equipment/Material Modification
Q Other

Y
Premaodification Chackllst: by

DoocDooOopOooooOpDDOoon

000000 OoOO0Oooooa

Consutt piping and equipment specifications.

g% Perform reactive chemicals testing. I In process?

Add invoived materials to Toxic Substance Control Act (TSCA) inventory.

Calculate impact on F&E! and CEI,
Compiymm Engineering Practices.
Comply with Technology Center guideiines.

Compiy with Dow. Environmental Protection Guideline for Cpe
Comply wm:t Safefy and Loss Prevention requirements.
Consult Maintenance (name)

D
!UI

Consult instrument and efectrical technician (name)

Consuit pans technician (name)

Evaluate and modify relief system (name)

Consult Industrial Hygiene (name)
Consult Process Engineering (name)

uomplexe required reviews (name revnews>

Cther

Postmodification Checklist (Before Startup):

Applicable initials

ononoooE

oooooagag

Approvals:

Originator

First Reviewer

Department Head/Superintendent

Corporate SAP/S

Fahnian, 1009
TEURTY ivee

Performed prestartup audit,

Completed or updated rraining program.

Wrote and obtained approval for job procedures.
Updated P&IDs process flow sheets and plot plans.
Trained personnel on the change.

Updated cntical instrument checkiist.

Changed computer code and documentation,

Name Date

Reprinted with permission of Dow Chemical USA,

2020 Dow Center, Midland, Mi 48762.
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COMPANY

National Safety Council

ACCIDENT INVESTIGATION REPORT

ADDRESS

F:Ass NUMBER 1

DEPARTMENT

LOCATION (if different from mailing address)

1. NAME of INJURED

2. SOCIAL SECURITY NUMBER | 3. SEX

CM™

4 AGE 5. DATE of ACCIDENT
OF

6. HOME ADDRESS

7. EMPLOYEE'S USUAL OCCUPATION

8. OCCUPATION at TIME of ACCIDENT

9. LENGTH ot EMPLOYMENT

11. EMPLOYMENT CATEGORY

C Reguiar, part-ume  Seasonal

O Reguiar, tul-time Temporary T Nonempioyee

Olessthan 1 mo. 6 mos. to5yrs.
T 1.5 mos. O More than 5 yrs.

10. TIME n OCCUP. at TIME of ACCIDENT
Clessthan 1mo. 6 mos. to5yrs
3 1-5 mos. T More than 5 yrs.

13. NATURE of INJURY and PART of BODY

12. CASE NUMBERS and NAMES of OTHERS INJURED in SAME ACCIDENT

14. NAME and ADDRESS ot PHYSICIAN

16. TIME of INJURY

AM

A PM.

15. NAME and ADDRESS of HOSPITAL

J* B. Time within shift

Type of shift

17. SEVERITY of INJURY
[ Fatality
0 Lost workdays—days away from work
O Lost workdays—days of restricted activity

= Medical treatment
O First aid

O Other, specity

18. SPECIFIC LOCATION of ACCIDENT

. ‘,}'g,ﬂ During rest period

ON EMPLOYER'S PREMISES? TJYes (T No

ﬁtﬁ\E During mnf;unod
pc- e
ﬁfwm oyemﬂ%.;
e

19. PHASE.OF EMPLOYEE's WORKDAY at TIME of INJURY

O Entering or leaving piant
O Performing work duties

T Other

20. DESCRIBE HOW the ACCIDENT OCCURRED

-

T

21. ACCIDENT SEQUENCE. Describe in reverse order of occurrence events preceding the injury and accident. Starting

with the injury and moving ¢ i time,

A. Injury Event

of events that led 1o the injury.

B. A Event

C. Preceding Event #1

D. Preceding Event #2, #3, etc

¢ ainby4




44

22. TASK and ACTIVITY at TIME of ACCIDENT 2.

A. General type of task

POSTURE of EMPLOYEE

8. Soecific actvity _

24

L. CMpIOyee Was working:

O Alone [ With crew or fellow worksr 7] Othar spacity

WOIRRl viner, spedily

SUPERVISION at TIME of ACCIDENT

2] Directty supervised (3 Not supervised
O Indirectty supervised T Supervision not feasibie

25. CAUSAL FACTORS. Events and conditions that contributed to the accident. Include those
igentified by use of the Guide for identifying Causal Factors and Corrective Actions.

1 L4 44, o m re and Ma
m‘—..,::ﬁw by use of tne G...ae for idenulying c=usa= .‘aczu-. and Corrective ACtions.

PREPARED 8Y APPROVED
TITLE TITLE DATE
DEPARTMENT. DATE APPROVED

Reprinted with permission from the National TITLE DATE
Satety Council, 1121 Spnng Lake Dnve,

itasca, iL 607143-32017

{panupuo)) ¢ ainbi4



should be selected on the basis of their training, knowledge, and
ability to contribute to a team effort to fully investigate the incident.

Employees in the process area where the incident occurred should
be consulted, interviewed or made a member of the team. Their
knowledge of the events represents a significant set of facts about
the incident that occurred. The repor, its findings, and recommen-
dations should be shared with those who can benefit from the
information. The cooperation of employees is essential to an effec-
tive incident investigation. The focus of the investigation should be
to obtain facts and not to place blame. The team and the investiga-
tive process should clearly deal with all involved individuals in a fair,
open, and consistent manner.

Emergency Preparedness

Each employer must address what actions employees are to take
when there is an unwanted release of highly hazardous chemicals.
Emergency preparedness is the employer’s third line of defense that
will be relied on along with the second line of defense, which is to

contr Al fha rnloocn nf nhamuﬂale f‘r\n+rr\l releages and ama roency
WwANJHIU W LIO e W wiliviiiliivQlilo WUV TUTIVAOUOUOY Ll I G.llbls y

preparedness will take place when the first line of defense to operate
and maintain the process and contain the chemicals fails to stop the
release In prepanng for an emergency chemical release, employers

will need 1o decide the foliowing:

» Whether they want employees to handle and stop small or minor
incidental releases;

» Whether they wish to mobilize the available resources at the plant
and have them brought to bear on a more significant release;

» Whether employers want their employees to evacuate the danger
area and promptly escape to a preplanned safe zone area, and
then allow the local community emergency response organizations
to handle the release; or

+ Whether the employer wants to use some combination of these
actions.

Employers will need to select how many different emergency pre-
paredness or third lines of defense they plan to have, develop the
necessary emergency plans and procedures, appropriately train
employees in their emergency duties and responsibilities, and then

larmaoant thann liman Af AAfAarman

Illl}JlUlllUl II. LI ieSE lll ieS UI UUICIIDU
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anlgyers, at a minimum, must have an emergency action plan that
will facilitate the prompt evacuatxon of employees when there is an
unwanted release of a highly hazardous chemical. This means that

the employer’s plan will be activated by an alarm system to alert
employees when to evacuate, and that employees ‘who are physi-
cally impaired will have the necessary support and assistance to get
them to a safe zone. The intent of these requirements is to alert and
move employees quickly to a safe zone. Delaying alarms or confus-
ing alarms are to be avoided. The use of process control centers or
buildings as safe areas is discouraged. Recent catastrophes indi-
cate that lives are lost in these structures because of their location
and because they are not necessarily designed to withstand over-
pressures from shock waves resulting from explosions in the process
area.

When there are unwanted incidental releases of highly hazardous
chemicals in the process area, the employer must inform employees
of the actions/procedures to take. If the empioyer wants empioyees
to evacuate the area, then the emergency action plan will be acti-
vated. For outdoor processes, where wind direction is imporiant for
seiecting the safe route io a refuge area, ihe empioyers shouid piace
a wind direction indicator, such as a wind sock or pennant, ai the
highest point visible throughout the process area. Employees can
IHOVB UpWIHU ()l LIIB reneabe 1o gdlll bdle access io a reluge died Uy

If the employer wants specific employees in the release area to
control or stop the minor emergency or incidental release, these
antinne miict ha nlannad in advancra and nraradiirne Aovunlanad anAd
AWVLIVIIO 1TTUOL VT PIU.I IHHICW 1 Quvalivyeo al i .Jl VLo uUuuI o UUVUIUIJUU al v
imnlamantad Handlina inridantal ralaacace fAr minar amarAaanciac in
IIllrJlUlllUl (IS AW ] 1 1ICAl iNAI N Is HIWIWIWLTILG T UITVAUAUDOUWY W TV Uil 3\4! NI
the process area must include pre-planning, providing appropriate
equipment for the hazards, and conducting training for those employ-
ees who will perform the emergency waork before they respond to
handle an actual release. The employer’s training program, includ-
ing the Hazard Communication standard training, is to address,

identify, and meet the training needs for employvees who are ex-
D pected to handle incidental or minor releases.

Preplanning for more serious releases is an important element in the
employer’s line of defense. When a serious release of a highly
hazardous chemical occurs, the employer, through preplanning, will
have determined in advance what actions employees are to take.
The evacuation of the immediate release area and other areas, as
necessary, would be accomplished under the emergency action
plan. If the employer wishes to use plant personnel—such as a fire
brigade, spill control team, a hazardous materials team—or employ-
ees to render aid to those in the immediate release area and to
control or mitigate the incident, refer to OSHA’s Hazardous Waste

N
(9]



Operations and Emergency Response (HAZWOPER) standard (Title
29 CFR Part 1910.120). If outside assistance is necessary, such as
through mutual aid agreements between employers and local
aovarnment emaraancy regnonge araanizatinneg these emarnancy
3\1' N IR INST AN i svl IVJ L V\JV\JI I\ vul Hbn ALV Iy Wi Wil u\;l I\.I]
responders are also covered by HAZWOPE The cafotvy and health
VOHVI A AR IR Sy RVERFIIw iV VIV A A IRV | U] IR YRR Y SN0 A B 0 B e B 11 Oulbl.’ CAUINA I QUL
protection required for emergency responders is the responsibility of
thair amnlAaviare and Af tha AnLerana InAidAant ~AAamMmmandar
LHITIHT Tl IpIU CTlIo aAliu Uil UIT UILIFOLTIIT HIVIUTIHIL LUl LHTHTAl IUTT .
AAAAAAAAAAAA armvliman t1smAAar ssmams lhmamavaAlaiia AamaAlldla e
anpUHUb‘lb rhay UG Ulr\lllg utiyger vely ilasaiuvus CONULLIOINS,
[ lereuore, the objective is to nave them competently led by an on-

......... HP Y SRS ~

Scerie IHLI(]GH[ COITTIdnGg e d ld
equipped to do their assigned work safely, and fuily t Irame D carry
out their duties safely before they respond to an emergency. Dirills,
training exercises, or simulations with the iocai community emer-
gency response planners and responder organizations is one means
to obtain better preparedness. This close cooperation and coordina-
tion between plant and local community emergency preparedness
managers also will aid the employer in complying with the Environ-

mental Protection Agency’s Risk Management Plan criteria.l

An effective way for medium to large facilities to enhance coordina-
tion and communication during emergencies within the plant and with
local community organizations is by establishing and equipping an
emergency control center. The emergency control center should be
located in a safe zone so that it could be occupied throughout the
duration of an emergency. The center should serve as the major
communications link between the on-scene incident commander and
olant or corporate management as wpll aq with Ioo al rommunity :
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'EPA is required by the Clean Air Act Amendments of 1990 to develop regulations that
will require companies to make available to the public information on the way the
companies manage the risks of the chemicals they handle. These regulations will be
developed in 1992. The OSHA PSM standard, which meets similar Clean Air

Amendment re qUIremen[S and the !Ortncomlng EPA rUleS wiil apply Only fo Specmeo
rhaminale in lictad Atrantitine NCQLIA ﬁnﬂ CDA’n licts s
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Compliance Audits

An audit is a technique used to gather sufficient facts and informa-
tion, including statistical information, to verify compliance with
standards. Employers must select a trained individual or assemble a
trained team to audit the process safety management system and
program. A small process or plant may need only one knowledge-
ble person to conduct an audit. The audit includes an evaluation of
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Planning
Planning is essential to the success of the auditing process. During
planning, auditors shouid select a sufficient number of processes to
give a high degree of confidence that the audit reflects the overalil
ievel of compiiance with the standard. Each empioyer must estabiish
the format, staffing, scheduiing, and verification methods before
conducting the audit. The format should be designed to provide the
lead auditor with a procedure or checklist that details the require-
ments of each section of the standard. The names of the audit team
members should be listed as part of the format as well. The check-
list, if properly designed, could serve as the verification sheet that
provides the auditor with the necessary information to expedite the
review of the program and ensure that all requirements of the
standard are met. This verification sheet format could also identify
those elements that will require an evaluation or a response to
correct deficiencies. This sheet also could be used for developing
the follow-up and documentation requirements.
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gency preparedness; warehousing or
e =

«
«

reievant. For exampie, the audit team wili review ail aspects of the
training program as part of the overali audit. The team wili review
the written training program for adequacy of content, frequency of
training, effectiveness of training in terms of its goals and objectives
as well as to how it fits into meeting the standard’s requirements.
Through interviews, the team can determine employees’ knowledge
and awareness of the safety procedures, duties, rules, and emer-
gency response assignments. During the inspection, the team can
observe actual practices such as safety and health policies, proce-
dures, and work authorization practices. This approach enables the
team to identify deficiencies and determine where corrective actions
or improvements are necessary.

Evaluation and Corrective Action
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s, resource allocations and require-
iillles. iﬁ Some cases, correCtive aclion may
impie change in procedures or a minor maintenance effort
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e used, as appropriate, even for a seemingiy minor change. Many
of the deficiencies can be acted on promptly, while some may
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taken, including an explanation when no action is taken on a finding,

S DO

necessary; this is a valid response to an audit finding. All actions

dures and practices. There may be instances where no action is
need to be documented.

require engineering studies or more detailed review of actual proce-

L 0

L .m“ 2 07)] ,m“m TEE0
m.. voZLETE SO0® H
oS M0 THx= 3
TR mW. - O mw o ©
ahevnvluﬁ.vrlﬁbnlﬁa —~ 45
bl = 2o 5 - = O
o E QT L QgL 20025
COoOLO0EEQOYSHE -
- O oo Q= - ) =

eV RTCR
elPvaala2cPaoal
shGe0&E25E202
- S T = WS (O N

) —
TS 2E
. ) i e e
) ...I._- lnIVImJImN .oolw fmv. - :

& PODoHE FgEETED
0 0ENLO ¢gQ® Ic

— e Q

08 3O FEEs

. . T | -
F O WO s+ OO0

29

usion
standard imposes. The end result can only be safer more healthful

employers to comply more easily with the new requirements the
workplace for all employees—a goal we all share.

OSHA believes the preceding discussion of PSM should help small

Concl
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Checklist. For more complex processes, the “what if” study can be
best organized through the use of a “checklist,” and assigning certain
aspects of the process to the committee members having the
greatest experience or skill in evaluating those aspects. Operator
practices and job knowledge are audited in the field, the suitability of
equipment and materials of construction is studied, the chemistry of
the process and the control systems are reviewed, and the operating
and maintenance records are audited. Generally, a checklist evalua-
tion of a process precedes use of the more sophisticated methods
described below, unless the process has been operated safely for
many years and has been subjected to periodic and thorough safety
inspections and audits.

What-If/Checklist. The what-if/checklist is a broadly based hazard

assessment technique that combines the creative thinkin
selected team of specialists with the methodical focus of

e  nd
checklist. The result is a comprehensive hazard analysis that i
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extremely useful in training operating personnel on the hazards of
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he review team methodicaily examines the operation from receipt of
Is to delivery of the finished product to the customer’s

e. At each step, the group coilectively generates a listing of “what-
questions regarding the hazards and safety of the operation.
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When the review team has completed listing its spontaneously
generated questions, it systematically goes through a prepared
checklist to stimulate additional questions.

Subsequently, answers are developed for each question. The
review team then works to achieve a consensus on each question
and answer. From these answers, a listing of recommendations is
developed specifying the need for additional action or study. The
recommendations, along with the list of questions and answers,
become the key elements of the hazard assessment report.

Hazard and Operability Study (HAZOP) HAZOP is a formally

PUPNEN Y Ny .l ‘Z P Y Yy -- PO} Uy Sy P

structurea metnod SySIemallcauy IﬂV lgdllﬂg edlil Bleﬂlent Of a
system for ali of the ways in which important parameters can deviate
fomumn dlan femdamadan] AdAamimem macmalidliamma b mva - lnamavadla amal AmaAaralailie .
HOI Ui Hileliueu Jesigll CONUILIVLNS U Licdle Tiadalus aliu vpeiaulily
problems. The hazard and operability problems are typically deter
mtmad lwy A attidu AfF A minims AarnA inatriimmAant Aiacrame (Ar nlantd
HINITU VY A otuuy Ul LUIT Plpiliy aliu Hiollutiiciiit uiayiailio \Vi piaiit
model) by a team of personnel who critically analyze effects of
potential problems arising in each pipeline and each vessel of the
operation

Pertinent pa. meters are selected, f n u
pressure, and time. e effect o jations

condi |ons of each parameter is examined. A list of key words, for
example, “more of " “less of,” “,. rt of,” are selected for use in de-
scribing each potential deviation

The system is evaluated as designed and with deviations noted. All
causes of failure are identified. Existing safeguards and protection
are identified. An assessment is made weighing the conseguences,
causes, and protection requirements involved.

Failure Mode and Effect Analysis (FMEA). The FMEA is a methodi-
cal study of component failures. This review starts with a diagram of
the operation, and includes all components that could fail and
conceivably affect the safety of the operation. Typical examples are
instrument transmitters, controllers, valves, pumps, rotometers, etc.
These components are listed on a data tabulation sheet and individu-
ally analyzed for the following:

+ Potential mode of failure, (i.e., open, closed, on, off, leaks, etc);

« Consequence of the failure; effect on other components and
effects on whole system;
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 Probability of failure;
- Detection methods; and
+ Remarks/compensating provisions.

Multiple concurrent failures also are included in the analysis. The
last step in the analysis is to analyze the data for each component or
multiple component failure and develop a series of recommendations
appropriate to risk management.

Fault Tree Analysis. A fault tree analysis can be either a qualitative
or a quantitative model of all the undesirable outcomes, such as a
toxic gas release or explosion, that could result from a specific
initiating event. It begins with a graphic representation (using logic
symbols) of all possible sequences of events that could result in an
incident. The resulting diagram looks like a tree with many branches
listing the sequential events (failures) for different independent paths
to the top event. Probabilities (using failure rate data) are assigned

to each event and then used to calculate the probability of occur-
rence of the undesired event.

NS o RV Livlwl ] Reg U B vl

This technique is particularly useful in evaluating the effect of alter-
native actions on reducing the probability of occurrence of the

.
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States with Approved Plans

industrial Commission of Arizona
800 W.Washington
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Baltimore, MD 21202-2272

(03]

W



DIRECTOR

Michigan Department of Labor
Victor Office Center
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Nev. da Department of Industrial

Capitol Complex

1370 S. Curry Street

Carson City, NV 89710
(702) 687-3032
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New Mexico Environmental
Department
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Santa Fe, NM 87502
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Puerto Rico Department of Labo
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i G TVIta

Rivera Avenue
00918

Q
o
=
5
7]
L
o
=
m
by

Scu"h Carolina Department
of Labor

3600 Forest Drive

P.O.Box 11329

Columbia, SC 29211-1329

(803) 734-95%4

Tennessee Department

710 James Robertso Parkway
Suite “A” - 2nd Floor

Nashville, TN 37243
(615) 741-2582
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Salt Lake City, U
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OSHA Consultation Project Directory

State Telephone
Alabama .....cooiiiii (205) 348-3033
AlaSKA ..., (907) 269-4939
ATIZONA ... (602) 542-5795
ATKANSAS ...cooiiiiiiieeer e (501) 682-4522
California .......ooooiiiieee e (415) 703-4441
Colorado ...coeeeeeeeeieee e (303) 491-6151
ConnectiCUt ........oooiie e (203) 566-4550
Delaware ........ooooeeiii e (302) 577-3908
District of Columbia.............c.ovvvviiiiiiiiiiiiiieeeeeeeeeeeee. (202) 576-6339
Florida ... (904) 488-3044
GEOITIA ....eveeeiieiiietttee e (404) 894-8274
GUAIM e (671) 647-4202
HaWai ..coooiiiiiiiiieeeeeeeeee e (808) 586-9116
1RO ... (208) 385-3283
HINOIS ..o (312) 814-2337
INdIANA ..o (317) 232-2688
JOWE ... (515) 281-5352
KanSas .....ccoommimiiiiiiieee e (913) 296-4386
KentUCKY ..coooviiiiieee e, (502) 564-6895
LOUISIANA ...cooiiiiiiiieee e (504) 342-9601
MaiNe ..o (207) 624-6460
Maryland ......oooo e, (410) 333-4218
MassachUSEettS .........coovveciiiiii e (617)969-7177
Michigan ..o, (517) 322-8250(H)
(517) 322-1809(S)
MINNesOota.......e e (612) 297-2393
MiISSISSIPPI oot (601) 987-3981
MISSOUT ..o (314) 751-3403
Montana ........ccoeiiiiii e, (406) 444-6418
Nebraska ..........ccccoiniiiiiiiii (402) 471-4717
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Rhodelsland ......cccoevveiviiiinninins
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South Dakota........ ..
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(S) - Safety
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...............................

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

............................... (702) 486-5016
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............................... \VWVU) L7 1 e

............................... (609) 292-3923

(505) 827-2877
457-2481
733-2360

701)221-5188
644-2631

(405) 528-1500
03) 378-3272
357-2396

(809) 754-2171

(401) 277-2438

(803) 734-9599

5) 688-4101

5) 741-7036
(512) 440-3834
1) 530-6868
(802) 828-2765
804) 786-8707

(809) 772-1315
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Albuquerque, NM ...
Allentown, PA ...

Anrhnrana AWK

MV INJIQY, N coceccrtcstccccococaccsccscccssoccns

AUSEIN, TX oo,
Avenel, NJ ..o

| S A\V4

tsowmansvme, [ I (.
Braintree, MA ...
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DIUYCTPUIL, U cceiiiiiiiiiciiiiiiiiiiiiiiianinnan

Calumet City, IL ...,

Carson City, NV

Charieston, WV ......ccooueiieeiieeieeeeeeennnn,
Cincinnati, OH .....ccooovieeiiiiiieiiee,
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......................

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

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

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

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

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

----------------------

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

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

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

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

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

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

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

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

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

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

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

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

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

elephone

(518) 464-6742

NAL 4L

(505) 766-3411

(215) 776-0592
(907)271-5152

\VWVi e

(414) 734-4521
(207) 622-8417
(512) 482-5783
(908) 750-3270
{410) 962-2840
(504) 389-0474
(718) 279-9060
{206) 553-7520
(406) 657-6649

(onz:\ 731-1524
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(701) 250-4521
(208) 334-1867

(716) 684-3891
(617) 565-6924
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Des Moines, IA.............. et (515) 284-4794

Englewood, CO ....ooiiiiiiiiiiiiiiiiiiie e (303) 843-4500
B, PA e (814) 833-5758
Fort Lauderdale, FL.......ccooriiiii e, (305) 424-0242
FOrtWorth, TX ..o (817) 885-7025
Frankfort, KY ...ttt (602) 227-7024
Harrisburg, PA ...t (717) 782-3902
Hartford, CT ..o (203) 240-3152
HasbrouckHeights, NJ ... (201) 288-1700
Hato Rey, PR (809) 766-5457
Honolulu, H ..o e (808) 541-2685
Houston, TX ... ceeeeeeeeeeeeeeen. (713) 286-0583
Houston, TX ..o (713) 591-2438
Indianapolis, IN ..., (317) 226-7290
Jackson, MS ... (601) 965-4606
Jacksonville, FL ..o e (904) 232-2895
Kansas City, MO ... (816) 426-2756
Lansing, Ml ..o e (5617)377-1892
Little RoCK, AR ..o (501) 324-6291
LUbbOoCK, TX ... e (806) 743-7681
MadisSON, W .o et (608) 264-5388
Marlton, NJ ... (609) 757-51 81
Methuen, MA ..., (617)565-811

Milwaukee, Wl ..., (414) 297-3315
Minneapolis, MN .. (612) 348-1994
MODIIE, AL .., (205) 441-6131
Nashville, TN ... (615) 781-5423
NeW YOork, NY oo {(212) 264-9840
Norfoll, VA .. (804) 441-3820
North AUrora, 1L ......coooimmiiiiiieeee e (708) 896-8700
Oklahoma City, OK ..., {(405) 231-5351
Omaha, NE ..o (402) 221-3182
Parsippany, Nd ... (201) 263-1003
Peoria, 1L oo e (309) 671-7033
Philadelphia, PA........oooiiiieeeeeeee e, (215) 597-4955
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PhoenixX, AZ .......ccccccciiiiiiiiiiiee e, (602) 640-2007
PISDUrgh, PA ... (412) 644-2903
Portland, OR ... ecsnneeeeees.. (503) 326-2251
Providence, Ri........cooooiii e (401) 528-4669
Raleigh, NC ...t seeeee s (919) 856-4770
Salt Lake City, UT ..o, (801) 524-5080
San Francisco, CA .........cccccoiiiiiiiiiiiiinnnieeeeeeeeeeneee.. (415) 744-7120
Savannah, GA .......coooceeeiii, (812) 652-4393
SMyrna, GA ... (404) 984-8700
Springfield, MA ... (413) 785-0123
St.Louis, MO ... e, (314) 425-4249
Syracuse, NY ..o (315) 451-0808
Tampa, FL ..., (813) 626-1177
Tarrytown, NY ..o (914) 682-6151
Toledo, OH ..o (419) 259-7542
TUCKer, GA ..o (404) 493-6644
Westbury, NY ..o, (516) 334-3344
Wichita, KS ... (316) 269-6644
Wilkes-Barre, PA ... (717) 826-6538



Related Publications

OSHA-2056 All About OSHA

OSHA-3084 Chemical Hazard Communication
OSHA-3047 Consultation Services for the Employer

OSHA-3088 How to Prepare for Workplace Emergencies

,,,,,,,,,,,,,,,,,,

Process barety Managemenl of I“Ilgnly Hazardous Che

ical
Standard, Title 29, Code of Federai Hegwanons (u—r—r/ I"QI’T
fth

P e e T

1910.119 FR 57, P. 6356. This contains the actual text o
rule.

N &

e PSM

(A single free copy of the above materials can be obtained from

OSHA Publications Office, Room N3101, Washington, DC 20210,
(202) 523-9667).

OSHA-3104 Hazard Communication - A Compliance Kit
(A reference guide to step-by-step requirements for compliance
with the OSHA standard.)

OSHA-3071 Job Hazard Analysis

(OSHA 3104 and OSHA 3071 are available from the Superintendent
of Documents, U.S. Government Printing Office, Washington, DC
20402, (202) 783-3238. OSHA 3104 - GPO Order No. 929-022-
000009, $18-domestic; $22.50- foreign. OSHA 3071 - GPO Order No.

029-016-00142-5, $1.00. )



Region il
NJ, NY,* PR,* VI*)
201 Varick Street
Room 670
New York, NY 10014
Telephone: (212) 337-2378

Region il

DC, DE, MD,* PA,VA,* WV)
Gateway Building, Suite 2100
3535 Market Street
Philadelphia, PA 19104
Telephone: (215) 596-1201

Region1V
(AL, FL, GA, KY,* MS, NC,
SC *TN"

*These states and territories operate their own OSHA-approved job safety
and health programs (Connectlcut and New York plans cover public
rams must have a standard




