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QC organlzatlon chart
S

e JPMEC quality
system is based on
ASME , GB and
1ISO9001.

All QC work will follow
the QC organization

QC organization chart
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Pre-inspection Meeting

e During the PIM. JPMEC, Contractor and
Client will go through all requirements

e Resolve all pending problem at MOM
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Material receiving check
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e JPMEC will check all receiving material according to
“GENERAL MATERIAL CONTROL PROCEDURE” and
“Receiving Inspection Procedure”

e JPMEC check the mill certificate, Size, dimension, vision
checking, PMI and Mechanical properties as requirement.

e All checking result will be recorded in a form
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Welding control
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All operation and fit-up should follow the “Stainless steel
Manufacture Operation and Handling Procedure”.

All welders are qualified by requirements
All machines are calibration and go well

All welding consumables are following WPS and good storage
condition according to our procedure.

wxmx 7X7-400STG I,l
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Welding control
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All welding distortion should be concerned and prepare enough
special tools

All welding operation should be follow the WPS and record
should be done properly
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Dimension Control

BT RIS 29 4% PR 3 P IR PAT Worker Self-

All inspection will be checked by 3 steps. inspection

e 1, HALAERK
1st Checked by worker. Then fill in the self Inspector check
check form

o 2, Rt I INFRAER
2nd Checked by inspector, and approve the QC engineer
worker’s self check form. Then input to confirm

company documentation

o 3,%JaHRARILIZMAZ il B Ao
3rd Re-confirmed by QC engineer and Client inspector
Client inspector
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NDT Control

e All procedure will be submitted to client and
get approval.

e RT/UT/MT/PT/FT

e All NDE stuff are qualified b GBand ASME
or requirements
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Hyd rau-test

e All test should follow
the procedure strictly

e All test instrument are
calibiration and go
well

e CIl- content should be
control in 25pp for SS
material.

e All water should be
clean after test.
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Pre-Assembly

e In order to decrease the work in job site. All
spool and structure steel should be pre-
assembly at factory
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Surface treatment

e Cleaning & Passivation Procedure
for the Stainless Steel

e Surface Preparation and Painting
Procedure

85%humidity , over 5 degree, and
Dew point control
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Packing Preparation

Packing procedure
Weight Management

Quarantine Procedure

All cargo will be checking and releasing after packing.



