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Executive Summary (§ 2745.3)
Healthy Harvest Berries  Facility II (“Healthy Harvest II”) is complying with Health and Safety Code Section 25534  and California Code of Regulations(CCR) Title 19 Section 2735 to deal with the risks of storage, handling and processing  of hazardous chemicals. Our company promotes safety to employees and the public. The programs implemented by our company enable our facility to prevent the occurrence and minimize the consequences of a release of Anhydrous Ammonia. These programs are implemented to prevent bodily injury, illness and to avoid property damage. Our safety programs are applied to any activity involving hazardous chemicals including storage, handling and use of the chemical. Our program will prevent accidents because they focus on rules, procedures and processes and the equipment used that relate to the use of Anhydrous Ammonia. These rules and regulations will be monitored and regulated as needed. They are communicated to and accepted by our employees at our premises. Healthy Harvest uses Anhydrous Ammonia as a refrigerant in pre-cooling and cooling equipment which cools fruits and berries refrigerated for shipping. Healthy Harvest facility consists of the following structures used for refrigeration:

The cooling facility is located at 137 Maher Road, Royal Oaks, California. This location is a brand new facility being built under permit under all current regulations in 2025 The facility consists of the following:

Single level pre-manufactured engineered metal buildings used as cold storage facilities with loading and receiving. It is single system with separate (load) flow loops. One flow loop services a pressurized air room, and a holding room. The other flow loop services the back room and a MAX cooler. The facility has two engine rooms (compressor)-one housing the HPR and the other the low side accumulator.
In addition to the structures, the facility buses various piping and processing equipment such as:

Liquid section and hot gas piping from main system to process equipment

High Pressure Receiver 

Ammonia low pressure liquid accumulator

Reciprocating compressors-1
Screw Compressors (2 screw)

Over flow Receivers

Cooling coils (2 pressure cooled coils and 4 regular coils and a maximum of 3 max coolers to be added at far end)
Cooling towers

Max Cooler
The design and materials of the refrigeration system are detailed as follows:

All piping materials, erection control valves comply with applicable codes including ANSI/ASHRAE 15 and ANSI/ASHRAE B315. Refrigerant pipe is in accordance with the 1997 UMC. Ammonia piping is seamless schedule 80 up to 1.5 inches. Schedule 40 A53 Grade B for sizes 2 inches and larger. There is a large High Pressure Receiver (HPR) that is administratively controlled not to hold more than 7000 lbs (being total system charge currently). The facility includes one accumulator of cast steel construction. The tank has about 1400  lbs capacity and is approximately 80% filled to capacity, maximum system charge being 1100 pounds. EVAPCO condensers, compressors (as described above) located in the engine room of the facility.  Ceiling mounted cold room reciprocating evaporators are located in the separate cool rooms. See existing refrigeration piping schematic for specific locations of items listed and piping diagrams.

The facility is equipped with an alarm system that is set off by power failure or compressor malfunction. In the event the pressure becomes too high or too low, or the proper temperature is not maintained the alarm system is activated. In addition, piping and equipment is protected from damage by vehicles or other mechanical equipment used to operate our facility. Manual shutoff valves are to be operated only if authorized contractor is available for emergency shutoff. In the event of an emergency our company will respond in a defensive role. Our procedure is to let the system auto-respond, because in the worst instance the diffusion tank will absorb the release from the PRVs. Isolation by turning off valves will be done only by an authorized contract, as facility personnel are not trained to do any more. Evacuate all persons to a predesignated safe zone and notify proper responding agencies. Healthy Harvest will fully cooperate and assist coordinating any off site response if required in the event of an emergency.

Healthy Harvest Inc. will emply, at this facility, seven full time employees with the hours of operation beginning at 7:00 AM and ending at 5:00 PM. Our facility is closed on Sunday.

A walk through was conducted by an Ammonia Engineer and additional safety supports were installed as a followup of his own recommendations.

In addition, a seismic walk through will be conducted by a Structural Engineer for certifying and/or additional recommendations as a followup. This is scheduled to be done in the following three months.

Other recent notable implementations are to be:

A spring loaded ball valve was installed at the oil-out draining line.

All PRVs to be replaced every five years. They are to be appropriately tagged. The tagging shows exact dates also.

All compressors cut-outs to be tested per preventative maintenance schedule.

Leak tests of all piping and vessels to be done per preventative maintenance schedule.

The condensers washed down and scaling to be removed per preventative maintenance schedule.

Ammonia sensors and detection and alarm system were checked and refurbished as necessae\ry.

A complete pressure test and pre-startup safety checks as submitted by the contractor MBUAPCD to be done.

All the equipment in the engine room has been repainted as needed, and equipment and pipes and valves are being tagged. All tags are current. All piping is color coded. Re-labeling is being done where it is faded or labels worn out due to passage of time. 
A 704 Placard is on order for being mounted visibly as required.

A winsock is being ordered for mounting at the site.

Non-invasive wall thickness tests will be done periodically for insulated piping as well as pressure vessels as stated in the mechanical integrity section. An initial set of tests was done as will be available in the contractor’s report.

Three face masks/shields are on order to be put outside the two engine rooms.

Other preventative maintenance as shown in the contractor’s report.

Recommendations for the future:

1. The facility is upto the current structural code in California as certified by a structural engineer (per permit Monterey County prior to December, 31, 2025). Follow up after repair/refurbishing, if done, to be done after that immediately within a month)
2. Other emergency response training, drill, preventative maintenance (om-going).

3. Maintain corrosion free piping and continue non-invasive wall thickness monitoring, lek-free monitoring etc (on-going).

Summary of Offsite consequence analysis 

For the worst case scenario, it was assumed that the administratively set maximum level of contents of the entire system could be held at the largest process vessel (in this high pressure receiver) containing 7000 lbs and is assumed to release its entire contents in ten minutes (although the capacity of the HPR is higher, this is the administrative limit as it represents the amount of ammonia loaded into the HPR during startup after the system had been completely emptied. For a windspeed of 1.5 meters/sec, F stability and a urban setting  gave a distance of  1.4 miles to the toxic endpoint of 0.14 mg/l. It must be noted that this worst case scenario is highly unlikely, as in case of overpressurization the high pressure receiver will release to the diffusion tank that can capture all of the ammonia changed in the system. No passive mitigation was considered for modeling purposes.

. It must be noted that this worst case scenario is highly unlikely, as in case of overpressurization the HPR will release to the diffusion tank that can capture all of the ammonia changed in the system.

 For an alternative scenario, the worst credible scenario was used. This was taken to be 300 lbs based on estimates of the amount released by a pipe leak as per Healthy Harvest conservative estimation, over a release duration of ten minutes gave a distance to the toxic endpoint (of 0.14 mg/l) of  0.06 miles (about 300 feet) for a windspeed of  3.0 meters/sec, D stability and urban conditions (because the surroundings are urban). 

 There are no sensitive receptors within the zone of influence to the toxic endpoint (0.06 miles).
Recommended plant improvements to increase safety:

1. Finish labeling and color coded painting of all lines. Assure liquid lines are clearly marked, and also that there is potential for liquid to be trapped between valves.

2. Install and maintain placards and windsock in prominent location(s) showing the presence of Ammonia in facility.

3. Continuous training for employees in emergency procedures.

4. Ensure all major valves (including King Valve) are properly identified.

5.Create a log of all Ammonia related events that could possibly result in leaks and identify root causes.

The company has recently completed an upgrade of the engine room by carrying out structural upgrades to satisfy seismic requirements. It has also tagged all major pieces of equipment, pipes and valves.

The facility has submitted a certification that all equipment, accessories and controls are maintained, operated and repaired as per the specifications associated with the original engineering design. In addition, the facility is closely following industry trends in updating and reviewing its hazard analysis and what-if scenarios and consequences for external events, including natural causes, human factors and  potential facility security breaches.
Offsite Consequence Analysis (§ 2745.4)

Offsite consequence analysis:
Worst case scenario

 For the worst case scenario, it was assumed that the administratively set maximum level of contents of the entire system could be held at the largest process vessel (in this high pressure receiver) containing 7000 lbs and is assumed to release its entire contents in ten minutes (although the capacity of the HPR is higher, this is the administrative limit as it represents the amount of ammonia loaded into the HPR during startup after the system had been completely emptied.. Because Ammonia is so volatile and vapor pressure is high (and also CUPA requirements) it is assumed that this worst case scenario release of liquid will instantaneously volatalize and result in a gas dispersion. The dispersion modelling was done using RMP-Offsite Consequence Guidelines. For a windspeed of 1.5 meters/sec, F stability and a urban setting  gave a distance of  1.4 miles to the toxic endpoint of 0.14 mg/l. It must be noted that this worst case scenario is highly unlikely, as in case of overpressurization the high pressure receiver will release to the diffusion tank that can capture all of the ammonia changed in the system. No passive mitigation was considered for modeling purposes.

The estimated exposed population for the worst case scenario exposure would be 4795.

There are no prisons, or designated recreation areas within the zone of exposure. There are schools, hospitals, residences and commercial, industrial and office areas within the zone of potential exposure.
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Alternate scenario

 For an alternative scenario, the worst credible scenario was used. This was taken to be 300 lbs based on estimates of the amount released by a pipe leak as per Healthy Harvest conservative estimation, over a release duration of ten minutes gave a distance to the toxic endpoint (of 0.14 mg/l) of  0.06 miles (about 300 feet) for a windspeed of  3.0 meters/sec, D stability and urban conditions (because the surroundings are urban).  No passive mitigation was considered for modeling purposes.

 There are no sensitive receptors within the zone of influence to the toxic endpoint (0.06 miles).

The estimated exposed population for the alternate case scenario exposure would be 50.

There are no schools, prisons, hospitals, designated recreation areas within the zone of exposure. There are no residences and commercial, industrial and office areas within the zone of exposure.

Alternate scenario area of exposure:
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Five-year Accident History (§ 2745.5)

There have been no accidents in the last five years involving the release of reportable quantities of Anhydrous Ammonia, as the facility is brand new.
Program 2 Requirements (§ 2745.6)

Safety Information:

 The NAICS code for the facility is 49312.

Reactive hazards of ammonia:

In summary the reactive hazards of ammonia are:

1.  Ammonia will burn in the range of 16 to 25 % in air with a source of ignition.

2.  Avoid contact with strong acids, chlorine, bromine, hydrogen chloride, hydrogen bromide, nitrosyl chloride, cromyl chloride, NO2, O3F2, NCl3, mercury and silver-silver solder, hypochlorites.

3.  Avoid contact with incompatible materials such as zinc, copper and alloys which are rapidly corroded by moist ammonia.

4.  Do not use galvanized piping for repairing ammonia lines.

5.  High temperature decomposition of ammonia produces hydrogen (Nickel catalysis helps this process).

6.  If leak is to be fixed, be certain to purge piping with inert gas prior to attempting repairs. If leak is in container or container valve which cannot be isolated, contact CHEMTREC.

7.  Ammonia is toxic and corrosive.

8.  Ammonia in the presence of carbon dioxide and moisture (water) can form ammonium carbamate which can corrode carbon steel.

The SDS (Safety Data Sheet) for Anhydrous Ammonia is available at the facility.
Date of most recent review/revision of safety information (d).  12/19/2025
The safety information was reviewed and revisions were made.

Design codes/standards: 

Of all of the Federal or state regulations or industry specific design codes and standards used to demonstrate compliance with the safety information requirement:

Only industry related design codes are being used to demonstrate compliance:

UMC 1997 and UFC

The details of design and operation are kept in manuals at the plant. Key valves can also be shut off manually in an event of  emergency. There is no emergency backup power. There are emergency switches at the facility to shut down the compressors. Pressure and temperature of ammonia in the tanks, process equipment and piping are regularly monitored.  

  Typical pressures and temperatures in the line are shown at the end of this report.

  Before refilling the Accumulator with ammonia (fresh charge), all internal safeguards must be in place as normal procedure for filling.  The refilling procedure and checklist for ammonia is shown in the last section of this report. 

Hazard Review (§ 2745.6 (e))

Process Hazards Analysis

   The following sections describe Process Hazard Analysis procedures. These procedures were followed for preparing the Process Hazards Analysis at this facility.

Responsibilities

The responsibilities for implementing the Process Hazards Analysis (PHA) element of the PSM

program within  Healthy Harvest Inc. Cold Storage are outlined below. 

Operations Supervisor 
* Provide required resources to ensure that PHA objectives  are met.
* Provide a leader / facilitator for the PHAs, as needed

* Assign the appropriate personnel to be team member

   of the PHA as required by the PSM Coordinator.

* Participate in PHA process.

* Review PHA reports and recommendations.

* Provide current Process Safety Information  (PSI) to the 

   PHA team.

* Coordinate the PHA program including development of PHA   schedules.

 * Provide support, as needed, to ensure that the PHA meets the PSM  requirements.

Procedures

The performance of a Process hazards Analysis (PHA) is a very important aspect of a process safety

management program.  A PHA identifies hazards that may be associated with a process, and it develops 

recommendations to ensure the risks associated with these hazards are reduced to an acceptable level.

The PHA procedures to be followed are detailed below.  Following these procedures  will ensure that all facilities affected by the PSM requirements  are  evaluated  efficiently and thoroughly.

PHAs  have been performed for all facilities covered by the PSM Standard as part of the RMP preparation.  The HAZOP method used to perform the PHAs meets the requirements of both RMP requirements and the OSHA PSM Standard.  The RMPs included a schedule and responsibilities for  implementing the recommendations that were generated during the PHAs.

Process Hazards Analysis Criteria

The following criteria were used  to conduct the initial PHAs.  For any PHA that may be required in the future, these same criteria will be used.

7. Develop complete PSI

8. Establish appropriate PHA team

9. Select appropriate PHA method

10. Review previous accidents/ incidents

11. Review engineering and administrative controls

12. Determine consequences of failures

13. Review facility siting, human factors and potential for external events

14. Evaluate employee impacts (qualitative)

15. Develop recommendations and system for follow-up

These criteria are described in detail below.

Process Safety Information
Process Safety Information (PSI) will be  developed and made available to the PHA team for the duration of the PHA. The PSI will be developed to meet the requirements of the PSM Standard.  Any missing PSI items will be compiled prior to conducting the PHA.

The PSI will also be confirmed as being accurate before the start of the PHA. This involved walking the system and identifying any deficiencies  or inaccuracies  in the  P&Ids (and other PSI).  All team members were then be made aware of these changes as part of the PHA meeting.

PHA Team
Normally, a  PHA team must be compiled that  includes team members with information related to the following:

· A person familiar with the day-to-day operations of the process

· One or more persons familiar with the hands-on maintenance activities of all aspects of the  process (i.e., mechanical, electrical, instrumentation, etc)

· A person familiar with the design and design intention of the process

· A health and safety representative (can be part time)

· A  person trained in leading the PHA meeting

· A documentation secretary, if desired

All  team  members should become familiar with the process before beginning the meeting.  The team should also be trained in the PHA method to be utilized at the beginning of the PHA meeting.

Appropriate PHA Method
The PHA method will  be chosen before the beginning of the PHA. For all new facilities, the HAZOP method will be used.  For PHAs required for minor actions covered by the Management of Change (MOC) program, alternative methods may be used to determine that hazards will be minimal.
With the HAZOP method the following design parameters will be examined:

*Flow


* Level

*Pressure


* Reaction

*Temperature

* Time and sequencing

*Mixing (if applicable)      
* Utility Failure

Each design parameter should be varied using the following deviation parameters, as applicable:

*More 



* Part of

*Less



* As well as 

*None 



* Other than

*Reverse

This approach will create a matrix of the parameters and the deviations.  This method will allow for a thorough analysis  of potential design deviations.

The general philosophy used in the HAZOP is that a “ scenario” is considered to be acceptable if it can occur as a result of two (or less)  independent events.  Those events can occur from any combination of human error or equipment failure. A valid HAZOP scenario could be any of  the following:

· Two simultaneous independent equipment failures.

· Two simultaneous independent human errors.

· An equipment failure independently coupled with a human error.

Previous Accidents/ Incidents

All previous incidents and accidents over a three year period should be compiled and included for study by the PHA team.  This includes  all employee injury and illness reports as well as all accident and incident investigations carried out as part of the PSM program.  The team should also discuss  during the PHA any incidents that were not recorded but that may be considered a concern.

Engineering  And Administrative Controls

Engineering and administrative controls include operating procedures, training of personnel, maintenance procedures, tagging and labeling lines  and equipment, etc. Operating and maintenance “ setup” procedures that are considered  “ critical” should be  identified prior to the start of the PHA and examined as individual “ nodes” during the PHA review.  For example,  nodes could include ammonia overpressurization, line breaking, or any procedure that currently requires the wearing of air protection.  The review should ensure that the following criteria are met:

· The procedure exists, and it is written in a clear and concise manner.

· The written procedure is what is actually performed.

· What is actually performed is in accordance  with all safety procedures and standards for human factors.

Maintenance setup  procedures are considered to be those maintenance activities that occur immediately prior to the actual maintenance on a part  or assembly.  This would include the shutting in (putting in secured place of unused equipment) of equipment, the lockout/ tagout procedures,  all line breaking procedures and requirements and subsequent re - start procedures.

Consequences  Of Failures And Qualitative Evaluation Of Employee Impacts

All  scenarios that produce a hazardous material release must be ranked by risk. Risk -ranking will help to determine the consequences of the failure in terms of impacts on employees, potential offsite impacts and the frequency of the failure scenario. Designations as shown in the table below, will be used to rank each scenario. This ranking should be done as a qualitative exercise by the PHA team.  Any scenario that receives a risk ranking of a level A or B must receive a recommendation to mitigate the risk.

Risk Rank

Criteria

A

Very Serious Concern : Potential for catastrophic consequences ( Fatality, etc)



Need to address situation immediately. Emergency work order.

B

Serious Concern : Potential for severe consequences ( serious injury, etc.). Need



to address the situation soon.  Work order done within one month.  

C

Concern : Potential for moderate consequences (lost time accident, etc).  Need 

                             to address  situation.

D

Minor Concern : Potential for minor consequences (first aid, etc.).  Eventually address 



situation.

Facility Siting, Human Factors, External Events

Checklists to evaluate facility siting and human  factors issues are shown in Table E.1 and E.2. These checklists should be used during the PHA to guide the brainstorming session toward developing additional scenarios or operability issues of concern.  Each item on the checklist should be reviewed by the team, and any issues raised should be recorded in the meeting notes.  To meet  the California RMP requirements, external events  should also be examined ( Table E.3).

Recommendations And Action Item Follow - up

The goal of the PHA session is to identify hazards and to develop recommendations that mitigate the risk of these hazards  to an acceptable  level.  It is therefore important that recommendations  produce action items which are completed. One method is to create a list assigning responsibility for acting on each recommendation, a schedule for completion, and a status summary. This list will help to ensure that all  recommendations and action items are completed.

Table E.1  Facility Siting Checklist

1. Protection of small bore line and fittings from external impact.

2. General condition of equipment and housekeeping.

3. Location and identification of critical safety systems and equipment (e.g. area fire water monitors, emergency shutdown, fire protection equipment, safety showers, breathing apparatus, gas detectors,  and alarms).

4. Site security systems

5. Electrical classification or the location of  flammable to ignition sources.

6. Proper buffer zones in case of fire or explosion (e.g., distances to control room or other population).

7. Wind direction in case of toxic releases, wind socks visible, etc.

8. Vent, drain, or relief valve discharge location.

9. Secondary containment, diking or drainage in case of liquid ( toxic or flammable ) release.

10. Review emergency or evacuation assembly points of impact from potential incident.

11. Location and accessibility of valves or controls for isolating large inventories of hazardous materials.

Table E.2  Human Factors Checklist

1. Operator/ Process Interface Issues

i. Existing/proposed control and display layout

ii. Process information clear, concise and accessible

iii. Accessibility of controls and control valves

iv. Security of instrumentation/ control set -points

2. Procedures

i. Consistent, clear and comprehensible procedures

ii.  Periodic review and updating of procedures

iii. Operator involvement in procedure development/review

3. Work Place And Working Environment Issues

i. Posture,  movement, spacing and accessibility issues (i.e., valves, equipment, escape devices, use of 

                emergency equipment , etc.)

ii. Environmental conditions (i.e., noise, temperature, illumination, etc)

iii. Communications methods (radia, intercom, etc)

4. Training And  Education

i. Process related training and job requirements

ii.  Training modules and methods, frequency

iii. Hands on exercises or simulations

iv. Training or support for substance abuse or mental health problems

v. Supervisor training for substances abuse or stress

5. Organization  And Policy Issues

i. Human factors engineering policies ( established , communicated, etc.)

ii. Communications and follow - up mechanism

iii. Policies / procedure to review  new design/ modifications regarding human factors

6. Task Design And Job Organization

i. Defined individual operators responsibilities, job descriptions, etc.

ii. Psychological and physical demands during normal and emergency operation, overtime, etc.

Table E.3   External Events Checklist

1. Aircraft Impact

2. Avalanche

3. Coastal Erosion 

4. Construction

5. Drought

6. External Flooding

7. Extreme Winds

8. Fire

9. Fog

10. Forest Fire

11. Frost

12. Hail

13. High Summer Temperatures

14. High Tide/Lake Level/River Level

15. Hurricane

16. Ice Cover

17. Industrial or Military Facility Accident

18. Intense Precipitation

19. Internal Flooding

20. Landslide

21. Low Lake or River Level

22. Low Winter Temperature

23. Maintenance Activity

24. Nearby Pipeline Accident

25. Release of Chemical From Onsite Storage

26. Release of Chemicals

27.  River Diversion

28. Sabotage /Vandalism

29. Sandstorm

30. Seismic Activity

31. Shipwreck

32. Snow

33. Soil Shrinkage / Consolidation

34. Storm Surge

35. Toxic Gases

36. Transportation Accidents

37. Tsunami

38. Turbine Generated Missiles

39. Volcanic  Activity

40. Waves

41. Corrosion

 Checklist
A PHA checklist should be used to ensure all issues and information have been developed, including those developed before and during the PHA. This checklist is shown in Table E.4.

Recommendation  Tracking System

The recommendations  and  action items generated by the PHA will be tracked separately from the PHA report.  

Table E.4 PHA Checklist

Facility:____________________________________ Start Date____________________________

[] Specific Technique used (Circle): HAZOP, What -If , What -If/Checklist, Reliability Centered Maintenance 

[] Confidentiality agreement for contract workers, if applicable

[]  Scope of study determined by Leader and Design Engineer. Designate specific equipment pieces to outline scope

[] Compile PSI information as per the PHA criteria listing

[] Ensure as - built consistency of P&Ids by walking through facility

[]  Compile list  of previous incidents over 3 years from accident/ incident investigation

[]  Identify applicable operations and maintenance programs and procedures

[] PHA minimum team consisting of:

[] PHA Leader and Scribe

[] Process Design Expert

[] Operations

[] Maintenance 

[] Health, Safety and Environmental

[] Study Meeting:

[] Conduct training 

[] Hazards identification

[] Operating procedures review

[] Maintenance programs and procedures  review.

[] Facility siting and human factors issues using checklists

[] Past accident/incidents review

[] Assign responsibilities and schedule for each recommendations developed 

[] Develop report as per RMP format

    All of these procedures were followed and the resulting Hazard Analysis Report is shown starting in the next page.
- HAZARD ANALYSIS REPORT

1.0    Introduction

 This HAZOP study was prepared for the Healthy Harvest Storage ammonia process. The original was a formally recorded  hazard analysis that was conducted for this facility on 12/19/2025.

2.0 Site and Facility

     Healthy Harvest Berries Plant II for the cooling facility located at:

      416 Salinas Road, Pajaro, California

3.0 Personnel Performing Analysis 

       The following people performed the original hazard analysis for this facility:

    Mr. Adrian Gonzalez.  Plant Manager, Healthy Harvest

    Dr. N. Nagaraj, Senior Engineer, Papros Inc.

The plant was recently inspected and Ammonia was filled back in after a couple of months of being emptied though the plant was in non-operation for longer amid changing ownership. A seismic walk-through evaluation by a structural engineer has been planned within the next couple of months. Piping and instrumentation will be inspected as well as all engineering including structural supports. The PHA review addressed all  known risks.
4.0 Methodology

A What -If Checklist was used to perform the hazard analysis.

5.0 System Description And Equipment Analyzed

          Healthy Harvest Inc. Cold Storage uses some chemicals for its company operations. Of these chemicals, only ammonia is found on the CalARP list above the threshold quantity. The following equipment, which pertains to the ammonia delivery system, will be analyzed in this report:

High Pressure Receiver

Accumulator

Evaporative Condensers

Coils

Compressors

Pumps

Piping

All other miscellaneous fittings and equipment.
	"What-If"
	Consequence - Hazard
	Safeguards
	Recommendations

	I. EQUIPMENT AREA .

	1. Compressor Motor Failure
	Compressor ( ) s Stop( )s
-No Danger
	
	

	2. Control Panel Failure
	Compressor(s) Stop(s)
-No Danger for compressors OR
	
	Make sure control panel checkout is part of S.O.P.

	
	Compressor(s) does not stop – PRV release
	
	

	3. High discharge pressure at compressor
	Compressor stops
	High pressure cutout exists
	

	4. Low suction pressure at compressor
	Compressor stops
	Low pressure cutout exists
	

	5. Oil Cooler Failure
	Compressor(s) Stop(s)
-No Danger ,
-Low likelihood of release
	Oil sump is installed for extra oil 
	There are temperature probes in water system to detect high temperature.

	6. Pressure Sensor Failure on
Suction and/or Discharge line(s)
	Individual compressor controls take over
High discharge pressure causes PRV discharge
High Motor Amps stops compressor
-No Danger of release
	
	Cutouts exit as safeguards

	7. Vessel Corrosion
	-Leaks possible
	Visual inspections.
	-Test the suction accumulator using non-invasive wall thickness measurement

	
	
	
	-Test the Cold Room high pressure receiver using non-invasive wall thickness measurement

	
	
	
	-Remove/replace insulation
showing signs of failure and
inspect/repair/replace as
required.



	
	
	
	

	8. Condenser Water Pump Failure
	System pressure increase causing:
	High discharge pressure will cause
	

	(City water supply)
	Automatic compressor shutdown.
	cutout to activate in compressor
	

	
	Relief valve(s) may vent to atmosphere
	
	

	
	- Minimal Danger
	
	

	
	Compressors shutdown automatically.
	
	

	
	-No Danger


	
	

	9. Condenser Fan Failure
	System pressure increase causing:
Automatic compressor shut-down.
	
	

	
	-No Danger
	
	

	
	Relief valve(s) may vent to atmosphere
	
	

	
	-Minimal Danger
	
	

	
	Compressors unload and shut-down automatically.
	
	

	
	-No Danger
	
	

	10. Water Supply Failure
	Likelihood of release is small. Otherwise consequence is
same as above.
	
	Consider installing an alarm on the water system

	11. PRV Failure
	-Leaking PRV could cause small release
-Stuck closed PRV would be backed up by high
pressure shut down switch
	
	-Replace PRV's every 5 years, add tag of date of replacement

	II. General piping
	
	
	

	1. Leaking Valve Stems/Flanges
	Small Ammonia Leak
- Minimal Danger
	
	-Daily walk-through to check for
smell & periodic exercising of
valves per S.O.P.

	2. Suction Trap Liquid Feed Solenoid
Fails
-Closed
	Trapped liquid relieves backwards
-
-NO Danger
	
	None

	3. Suction trap Liquid Feed Solenoid
Fails
-Open
	Fill suction accumulator with liquid – High level switch shuts down
systems
- No Danger
	
	Now it shuts flow to accumulator,  and also shuts flow to compressor from accumulator.

	4. Mechanical Damage by Forklift in
Cold Room
	-Low probability of leak due to minimum
accessibility by forklifts
	Pipes are quite high and not in paths of forklifts
	Operator training

	5. Mechanical Damage by Forklift at
Pipe Outside between Run
Refrigeration System & Equipment
	-Significant leak could result from broken pipe
	Forklift traffic in this area
	-Consider Barriers/
Bollards to be installed abound the outside equipment designed to prevent protruding tooth forklift puncture.

	6. Mechanical Damage to Sight
Glass Column on Cold Room HPR
	-Low potential for release as strong column exists.
	-Strong site
column exits to protect from external
Damage. Also has check valve built in.
	

	7. Piping Corrosion
	-Leaks possible
	
	-Eliminate areas of pipe-to-brace contact for insulated pipe

	
	
	
	-Re-insulate/insulate any
portions of piping showing signs
of ice or condensate as
recommended by a qualified
person.

	
	
	
	-Make periodic inspection and
logging of insulated pipe
condition part of the S.O.P.

	8. Piping integrity lost
	Leakage from leaky pipes and manifolds
	None now
	Verify piping integrity continuously. Periodically ensure integrity of insulated piping by using non-invasive wall thickness measurement

	III. System Charge & Recharge operations
	
	
	

	1. Loose Hose Connection and/or
Fitting
	Small ammonia release
-Minimal Danger
	Established written procedure exists
	-Follow established charging
procedure to minimize risk

	2. Hose Rupture during Charging
	Ammonia release minimal
	Established written procedure exists
	-Follow established charging
procedure to minimize risk.

	
	
	All have check valves now on supply lines
	Request ammonia supplier to
have excess flow valves installed
on delivery trucks.

	3. Disconnect Hose without Shutting Charging Valve
	Ammonia release
	Established written procedure exists
	-Follow established charging
procedure to minimize risk.

	
	
	
	-Install check valves and relief
vent at charging stations.

	4. Rapid Startup                                     
	possible process upset-not applicable here
	Sequencer built in
	

	IV. Operator Error/Vandalism
	
	
	

	1. Open Valves) to Atmosphere
Valve
during Operation and/or Maintenance
	Potential Release
	All capped and plugged
	-Plug/Cap all lines and valves
to opened be could that
atmosphere.

	
	
	
	-Check integrity of site fencing
and security gates and remedy
as necessary.

	2. Close Liquid/Solution on Valves to Trap Liquid (entire system(s))
	-Hydrostatic expansion could cause break in pipe or device
	
	-Make sure S.O.P's include
servicing methods to avoid this
condition.

	
	
	
	-Add tags to any valve where this
could be an issue that warn
against it.

	3. Close Liquid Drain(s) on
	Fill Condenser with Liquid:
Automatic compressor shut-down.
	Automatic compressor shut-down for high pressure
	-Limit access to equipment area.

	Condenser
	-No Danger
	
	

	
	Relief valve(s) may vent to atmosphere
	
	

	
	-Minimal Danger
	
	

	4. Close Isolation Valve(s) to Float
	-May cause liquid to overfill recirculator and slop
over to compressor resulting in low oil pressure
	
	Operator to verify sight glass
level with level switch position on

	Column
	automatic shutdown.
	
	daily inspection.

	
	-Minimal Danger
	
	

	5. Water pump off                     
	Compressor overheat
	Compressor shuts off if there is no water because of high temperature cutout.
	-Hire trained operators.
recurrent

	6. Open oil valve even after draining oil
	Possible Small Release
-Minimal Danger due to spring return valves
currently installed
	Spring loaded ball valve installed (dead man's valve)
	-Training instructions.

	7. Open Discharge Valve on Oil Pot
	Possible Small Release
-Minimal Danger due to spring return valves
currently installed
	To change oil compressor is shut down
	-Training instructions.

	8.  Vandalism
	Various
	
	-Limit access to area/equipment.

	9.  Improper valve operation/closing
	High pressure due to liquid line lockup
	Tag liquid lines to prevent liquid 
	Ensure all liquid lines 

	
	(No possibility of liquid lockup in coils)
	lockup and pressure buildup,
	are tagged. Tag all

	
	
	when closing liquid line valves
	valves also.

	
	
	ensure that liquid is not trapped
	

	
	
	in pipe(especially do not shut valve 
	

	
	
	before solenoid valve unless line is 
	

	
	
	free of liquid)
	

	V. General hazards
	
	
	

	1. Fire
	Over-pressure situation system pressure increase
causing:

-HPR or Suction accumulator to release through PRVs
-Automatic compressor shut-down
-Relief valve(s) will vent to diffusion tank
	 Diffusion tank is designed to absorb all Ammonia
	1. No combustible materials to
be stored in the equipment
area
2. Daily maintenance to clean
up oil spills

	
	
	
	3. Fire extinguishers in place

	
	
	
	4. Keep area around the
equipment clear

	2. Aircraft Impact
	-Facility is not in a flight path
	
	None

	
	-Low probability of resulting release
	
	

	3. Tsunami/Flood
	-Equipment could lift buoyantly or be moved to the
side causing a broken pipe
	
	-Anchor all equipment.

	4. Terrorism
	-Low risk because the facility has a relatively low
charge and is therefore not a likely target
	
	-Train key personnel to be aware
of suspicious persons or
activities.

	5. Earthquake
	Possible ruptured pipe and/or component.
	
	-Anchor all equipment, including
portable, and brace pipe hangers
to resist seismic forces as
needed.

	
	
	
	-Consider having a qualified
person (preferably a structural
engineer) perform a seismic
study to find deficiencies and
recommend corrections.

	
	
	
	-Install seismic restraints on
portable equipment.

	6. Pipe Hanger, Equipment
Supports/Mounting Failure due to
Corrosion or Other Factor
	Possible ruptured pipe and/or component.
	
	-Consider having a qualified
structural a (preferably person
engineer) perform an integrity
study of existing supports,
braces and hangers to find
deficiencies and recommend
corrections.


6.0 Results

            In general, the What-If Analysis did not reveal any serious circumstances for the ammonia system facility at this time. There are, however, several opportunities for risk reduction. The following discussion contains a list of general process hazards  (such as fire, earthquake, impacts etc. that pose a potential threat for leaks) and then following that is a summary of the major release hazards identified from the special process hazards (such as high temperature, high pressure etc.) for which appropriate control measures exist or have been recommended in the recommendations section and also in mechanical integrity section for preventative maintenance. 

       Generally speaking, the points of a potential ammonia release are virtually any piece of equipment containing ammonia.  The most obvious points of release are piping joints, valves, and the pressure relief valves to relieve pressure in the event of overpressure.  Other potential release points include the walls and seams of piping or vessels if these are damaged.  Such damage could occur from corrosion or overstress from physical impact or other abuse.  For any part of the ammonia system, the primary potential causes of releases are:

> Operating errors;

>Equipment damage from physical abuse or undetected corrosion;

> Fire

>Earthquakes

>Pipeline damage 

 In the event of earthquakes, bins could fall over the coils or pipes in the cold storage rooms, resulting in ammonia leak within the closed room. In such a case, if an operator smelled ammonia upon opening the door, he must immediately shut it and call the fire department for help.

 In the event of flooding, everything except the engine room is at an elevation. However, electrical outlets are 12 inches above the floor and also above the 10 year flood levels. The engine room must be sandbagged, the plant shutdown (P,G & E shuts down the power in such instances).       

 The majority of ammonia release scenarios(discussed in the following subsections)would result in leaks that would be less than catastrophic.

 6.1 Fire Hazards

        Fire prevention is a high priority because the heat from a fire could cause the pressurized liquid ammonia to expand and release from Accumulator or suction trap or (LTV) Liquid Transfer Drum  through the PRVs, and in other parts of the plant though other PRVs and if liquid is trapped in pipes/vessels with no PRVs cause rupture and subsequently leak. A review of the design document for the ammonia facility indicates that minimal fire hazards will exist in and around the facility.  Some electrical switches are  in the compressor room. Regular inspection of this area, proper sizing of the power trips, and prevention of electrical shorts will enable prevention of fires in this area. The ammonia sensor system to be installed here will also pick up smoke, if any, and cause an alarm. Emergency procedures should be followed if that happens and the fire department called if operator notices a fire. Apart from this, a fire of sufficient magnitude to involve a large release does not appear to be a credible accident for the following reasons: The room which houses the Accumulator, compressors and related  equipment  has no flammable or combustible materials present in the area (flammables are elsewhere in the plant, not in the compressor rooms); and adequate fire protection exists nearby and other fire extinguishers elsewhere in the plant as shown the emergency response. Other non-fire heat hazards are also minimized.  Fire prevention training is also continuously imparted to the operators.

6.2   Impact Hazards

          If fire can be eliminated as a potential cause for an accidental release at this facility, an accidental release due to line breakage or container rupture from physical impact must also be prevented. Most of the lines are overhead, and where liquid and vapor lines come to a level of potential vehicular (forklift) height, placards and if possible, barriers must be erected, especially in areas of high traffic. Proper forklift training in prevention of collision with process vessels and piping is also a preventative  method for reducing and eliminating such potential for accidents. There is no vehicular parking allowed near the vessels or piping.  Forklift training is provided to personnel to prevent impacts into piping or equipment containing ammonia. Proper placards, barriers and labels are to be provided near equipment and valves to prevent accidental impact by facility personal or other mobile equipment. 

6.3 Hydrostatic valve and Pressure relief valves

  Pressure relief valves are installed in several locations as shown in the figures at the end of this report

6.4 Damage from other chemicals

    Chemicals are kept properly segregated at the facility to prevent incompatible chemicals from coming into contact with ammonia. 

6.5 Operator Error

          Operator error is one of the more common causes of accidents in the chemical process industries.  The “failure frequency” for several types of operator error is presented in a table at the end of this section.  However, because this a closed loop system, having adequate alarm system and proper training for operators, potential for release due to operator (though it exists) is minimal. Further training and constant alertness to the potential for accidents will further minimize this potential.

        It appears that the only likely scenario for a large release of ammonia is sabotage.  Because this is not considered to be a credible event (especially since the person who sabotages the system would likely be placing himself at risk of overexposure), a risk assessment is not required for this release hazard.

5. Auditing, inspection and recordkeeping:
  See section on mechanical integrity for schedule of preventative maintenance. Recordkeeping will consist of signoff of the respective inspection and preventative maintenance forms shown in this manual. Every three years, an audit shall be undertaken to ensure that all elements of  this RMP are being implemented.  Any deficiencies and corrective actions suggested are to be noted. All of these recordkeeping forms and inspection lists shall be kept with the person responsible for the RMP at the facility. Routine inspection forms shall be kept for at least five years. The records of the three year audits shall be kept for at least fifteen years.

 Regular inspection for process safety shall be done using the following checklist. In addition, the section on PSI (Process Safety Information) shall be used in conjunction with this checklist to ensure good Process Safety Management.

Forms and checklists for inspections and audits are attached in a separate section.

Further details of Process safety Management are addressed in a later section.

An Audit form for compliance with CalARP provisions is also included in a later section.

Recordkeeping and Document Management- This subsection shall describe recordkeeping procedures for the RMP.

· when are inspections done?

· how are results of inspections recorded?

· how is equipment repair logged?

· what is the procedure for regular overhaul/replacement of equipment as part of preventative maintenance? How is this logged?

· is there a chart for preventative maintenance? Is it updated to reflect process changes?

  See section on mechanical integrity for schedule of preventative maintenance. Recordkeeping will consist of signoff of the respective inspection and preventative maintenance forms shown in this manual. Every three years, an audit shall be undertaken to ensure that all elements of  this RMP are being implemented.  Any deficiencies and corrective actions suggested are to be noted. All of these recordkeeping forms and inspection lists shall be kept with the person responsible for the RMP at the facility. Routine inspection forms shall be kept for at least five years following the inspection. The records of the three year audits shall be kept for at least fifteen years following such audits.

  Annually, the written operating procedures shall be reviewed to ensure they are current and certification by the Plant Manager shall be made to that effect annually. Records of such certifications shall be kept for five years following such certification. Also, annually, the procedures in the Emergency Response Plan shall be reviewed to ensure they are current and notification shall be made to all employees of any changes.
Hazard reduction practices:

Those already in place and currently under consideration:

· Training program in place to ensure that the ammonia system is maintained and operated by knowledgeable personnel. Ensure  the prevention of two most common sources of ammonia accidents, which are (a) liquid ammonia being trapped in pipes in between closed valves and (b) ammonia leakage during oil drainage on oil-out pots.

· Barriers for the Accumulator exist because of the proximity of the Accumulator to the major road closeby. Barriers are provided to lines, tank and auxiliary equipment (mostly inside building or fairly well protected). Additional potential for more barriers will be continuously evaluated to prevent. forklift accidents.

· A written preventative maintenance procedure is in place to handle:

     Evaporators

     Pumps

     Condensers

     Compressors

     Control valves

      All electrical safety 

      Hand held ammonia detector

      Emergency equipment including:

           Self contained breathing apparatus (if any)

           Air-purifying respirators (if any)

· Review and replace all Pressure Relief Valves on a five-year basis (a method to distribute the costs for this during each year would be to stagger the replacement schedule during each year for certain sets of PRVs so that a rotational schedule of replacement over five years can be enabled). Document replacement dates by stamping the replacement date.

· The ammonia system is routinely monitored visually daily. Pertinent process parameters are logged daily.

· Ammonia system lines and valves are being labeled (estimated finish date 7/1/2020).

· Inspect emergency equipment and respirators. Ensure personnel are properly trained in use of this equipment.  Any respiratory protection must be inspected monthly. Respirators, if part of available equipment, must be cleaned on a six-month basis. ( and an annual filtration test).

· Identify the king valve and other emergency isolation valves with a large placard so that they can be easily identified by emergency responders in case of an emergency. These valves must be identified on the piping and instrumentation diagrams.

· There is a solenoid valve operated from outside the compressor room that controls the king valve line.

· Winsock is in place, in case direction of wind has to be ascertained.

· Frost is not allowed to accumulate on evaporator coils because defrost is on during the time of day when no one is there to visually see/inspect the coils,

·  Written procedures have been established for what to do in the event of an ammonia release.

· Currently, oil drain valves on oil-out pots  are closed as soon as oil starts “spitting”. This is to prevent leakage of ammonia. The facility has installed a spring-loaded ball valves may be used in conjunction with the oil drain valves at the bottom of coils and accumulators, wherever oil is drained (the so-called dead-man valve).

· The facility has developed a  written standard operating procedures for removing oil from the oil out pots. Develop an in-house checklist to guide mechanics through the procedure.

· Consider performing vibration testing on screw compressors, if any, or if any installed in the future. Document and analyze results for trends.

· Maintain a leak-free ammonia system. Investigate all reports of an ammonia odor and repair all leaks immediately. Currently daily visual inspection by manually walking around is done daily. Leak test all piping at least four times a year using sulfur sticks. Consider obtaining a hand held ammonia sensor.

· PRVs are to be replaced on a five-year basis.

· When installing new PRVs, the rupture disk/dual relief valve assembly type are to be installed.

· Ensure that the ammonia refrigeration system is routinely monitored. A daily engine room log is maintained signed by the Engineer (Operations Supervisor) and another operator. 

· Records are to be kept of ammonia recharge at this facility. Record is kept of lubricating oil added to the system

· Ensure good housekeeping procedures are followed in the compressor area.

· A ventilation fan operating always is currently/soon being installed in the compressor room.

· The refrigeration system lines and valves are adequately identified.

· Properly post placards (i.e. NFPA 704 diamond) and warning signs in areas where ammonia is being used as a refrigerant or being stored (for example compressor room doors). Piping lines are already identified.

· For any outside pipes that are insulated or not visible (if any), visual inspection will not suffice. Either the sulfur stick, or a hand held ammonia monitor must be used to detect leaks. The inside piping can be visually inspected for signs of corrosion. Replace all deteriorated refrigeration piping as needed. Protect all un-insulated refrigeration piping from rust and/or corrosion by cleaning, priming, and painting with an appropriate coating.

· Regular inspections are carried out of emergency equipment and respirators, including air-purifying and  other equipment in good shape; ensure that personnel are trained in proper use of this equipment.  The city/county/local emergency coordinator often could train the facility operators in these procedures. Other training sources are also available. Proper fit test must also be done annually.

· Once a year  a realistic emergency response spill exercise with the local fire department is being staged.

· If any system contamination is suspected for any reason, strip and inspect piping for corrosion and perform structural integrity testing for tanks. If no contamination occurs, structural testing of tanks is recommended once in ten years. 

· Other recommendations as stated in the recommendations section.

Operating Procedures (§ 2745.6 (f))
The following are the requirements:

Operating Procedures- The company should maintain and perform reviews annually of the Operating Procedures to ensure they are current and communicate any changes to the employees through proper training as specified in the following-
   (I) The employer shall develop and implement written procedures that provide clear instructions for safely conducting activities involved in each process consistent with the process safety information and shall address at least the following .

   (A) Steps for each operating phase;

   1. Start- up;

   2. Normal operation;

   3. Temporary operations as the need arises;

   4. Emergency operations, including emergency shutdowns, and who may initiate these procedures;

   5. Normal shutdown; and,

   6. Start- up following a turnaround, or after an emergency shutdowns.

    (B) Operating limits;

   1. Consequences of deviation;

   2. Steps required to correct and/or avoid deviation; and

   3. Safety system and their functions. 

   [C]Safety and health considerations:

   1.  Properties of, and hazards presented by, the chemicals used in the process;

   2. Precautions necessary to prevent exposure, including administrative controls, engineering controls, and personal protective equipment;

    3. Control measures to be taken if physical contact or airborne exposure occurs;

    4. Safety procedures for opening process equipment (such as pipe line breaking);

    5. Verification of raw materials and control of hazardous chemical inventory levels; and,

    6.  Any special or unique hazards.

   (2) A copy of the operating procedures shall be readily accessible to employees who work in or near the process area or to any other person who works in or near the process area.

    (3) The operating procedures shall be reviewed as often as necessary to assure that they reflects safe operating practices, including changes that result from changes in process chemicals, technology, and equipment; and changes to facilities.

    (4) The employer shall develop and implement safe work practices to provide for the control of hazards during operations such as opening process equipment or piping and control over entrance into a facility by maintenance, contractor, laboratory or other support personnel. These safe work practices shall apply to employees and contractor employees.

Implementation at Healthy Harvest:

Overall upper bounds and lower bounds for the process are as follows.

	Parameter
	Safe Upper limit
	Safe lower limit

	Temperature
	160 degrees F
	0 degrees F

	Pressure
	200 psig
	10 psig

	Flow
	130 GPM
	0 GPM

	Composition
	100 % Ammonia
	99.9 % Ammonia


 Equipment specific and section specific safe operating limits are part of the details of operating procedures and design and are kept at the facility. Procedures and checklist for refilling ammonia are attached at the end of this report 

At Healthy Harvest cold storage, all of the maintenance is contracted out.  The owner supervises the facility and has someone visually inspect the facility daily as a walk-through.

Operating procedures for the plant are kept at the cooling facility as well as the main administrative office. Standard Operating Procedures (SOPs) cover all arenas of operation and maintenance including procedures for oil draining, pre-startup safety procedures, shutdown procedures and other procedures necessary for day to day operations. Operating procedures for oil draining and refilling of ammonia into the Accumulator are enclosed in the following pages. 

The operating procedures were reviewed the week of 12/19/2025.
Training (§ 2745.6 (g))

 The following are the requirements:

      (1) Initial training.  Each employee presently involved in operating or maintaining a process, and each employee before working in a newly as signed process, shall be trained in an overview of the process and in the operating procedures as specified in subsection(f) of CCR (California Code of Regulations)  section 5189. The training shall include  emphasis on the specific safety and health hazards, procedures, and safe practices applicable to the employee’s job tasks.

       (2) Refresher and supplemental training. At least every three years, and more often if necessary, refresher and supplemental training shall be provided to each maintenance or operating employee and other workers necessary to ensure safe operation of the facility.  The employer in consultation with employees involved in operation or maintenance of a process shall determine the appropriate frequency of refresher training.

        (3) Training certification.  The employer shall ensure that each employee involved in the operation or maintenance of a process has received and successfully completed training as specified by this subsection.  The employer, after the initial or refresher training shall prepare a certification record which contains the identity of the employee, the date of training, and the signatures of the persons administering the training. 

         (4) Testing procedures shall be established by each employer to ensure competency in job skill levels and safe and healthy work practices.

The company should provide training for personnel responsible for operating and maintaining the facility.   Such training  should address the following.

a. Personal Safety Training ;

1. Proper use and care of personal safety equipment such as respirators, clothing , hard hats, safety glasses, chemical goggles, and  gloves ; and 

2. Annual Emergency Response Plan training and drills.

3. Proper use of emergency equipment such as safety showers , eye wash station, and self-contained  breathing  apparatus.

b. Changes in process technology or facilities 

c. Operating procedures and 

d. Training in emergency operating and emergency shutdown procedures.  

Initial Training 

The company should develop qualification criteria for operating  personnel.  The company should ensure that before any employee is deemed qualified to operate the process, the employee possesses the required knowledge, skills, and abilities to carry out his/her duties and responsibilities, including  start-up and shutdown.

Employee Refresher Training 

The company should provide a training program that will ensure that process unit personnel understand and adhere  to  the current operating procedures of the process.  This recommendation may be satisfied by a refresher training program or by periodic  training.  This training should occur at least every three years or sooner, if  deemed  necessary.

Keeping  Personnel Updated 

Whenever a change is made in the operating procedures, all operating personnel whose duties involve the areas of change should be trained in, or otherwise informed , of such change to ensure that they understand the change.

Instructor Qualifications

The company should develop written criteria for instructor qualifications and should ensure that instructors are qualified.

Documentation

Any training or communication performed pursuant to the recommendations of this section should be documented including employee identification, date of training, and means used to verify that the employee understood the training.  At Healthy Harvest cold storage, apart from Emergency Evacuation Plan distribution, there is no training, as all work is contracted out. Notices warn forklifts to be careful.

Implementation at Healthy Harvest:

All preventative maintenance is done by a licensed outside ammonia contractor. However, onsite employees are trained in emergency procedures as well as general safety matters. The last time training was performed was on 12/19/2025. The attendance sheet is available at the facility and in the master RMP compliance documents folder. The type of training generally offered at the facility includes classroom, as well as on the job by observation. Tests include verbal questions as well as yes/no type objective verbal queries and / or check off sheets. The last time training procedures were reviewed at the facility was on 12/19/2025.

The facility personnel are also experienced ammonia operators. On-going continuous education and training at annual Ammonia day events and also additional training for new employees is encouraged. Additional 8-hr, 24-hr and 42-hr training available at ASTI is something to consider.

Maintenance (§ 2745.6 (h))

The following subsections relate the details of the various requirements as well as the particular implementation at Healthy Harvest to satisfy the requirements.

Maintenance requirements were reviewed on 12/19/2025. Additional requirements were added as part of the review and all maintenance activities are being carried out as recommended. All equipment is subject to maintenance and details of preventative maintenance are provided in this plan  in the Mechanical Integrity section after a few following pages.
The recent equipment tested was compressor high pressure cutouts.

The date of the most recent equipment test was 5/15/2020
Contractors.

          (1) The employer shall inform contractors performing work on, or near, a process of the known potential fire, explosion or toxic release hazards related to the contractors’ work and the process, and require that contractors have trained their employees to a level adequate to safely perform their job.  The employer shall also inform contractors of any applicable safety rules of the  facility, and assure that the contractors have so informed their employees.

         (2) The employer shall explain to contractors the provisions of the emergency action plan required in subsection(n) of CCR section 5189.

         (3) Contractors shall assure that each of their employees have received training to safety perform their job and that the contract employees shall comply with all applicable work practices and safety rules of the facility.

      (4) The contractors’ training program shall be performed in accordance with the requirements  of subsection(g) of CCR section 5189.

      (5) The employer when selecting a contractor shall obtain and evaluate information regarding  the contract employers’ safety program.

       (6) The employer shall periodically evaluate the performance of contract employers in fulfilling their obligations as specific in subsection (h) (3) of  CCR section 5189 .

        (7) The employer shall obtain and make available upon request a copy of the contract employers’ injury and illness log related to the contractors’ work in the process areas.

Implementation at Healthy Harvest:

At Healthy Harvest Cold Storage, all maintenance work is contracted out. The contractor is responsible for training his own employees. Healthy Harvest checks the credentials of the contractor training and ensures contractors are appropriately trained. All employees are trained in hazard communication, emergency procedures, safety procedures and day to day safe operations. Details of emergency response training are in the emergency response section.
Pre- start Up Safety Review.

The following are the requirements: 

        (1) The employer shall perform a pre-start up safety review for new facilities and for modified facilities for which the modification necessitates a change in the process safety information.

         (2) The pre-start up safety review shall confirm that prior to the introduction of acutely hazardous, flammable and explosive materials to a process;

         [a] Construction and/or equipment are in accordance with design specification;

         [b] Safety, operating, maintenance, and emergency procedures are in place and are adequate;

         [b] For new facilities, a process hazard analysis has been performed and recommendations have been resolved or implemented before start up, and modified facilities meet the requirements contained in subsection (l )of CCR section 5189; and;

         [d] Training of each operating employee and maintenance worker has been completed.

         (3) The Pre-Start Up Safety Review shall involve employees with expertise in process operations and engineering.  The employees will be selected based upon their experience and understanding of the process systems being evaluated.

 PRE-START-UP SAFETY REVIEW

Applicability

Prior to start up, the company should ensure that the process and all associated equipment meet design specifications, including those changes from prior process hazard analyses for that facility.  Pre-start-up safety reviews apply to new facilities and to modified facilities for which the modification required a change in the process.

Implementation at Healthy Harvest:

At Healthy Harvest Cold Storage, all maintenance work is contracted out. The contractor is responsible for training his own employees in Ammonia refrigeration systems pre-startup safety.  The SOPs (standard operating procedure) for pre-startup safety is available along with other SOPs at the facility.
Mechanical Integrity.
The following are the requirements:

         (l) Written procedures.

          [a] The employer shall establish and implement written procedures to maintain the ongoing  integrity of process equipment and appurtenances.  These procedures shall include a method:

           1.  for allowing employees to identify and report potentially faulty or unsafe equipment; and 

           2. To record their observations and suggestions in writing.

           [b] The employer shall respond regarding the disposition of the employees’ concerns contained in the report(s) in a timely manner. 

           [c] The employer shall provide employees and their representatives access to the information required in subsection(j)(1) of CCR section 5189.

           (2) Inspection and testing. 

           [a] Inspections and tests shall be performed on process equipment as described in the following pages.

           [b] Inspection and testing procedures shall follow recognized and generally accepted good  engineering practices.

           [c] The frequency of inspections and tests shall be consistent with applicable manufacturers’  recommendations and good engineering practices and more frequently if determined necessary as dictated by operating history.

           [d] The employer shall have a certification record that each inspection and test has been performed in accordance with this subsection.   The certification shall identify the date of the inspection; the name of the person who performed the inspection and test; and the serial number or other identifier of the equipment.

     (3) Equipment deficiencies.  The employer shall correct deficiencies in equipment which are outside   acceptable limits   defined by the process safety information in subsection (d) of CCR section 5189 before further use, or in a safe and timely manner provided means are taken to assure safe operation.

     (4) Quality assurance.

     [a] The employer shall assure that in the construction of new plants and equipment modified, repaired, or fabricated equipment is suitable for the process application for which they will be used.

     [b] Appropriate checks and inspections shall be performed as necessary to assure that equipment is installed properly and is consistent with design specifications and manufacturer’s instructions.

      [c] The employer shall assure that maintenance materials, spare parts and equipment, meet design specifications and applicable codes.

Maintenance  Inspection and Testing 

The company should establish maintenance systems for critical equipment including appropriate inspection and testing of such equipment to ensure ongoing  mechanical integrity.  The maintenance systems should include, but not be limited to, the following;

a. Establishment of written maintenance procedures necessary to ensure mechanical integrity of equipment handling ammonia;

b. Training of personnel in the application of such procedures;

c. Establishment of quality control procedures to ensure that maintenance materials, spare equipment , and parts meet design specifications and protect against  inadvertent use of improper materials ;

d. Procedures to ensure that all changes in technology and facilities are appropriately reviewed; and 

e. Inspection and testing of critical services equipment to maintain integrity.  Tests and inspections 

f. should be performed on.

1. Pressure vessels and storage tanks;

2. Critical piping ;

3. Relief vent systems and devices;

4. Emergency shutdown systems; and 

5. Critical controls, alarms , monitoring instruments and interlocks.

Testing and Inspection Program Contents

The company should list the equipment and systems subject to tests and inspections.  The list(s) should specify;

a. The method of testing or inspection;

b. The frequency of testing  or inspection;

c. Acceptable limits, or criteria for passing the test or inspection; and 

d. Assignment of responsibilities for insuring completion of testing or inspection.

Testing and Inspection Program Protocol

Testing and inspection procedures and frequencies should follow accepted standards and codes as governed by good engineering practices.

Testing and Inspection Program Documentation

The company should document the tests and inspections and should maintain the documentation long enough to determine the condition of the equipment and any trends in the data with previous inspections.  As a result, the  testing frequency, inspection  procedures,  and preventive maintenance may need to be altered due to the equipment’s condition.  Documentation should include the name of inspector.

Deficiency Correction

The company should develop and implement plans to correct equipment deficiencies or operations that are outside acceptable limits.

Keeping the Program  Updated.

The company should develop a system for reviewing and authorizing changes in equipment tests and inspections and frequencies.

Implementation at Healthy Harvest:

At Healthy Harvest Cold Storage, all maintenance work is contracted out. The preventative maintenance schedule is attached in the following page. The contractor is responsible for doing preventative maintenance. The log for inspections is attached in another section of this report.


[image: image3.emf]Equipment Type of testing/inspection Frequency

HPR, Suction Accumulator Leak test/sulfur stick or Quarterly

 other vessels and surge drums hand held monitor/sensor

HPR level switch Visual inspection Daily

All sight glasses Visual inspection Daily

Compressors(screw)-3 Vibration testing Once a year

Compressors,all Leak test/sulfur stick or Quarterly

3 screws and 1 recip hand held monitor/sensor

Pumps  Leak test/sulfur stick or Quarterly

hand held monitor/sensor

Piping,valves, seals,flanges Visual Daily

Piping,valves, seals,flanges Leak test/sulfur stick or Quarterly

hand held monitor/sensor

Insulated piping Non-invasive Once in 3 years in addition to above

Valves Exercise and check Annual

Check seating using pressure

checks

Evaporative condensers Leak test/sulfur stick or Quarterly

hand held monitor/sensor

Evaporative condensers Wash down scale buildup Quarterly

Evaporative condensers Inspect&repair/replace fan beltsQuarterly

and motors

Evaporative condensers Replace with new Per manufacturer's recommendations

Cooling coils (evaporators) Leak test/sulfur stick or When rooms not being used,

hand held monitor/sensor do quarterly

Cooling coils (evaporators) Replace with new Per manufacturer's recommendations

Electrical safety including On/off testing and preventative Annual

  high dis pressure cutouts (s,r) maintenance

  low suc  pressure cutouts (s,r)

  high temperature cutouts (s)

  high oil  temperature cutouts (s)

  low oil pressure cutout (s,r)

  motor overload cutout (s)

Ammonia detectors Use ammonia solution to Annual

test

Emergency response  Visual inspection Annual

response equipment Replace as needed

Non-sealed cold storage rooms Walk-through Daily

Diffusion tank water pH check of water Weekly

Max cooler Leak tests, Valve stations Monthly

Max cooler Visual checks Daily

Corrrosion Visual checks Daily and record annually

Wall thickness Non-invasive wall thickness

HPR, LCAmeasurement  first yr, then once in 3 years

Insulated piping first yr, then once in 3 years


Hot Work Permit.

The following are the requirements:

      (1) The employer shall develop and implement a written procedure for the issuance of hot work permits.

       (2) The permit shall certify that the applicable portions of the fire prevention and protection requirements contained in sections 4848 and 6777 of CCR have been implemented prior to beginning the hot work operations; indicate the date(s)authorized for hot work; and identify the equipment or facility on which hot work is to be done.  The permit shall be kept on file until completion of the hot work operations.

Implementation at Healthy Harvest:

At Healthy Harvest Cold Storage, all maintenance work is contracted out. The contractor is responsible for clearing the Hot Work Permit with the owner. The form to be used is attached in the following page.


[image: image4.emf]Section 1( Please Print)

__________________________________________________________________________________

WORK DESCRIPTION                                      TIME        BEGIN       END                               

__________________________________________________________________________________

TOOLS TO BE USED/ SPECIAL HAZARDS                                  DATE

__________________________________________________________________________________

PERMIT ISSUED TO (NAME/COMPANY)                                     PERMIT ISSUED BY (NAME)

__________________________________________________________________________________

SECTION 2

To be verified by site supervisor of area where work is to be performed

ITEM YES NO N/A COMMENTSITEM YES  NO N/A COMMENTS

Lines/Tanks Interfacing 

Washed Areas Notified

Lines/Tanks Extinguisher

Drained Present

Lines/Tanks Confined 

Pressure Vented Space

Lines Blinded/ Oxygen Level Level:

Disconnected

Valves Off L E L Level:

Locked/Tagged

Power Off Fire Watch Name/ Company:

Locked Tagged

I certify all the items above have been completed and hereby authorize this permit.

FACILITY SUPERVISOR or CONTRACTOR

Atmosphere Tester Signature______________________________________ Site Supervisor's Initials______

(Asterisk items only)

___________________________________________________________________________________________

SECTION 3

To be completed by Maintenance or Contractor personnel.

ITEM  YES NO  N/A COMMENTSITEM YES  NO N/A COMMENTS

Lines Blinded/ Glasses Gloves

Disconnected

Valves Off Protective

Locked/Tagged Cloth

Power Off Area Roped/

Locked Tagged Barricade/

Signs in Place

Air Mask Fire Watch Present

Air Bottles/ Screens &

Checked Curtains

I certify all the items above have been completed and hereby authorize this permit.

Maintenance/Contractor singnature_____________________________________________________________________________

                            One copy- Display at work site    Second copy - Supervisor's Log copy

Fire Watch Must be Present for Roof Work for four hours after work is completed if roof work involves hot work


Management Of Change.

The following are the requirements:

        (1) The employer shall establish and implement written procedures to manage changes (except for replacement in kind) to process chemicals, technology, and equipment, and changes to facilities.

         (2) The procedures shall assure that the following are addressed prior to any change;

         [a] The technical basis for the proposed change;

         [b] Impact of change on safety and health;

         [b]   Modifications to operating procedures;

         [d] Necessary time period for the change; and,

         [e] Authorization requirements for the proposed change.

         (3) Employees involved in the process shall be informed of, and trained in, the change in the process as early as practicable prior to its start up.

         (4) If a change covered by this subsection results in a change to the process safety information, such information shall be appended and /or up dated in accordance with subsection(d).

          (5) If a change covered by this subsection results in a change to the operating procedures, 

such information shall be appended and/or updated in accordance with subsection(f).

Implementation at Healthy Harvest:

At Healthy Harvest Cold Storage, all maintenance work is contracted out. The contractor is responsible for ensuring proper management of change by clearing the form in the following page with the owner when doing replacements that are not routine (replacing with like/similar/same characteristics-performance, capacity parts is routine).

[image: image5.emf]Information about the Change:________________________________________________

Originator___________________________________________Date of Origination_______

Proposed Date of Change __________                                    Area_________________

[] Permanent       [] Temporary           From  ____________ To___________                                     

Description and Location of Change (Scope)_____________________________________

Technical Basis for Change __________________________________________

Nature of the Change:_______________________________________________

Change affects:

[] Environment          [] Health                [] Loss Prevention         [] Safety

Type of Change:

[] Alarm                   []  Pipeing Modification                [] Addition or Removal of Equipment 

[] Chemical              []  Instrument                              []Process Computer Control

[] Job Procedure       []  Shutdown point                       [] Equipment Material Modification

[] Other____________________________________________________________________________

Premodification Checklist :

Applicable             N/A           Initials

[]                           []            _______Consult piping and equipment specifications.

[]                           []            _______  Add involved materials to Toxic Substance Control Act (TSCA) inventory.

[]                           []            _______  Comply with Engineering  Practices.

[]                           []            _______  Comply  with Technology Center guidelines.

[]                           []            _______Comply with City Environmental Protection Guidelines for Operations.

[]                           []            _______ Comply with Safety requirements.

[]                           []            _______ Consult maintenance (name)__________________________

[]                           []            _______  Consult instrument and electrical technician (name)________________

[]                           []            _______ Consult parts technician (name) _______________________

[]                           []             _______Evaluate and modify relief system (name)_____________________

[]                           []             ________ Consult Industrial Hygiene (name) ___________________________

[]                           []             ________ Complete required reviews (name reviews) _________________________

Postmodification Checklist ( Before Startup):

Applicable             N/A           Initials

[]                            []             ______ Performed prestartup audit.

[]                            []             ______ Completed or updated training program.

[]                            []             ______  Wrote and obtained approval for job procedures.

[]                            []             ______ Updated P& Ids process flow sheets and plot plans.

[]                            []             ______ Trained personnel on the change.

[]                            []             ______Updated critical instrument checklist.

[]                            []             ______ Changed computer code and documentation.

Approvals:                 Name _________________________________  Date ___________________

Oridinator                  _______________________________________________________________

First Reviewer            _______________________________________________________________

Plant Manager           _______________________________________________________________


Compliance Audit (§ 2745.6 (I))

The facility is in full compliance with all requirements of this RMP. All recordkeeping, training and maintenance will begin as scheduled. Compliance audits will be done very three years.

	Initials/Signature:
	Date: _____5/20/2020___________________________
Facility Name: __ _Healthy Harvest II___________________________________


	CALIFORNIA ACCIDENTAL RELEASE PREVENTION PROGRAM PROGRAM 2 SELF AUDIT CHECKLIST


This document has been prepared to explain any Violation Codes associated with businesses handling threshold quantities of regulated substances as specified in Tables 1 and 2 of the Federal Regulated Substances List and Table 3 of the State Regulated Substances List.  It is not all-inclusive.  The requirements listed have been briefly described.  The complete text of these laws and regulations can be viewed on the Internet. Title 19 of the California Code of Regulations (CCR) is available on the Internet at http://www.oal.ca.gov/ccr.htm.   Final CalARP Regulations and additional information on the California Accidental Release Prevention Program (CalARP) can be found at http://www.oes.ca.gov.  Federal Risk Management Plan (RMP) information can be found at http://www.epa.gov/emergencies/content/rmp/rmp_submit_2009.htm.  

A.
Registration Requirements

	Regulatory

Citation


	

	CCR

2740.1


	Registration – The following registration information must be submitted:

The business name, address, latitude/longitude;

The Dun & Bradstreet number;

The name, telephone and address of owner/operator;

The name of responsible Risk Management Plan (RMP) person;

The name, telephone number, and 24 hour phone number of emergency contact;

The regulated substances: chemical name, maximum quantity in a process, CAS number; program level and NAICS code;

The stationary source USEPA identifier;

The number of full-time employees;

Whether source is subject to 5189 Title 8 CCR;

Whether source is subject to part 355 Title 40 CFR;

Whether source is subject to operating permit under Title V of CAA;

The date of last safety inspection by a Federal, State or Local government agency and identify agency.
Status : Compliant all sections




B.
Risk Management Plan (RMP) Components and Submission Requirements
	Regulatory

Citation


	

	CCR

2745.1
	Submission – The owner or operator of a facility with more than a threshold quantity of a regulated substance, as listed in Table 1 or 2, must submit the USEPA required RMP no later than the latest of the following dates:

June 21, 1999;

Three years after the date on which a regulated substance is first present under Section 68.130, Part 68, Title 40 of CFR; or,

The date on which a regulated substance is first present in a process, above the threshold quantity, as listed on Section 2770.5 Table 1 or 2.

The owner or operator of a facility with more than a threshold quantity of a regulated substance, as listed in Table 3, must submit an RMP by the RMP submittal date established between SCDRM and the owner or operator of the facility.


The owner or operator of a new or modified facility, with more than a threshold quantity of a regulated substance as listed in Table 3, must submit an RMP prior to the date in which a regulated substance is first present in a process above the listed threshold quantity.

Status : Compliant all sections



	Regulatory

Citation


	

	CCR

2745.2
	RMP Review Process:
The RMP submitted must be certified complete by a qualified person and the owner or operator of the facility.

RMP deficiencies identified by SCDRM must be corrected.  The corrected, revised RMP must be submitted within 60 calendar days.

Status : Compliant all sections



	CCR

2745.3


	Executive Summary- A brief description of the following elements must be included in the Executive Summary of the RMP:

Accidental release prevention and emergency response policies at the facility;

Facility and regulated substances handled;

Worst-case release scenario(s) and alternate release scenario(s), including administrative controls and mitigation measures to limit the distances for each reported scenario;

General accidental release prevention program and chemical-specific prevention steps;

Five-year accident history;

Emergency response program;

Planned changes to improve safety.

Status : Compliant all sections



	CCR

2745.4
	Offsite Consequence Analysis – The following information must be included in the RMP:

Program 1 processes:  NOT APPLICABLE

(
One worst-case scenario for each Program 1 process; and

Program 2 and 3 processes:

One worst-case release scenario to represent all regulated toxic substances held above the threshold quantity for program 2 and 3 processes; and

One worst-case release scenario to represent all regulated flammable substances held above threshold quantity for program 2 and 3 processes.

The owner or operator, as required by Section 2750.3(a)(2)(C), must submit additional worst-case scenarios for toxics or flammables.

One alternative release scenario for each regulated toxic substance held above the threshold quantity for program 2 and 3 processes; and 

One alternative release scenario to represent all regulated flammable substances held above the threshold quantity for program 2 and 3 processes.
Each Offsite Consequence Analysis must include:

Chemical name; 

Physical state (toxics only); 

Basis of results (give model name if used); 

Scenario (explosion, fire, toxic gas release, or liquid spill and vaporization);

Quantity released in pounds;

Release rate;

Release duration;

Wind speed and atmosheric stability class (toxics only);

Topography (toxics only);

Distance to endpoint;

Public and environmental receptors within the distance;

Passive mitigation considered; and

Active mitigation considered (alternative releases only).

. Status : Compliant all sections



	CCR

2745.5
	Five-year Accident History – The Risk Management Plan must include a Five-year Accident History Component.

Status : Compliant all sections




	Regulatory

Citation


	

	CCR

2745.6
	Program 2 Prevention Program Component – For each Program 2 process, the following information must be included in the Risk Management Plan.  If the same information applies to more than one covered process, the owner or operator may provide the information only once, but shall indicate to which processes the information applies.

The SIC code for the process.

The name(s) of the chemical(s) covered.

Date of the most recent review or revision of the safety information and a list of federal or state regulations or industry-specific design codes and standards used to demonstrate compliance with the safety information requirement.

Date of completion of the most recent hazard review or update.

Expected date of completion of any changes resulting from the hazard review;

Major hazards identified;

Process controls in use;

Mitigation systems in use;

Monitoring and detection systems in use; and

Changes since the last hazard review.

Date of the most recent review or revision of operating procedures.

Date of the most recent review or revision of training programs;

Type of training provided – classroom, classroom plus on the job, on the job; and, 

Type of competency testing used.

Date of the most recent review or revision of maintenance procedures and the date of the most recent equipment inspection or test and the equipment inspected or tested.

Date of the most recent compliance audit and the expected date of completion of any changes resulting from the compliance audit.

Date of the most recent incident investigation and the expected date of completion of any changes resulting from the investigation.

Date of the most recent change that triggered a review or revision of safety information, the hazard review, operating or maintenance procedures, or training.

The following external events analysis information must be submitted:

Types of natural and human caused external events considered in PHA Section 2760.2 or Hazard Review Section 2755.2.

Estimated magnitude or scope of external events which were considered.  If not known, the business shall work closely with HMCD to determine what is required.  If seismic events are applicable, the parameters used in the consideration of the seismic analysis and which edition of the Uniform Building Code was used when the process was designed.  

For each external event, with a potential to create a release of a regulated substance that will reach an endpoint offsite, apply Section 2745.6(e)(1) through (e)(6).

The date of the most recent field verification that equipment is installed and maintained as designed.

Status : Compliant all sections



	CCR

2745.8 &

2765.2
	Emergency Response Program Component – The following information must be included in the Risk Management Plan:

Does the facility have a written emergency response plan?

Does the plan include specific actions to be taken in response to an accidental release of a regulated substance?

Does the plan include procedures for informing the public and local agencies responsible for responding to accidental releases?

Does the plan include information on emergency health care?

Date of the most recent review or update of the emergency response plan.

Date of the most recent emergency response training for employees.

	
	Name and telephone number of the primary local emergency response agency with which the plan is coordinated.

List of other federal or state emergency plan requirements to which the facility is subject.

Status : Compliant all sections



	
	Emergency Response Program – The owner or operator shall develop an implement an emergency response program which contains the following elements:

An emergency response plan, which shall be maintained at the facility and contain at least the following elements:

Procedures for informing and interfacing with the public and local emergency response agencies about accidental releases, emergency planning, and emergency response;

Documentation of proper first-aid and emergency medical treatment necessary to treat accidental human exposures;

Procedures and measures for emergency response after an accidental release of a regulated substance.

Procedures for the use of emergency response equipment and for its inspection, testing, and maintenance;

Training for all employees in relevant procedures and relevant aspects of the Incident Command System;

Procedures to review and update, as appropriate, the emergency response plan to reflect changes at the stationary source and ensures that employees are informed of changes;

A written plan that complies with the contingency plan format developed pursuant to Section 25503.4 of H&SC and that, among other matters, includes the elements provided in section (a), shall satisfy the requirements of this section if the owner or operator also complies with section (c).  The contingency plan format shall be provided by OES upon request.

The emergency response plan developed under section (a)(1) shall be coordinated with the community emergency response plan developed under Section 11003 of Title 42 of USC.  Upon request of the local emergency planning committee or emergency response officials, the owner or operator shall promptly provide to the local emergency response officials information necessary for developing and implementing the community emergency response plan.

The owner or operator is not required to meet the business plan requirements if the emergency response plan developed under this section is consistent with the business plan requirements pursuant to Sections 2731 and 2732 of Title 19 of CCR.  This does not exempt the owner or operator from requirements which relate to the annual inventory or emergency response planning for hazardous materials which are not regulated substances.  

Status : Compliant all sections



	CCR

2745.9
	Certification – The following certification must be submitted: 

Program 1 processes: - NOT APPLICABLE

(
The RMP certification statement provided in Section 2735.5(d)(4) should be submitted.
All other covered processes:

A single certification that, to the best of the signer’s knowledge, information, and belief formed after reasonable inquiry, the information submitted is true, accurate, and complete.

Status : Compliant all sections



	CCR

2745.10
	RMP Updates - The owner or operator of a stationary source shall revise and update the RMP submitted under Section 2745.1 as follows:

Within five years of its initial submission or most recent update required by the subset listed below, whichever is later:

No later than three years after a newly regulated substance is first listed by USEPA.



	
	No later than the date on which a new regulated substance is first present in an already covered process above a threshold quantity.

No later than the date on which a regulated substance is first present above a threshold quantity in a new process.

Within six months of a change that requires a revised PHA or hazard review.

Within six months of a change that requires a revised offsite consequence analysis as provided in section 2750.7. 

Within six months of a change that alters the Program level that applied to any covered process.

The owner or operator of a stationary source which has regulated substances in a process listed in Section 2770.5 in quantities greater than Table 3 thresholds and less than thresholds in Tables 1 or 2 shall revise and update the RMP submitted under Section 2745.1. The updated RMP shall be submitted as follows:

Within five years of its initial submission or most recent update required by sections (b)(2) through (b)(7),

No later than three years after a newly regulated substance is first listed by OES.

No later than the date on which a new regulated substance is first present in an already covered process above a threshold quantity;

No later than the date on which a regulated substance is first present above a threshold quantity in a new process;

Within six months of a change that requires a revised PHA or hazard review;

Within six months of a change that requires a revised offsite consequence analysis as provided in Section 2750.7; and,

Within six months of a change that alters the Program level that applied to any covered process.

If a stationary source is no longer subject to the applicability requirements of Section 2735.4(a)(1), the owner or operator shall submit a revised registration pursuant to Section 2740.1(a) to USEPA within six months indicating that the stationary source is no longer covered. A copy of the revised registration shall also be submitted to HMCD.

If a stationary source is no longer subject to the applicability requirements of Section 273 5.4(a)(2) the owner or operator shall submit a revised registration pursuant to Section 2740.1(b) to HMCD within six months indicating that the stationary source is no longer covered.

Revised RMPs shall be subject to the public review process outlined in Section 2745.2.

Within 30 days of a change in the owner or operator, the new owner or operator shall contact HMCD to update registration information. The new owner or operator shall determine if RMP changes are necessary.

Status : Compliant all sections



	CCR

2745.11
	Covered Process Modification – When an owner or operator intends to make a modification to a stationary source relating to a covered process and the modification may result in a significant increase in either: the amount of regulated substances handled at the stationary source as compared to the amount of regulated substances identified in the stationary source’s RMP, or the risk of handling a regulated substance as compared to the amount of risk identified in the stationary source’s RMP, then the owner or operator shall do all of the following:

Where reasonably possible, notify SCDRM in writing of the owner or operator’s intent to modify the stationary source at least five calendar days before implementing any modifications. As part of the notification process, the owner or operator shall consult with SCDRM when determining whether the RMP should be reviewed and revised. Where pre-notification is not reasonably possible, the owner or operator shall provide written notice no later than 48 hours following the modification.

	
	Establish procedures to manage the proposed modification, which shall be substantially similar to the procedures specified in Sections 2760.6 and 2760.7, and notify SCDRM that the procedures have been established.

The owner or operator of the stationary source shall revise the appropriate documents, as required pursuant to section 2745.11 (a), expeditiously, but not later than 60 days from the date of the stationary source modification.

Status : Compliant all sections



	CCR

2745.12
	Certificate of Occupancy - New or modified stationary sources shall comply with Section 65850.2(b) of the California Government Code prior to the issuance of a certificate of occupancy.




C.
Program 2 Prevention Program Requirements - Applicable
	Regulatory

Citation


	

	CCR

2755.1
	Safety Information - The owner or operator shall compile and maintain the following up-to-date safety information related to the regulated substances, processes, and equipment:

Material Safety Data Sheets that meet the requirements of Section 5189 of Title 8 of CCR;

Maximum intended inventory of equipment in which the regulated substances are stored or processed;

Safe upper and lower temperatures, pressures, flows, and compositions;

Equipment specifications; and

Codes and standards used to design, build, and operate the process.

The owner or operator shall ensure that the process is designed in compliance with recognized and generally accepted good engineering practices. Compliance with federal or state regulations that address industry-specific safe design or with industry-specific design codes and standards may be used to demonstrate compliance with this section.

The owner or operator shall update the safety information if a major change occurs that makes the information inaccurate.

Status : Compliant all sections



	CCR

2755.2
	Hazard Review:
The owner or operator shall conduct a review of the hazards associated with the regulated substances, processes, and procedures. The review shall identify the following:

The hazards associated with the process and regulated substances;

Opportunities for equipment malfunctions or human errors that could cause an accidental release;

The safeguards used or needed to control the hazards or prevent equipment malfunction or human error/process controls in use;

Any steps used or needed to detect or monitor releases.  

The owner or operator shall consult with HMCD to decide which hazard review methodology is best suited to determine and evaluate the hazards of the process being analyzed.

The owner or operator may use checklists developed by persons or organizations knowledgeable about the process and equipment as a guide to conducting the review. For processes designed to meet industry standards or federal or state design rules, the hazard review shall, by inspecting all equipment, determine whether the process is designed, fabricated, and operated in accordance with applicable standards or rules.

The hazard review shall include the consideration of applicable external events, including seismic events.

The owner or operator shall document the results of the hazard review and ensure that problems identified are resolved in a timely manner. 

The hazard review shall be updated at least once every five years.  The owner or operator shall also conduct reviews whenever a major change in the process occurs.  All issues identified in the hazard review shall be resolved before startup of the changed process.

Status : Compliant all sections



	Regulatory

Citation


	

	CCR

2755.3
	Operation Procedures – The owner or operator shall prepare written operating procedures for conducting activities associated with each covered process that is consistent with the safety information for that process.  The procedures shall address the following:

Initial startup;

Normal operations;

Temporary operations;

Emergency shutdown and operations;

Normal shutdown;

Startup following a normal or emergency shutdown or a major change that requires a hazard review;

Consequences of deviations and steps required to correct or avoid deviations; and,

Equipment inspections.

The owner or operator shall ensure that the operating procedures are updated, if necessary, whenever a major change occurs and prior to startup of the changed process.

Status : Compliant all sections
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2755.4
	Training:

The owner or operator shall ensure that each employee presently operating a process, and each employee newly assigned to a covered process has been trained or tested competent in the operating procedures provided in Section 2755.3 that pertain to their duties. For those employees already operating a process on June 21, 1999, the owner or operator may certify in writing that the employee has the required knowledge, skills, and abilities to safely carry out the duties and responsibilities as provided in the operating procedures.

Refresher training. Refresher training shall be provided at least every three years, and more often if necessary, to each employee operating a process to ensure that the employee understands and adheres to the current operating procedures of the process. The owner or operator, in consultation with the employees operating the process, shall determine the appropriate frequency of refresher training.

The owner or operator may use training conducted under federal or state regulations or under industry-specific standards or codes or training conducted by covered process equipment vendors to demonstrate compliance with this section to the extent that the training meets the requirements of this section.

The owner or operator shall ensure that operators are trained in any updated or new procedures prior to startup of a process after a major change.

Status : Compliant all sections
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2755.5
	Maintenance:
The owner or operator shall prepare and implement procedures to maintain the on-going mechanical integrity of the process equipment. The owner or operator may use procedures or instructions provided by covered process equipment vendors or procedures in federal or state regulations or industry codes as the basis for stationary source maintenance procedures.

The owner or operator shall train or cause to be trained each employee involved in maintaining the on-going mechanical integrity of the process. To ensure that the employee can perform the job tasks in a safe manner, each such employee shall be trained in the hazards of the process, in how to avoid or correct unsafe conditions, and in the procedures applicable to the employee’s job tasks.

Any maintenance contractor shall ensure that each contract maintenance employee is trained to perform the maintenance procedures developed under section 2755.5(a), above.

The owner or operator shall perform or cause to be performed inspections and tests on process equipment. Inspection and testing procedures shall follow recognized and generally accepted good engineering practices. The frequency of inspections and tests of process equipment shall be consistent with applicable manufacturers’ recommendations, industry standards or codes, good engineering practices, and prior operating experience.

Status : Compliant all sections
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2755.6
	Compliance Audits:
The owner or operator shall certify that they have evaluated compliance with the provisions of this article at least every three years to verify that the procedures and practices developed under this chapter are adequate and are being followed.

The compliance audit shall be conducted by at least one person knowledgeable in the process.

The owner or operator shall develop a report of the audit findings.

The owner or operator shall promptly determine and document an appropriate response to each of the findings of the compliance audit and document that deficiencies have been corrected.

The owner or operator shall retain the two most recent compliance audit reports. This requirement does not apply to any compliance audit report that is more than five years old.

Status : Compliant all sections
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2755.7
	Incident Investigation:

The owner or operator shall investigate each incident, which resulted in, or could reasonably have resulted in, a catastrophic release.

An incident investigation shall be initiated as promptly as possible, but not later than 48 hours following the incident.

A summary shall be prepared at the conclusion of the investigation which includes at a minimum:

Date of incident;

Date investigation began;

A description of the incident;

The factors that contributed to the incident; and,

Any recommendations resulting from the investigation.

The owner or operator shall promptly address and resolve the investigation findings and recommendations. Resolutions and corrective actions shall be documented.

The findings shall be reviewed with all affected personnel whose job tasks are affected by the findings.

Investigation summaries shall be retained for five years.

Status : Compliant all sections




Incident Investigation (§ 2745.6 (j))
The requirements are as follows:

           (1) The employer shall establish a written procedure for prompt reporting and investigating  every incident which result in or could reasonably have resulted in a major accident.

           (2) Incident investigation team shall be initiated on later than 48 hours following the incident.

            (3) An incident investigation team shall be established and consist of persons knowledgeable in the process involved including a contract employee if the incident involved work of the contractor, and other persons who are qualified to thoroughly investigate and analyze the incident.

     (4) A written report shall be prepared   at the conclusion of the investigation which includes at a minimum;

     [a] Date of incident;

     [b] Data investigation began;

     [c] A description of the incident;

     [d] The factors that contributed to the incident; and,

     [e] Any recommendations resulting from the investigation.

     (5) The report shall be reviewed with all operating, maintenance, and other personnel whose work assignments are within the facility where the incident occurred.

     (6) The employer shall establish a system to promptly address and resolve the report findings and recommendations and shall implement the report recommendations in a timely manner, or take action to prevent a reoccurrence.

     (7) Incident investigation reports shall be retained for five (5) years.

8 The employer shall prepare a report and either provide a copy of the report or communicate the contents of the report to all employees and other personnel whose work assignments are within the facility, where the incident occurred at the time the incident occurred.

PROCESS RELATED INCIDENT INVESTIGATION
Investigation of  Incidents

The company should investigate every incident which either resulted in, or could reasonably have resulted  in an  uncontrolled ammonia release.

Timeliness of Investigation

Incident investigation team should be established and should consist of one or more persons knowledgeable in the process involved and other specialties deemed  necessary.  Normally the investigation team would include persons having first hand knowledge of the incident.  If the incident involved the work of a contractor, the investigation team should also include a contract employee.

Incident Investigation Report

A report should be prepared based on the investigation; the report should include the following;

a. A description of the incident and  the cause;

b. Factors contributing to the incident;

c. A description of any changes in process hazard management recommended as a result of the investigation to prevent recurrence;  and 

d. The identities  of the persons who participated on the investigation team.

e. Date  of incident and date investigation began.

Incident Investigation  Report Dissemination

The report should be reviewed with appropriate personnel who work  within the facility including contract personnel.

Incident Investigation Report Follow Through

The company should establish a system to promptly determine and document the appropriate response to each of the findings of the incident investigation report and to ensure that the actions are completed.

Incident Investigation Report  Retention

Incident reports should be retained for five years.

EQUIPMENT QUALITY ASSURANCE

Quality Assurance Program

The company should establish a quality assurance program to ensure that critical equipment for handling ammonia is fabricated and installed consistent with design specifications.

a. Ammonia Institute Pamphlets should be used in helping to establish design criteria.

b. Critical equipment needing quality assurance should include at least the following ;

1. Pressure vessels and storage tanks;

2. Critical piping systems

3. Relief and vent  systems and devices;

4. Ammonia delivery systems ( sensors, alarms, interlocks, etc).

c. The company should identify equipment that falls within the quality assurance program and develop a system to reflect this designation on all purchases and on work associated with this equipment.

Program Contents

The quality assurance  program should include the following :

a. Written quality control procedures regarding the fabrication of equipment in critical service to ensure that the equipment as fabricated meets design specifications;

b. Verification of  materials of construction for critical equipment ( including critical spare and replacement parts) after receipt and before installation;

c. Appropriate checks and inspections to ensure that critical equipment is installed properly (i.e ., consistent with design specifications and vendors’ instructions);

d. Documentation that any changes made in the field during installation, or during start-up are in accord with procedures for changes as detailed in Management of Change and Pre-startup procedures listed above;  and 

e. Inspection and maintenance of equipment on an ongoing basis, instituting  preventive and predictive maintenance.

Implementation at Healthy Harvest:

Healthy Harvest Inc. maintains a log of any incidents and encourages all employees to participate in this program openly for overall safety. There have been no incidents in the last five years. As a result of even avoiding any reason for even a minor leak,  a spring loaded ball valve has been added for the oil draining location.

The procedures for Incident investigation were last reviewed on 12/19/2025.

Safety information, hazard review, operating/maintenance procedures, or training (§ 2745.6 (k))
Date of most recent change that triggered a review/revision of operating/maintenance/training procedures. -The most recent change that triggered review of operating/maintenance/training procedures was the startup of the plant which is planned for June 2020. 

External Events Analysis Information ( $ Section 2745.6 (l) ):
The hazard review (2745.6 (e) identified external events pertinent for this facility from an exhaustive list.

External events considered appropriate for this facility from hazard review were:

Fire

Earthquake

Flood

Operator error

Sabotage

Seismic analysis reference:

The seismic analysis walk through as per the requirements in Monterey County will be done and the certification will be provided by a structural engineer by end of December 2020.
Further details on external events considered and their potential consequences:

Fire- The consequences for large fires as well as small localized fires were considered. In the case of a large fire affecting storage  vessels, pressure relief valves would empty all ammonia into the atmosphere, and there would be a significant offsite consequence from ammonia that is modelled by the worst case scenario. Also, heat at any point where liquid is trapped and there is no PRV will result in an offsite consequence. A release would most certainly be detected by sensors and system shutoff per emergency response will result in stoppage or minimization of release. Thus the resulting potential release scenario will be a release that will, in most likelihood, not exceed the alternate scenario described under Section 2745.4). For small fires, the same result would happen. Fire extinguishers, sensors, alarms exist as safeguards. No changes were made since the hazard review.  All equipment was verified on 12/19/2025 as bring installed/maintained as designed for this purpose. Additional recommendations are issued for carrying replacements of PRVs (and tagging them) and maintenance inspections on a time scheduled basis.

Earthquakes: The equipment is reportedly structurally sound, considering the retrofits that are included,  for Seismic Zone 4 standards, as will be certified by the structural engineer. However, in an earthquake there could be factors such as the type and magnitude of earthquake, surrounding structures will determine the type of release. If pipe shearing occurs farther from the Accumulator, releases will result in sensors detecting and resulting system shutdown. However, if pipe failure occurs just beyond the Accumulator the release could be large. It will not be possible to correlate the magnitude of the quake and the release amount-merely that the two extreme results, either the worst case or the alternate case scenario, both described in Section 2745.4, can happen. Sensors, alarms exist as safeguards. No changes were made since the hazard review. All equipment was verified on 12/19/2025 as bring installed/maintained as designed, and additional recommendations for bringing the maintenance into a formal time schedule.

Floods- Flooding will not result in damage to create release by leaks; However, potential for electrical shorts and resulting fires should not be overlooked. Fire prevention practices are the safeguard. The release scenarios will only depend on the resulting fire, if any. Sensors, alarms exist as safeguards. No changes were made since the hazard review. All equipment was verified on 12/19/2025 as bring installed/maintained as designed for this purpose.

Emergency Response Program (§ 2745.8)

The Emergency Response Program is attached in the Appendix. The following is a summary of the required parts of the  information.

	Have written emergency response plan.
	Yes

	Plan include specific actions to be taken during release.
	Yes

	Plan include procedures for informing the public & responding agencies.
	Yes

	Plan include emergency health care information.
	Yes

	Date of most recent review/update to emergency response plan.
	12/19/2025

	Date of most recent emergency response training for employees.
	12/19/2025

	Provide name/telephone number of primary emergency response agency that plan is coordinated with.
Address: 11200 Speegle St, Castroville, CA 95012 
Phone:(831) 633-2578 


	North (Monterey) County Fire Department

	List of federal/state emergency plan requirements that stationary source is subject to.
	EPCRA and Cal OSHA (general)


 CalARP  Certification
This is to certify that the equipment, accessories and controls at Healthy Harvest  Inc. facility II have been maintained, operated and repaired, as per the engineering design of original equipment. Preventative maintenance is done by using specified parts or manufacturer specified alternatives. The recommendations regarding  maintenance submitted as part of previous CalARP (RMP) were implemented and part of these activities is to ensure the preservation of structural integrity and prevention of corrosion.

We also update our communications of the understanding of our Process Hazards Analysis within Healthy Harvest to keep current with industry trends. Our continuous reviews consist of the following areas (including many others):

Account for simultaneous failures (e.g. water failure, power, break in line) that may be present in a seismic event or power failure 

• Account for human factors 

• Consider a full range of external events including breaches in site security 

• Reflect with other current industry practices and experiences 
Healthy Harvest, in accordance with  CalARP Program, Section 2745.9, certifies that to the best of our knowledge, information, and belief formed after reasonable inquiry, that the information submitted is true, accurate and complete.

Al Gonzalez Ramos, Plant manager

Healthy Harvest 

Date:
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 Management Of Change (MOC)

   Responsibilities

The responsibilities for implementing the Management of Change (MOC) element of the PSM 

program within the Water Treatment Section are outlined below.

Employees and Contractors

* Identify change and the need for implementing the MOC

procedure

* Document potential MOC changes using the MOC

Applicability Checklist

Plant Supervisors

* Identify MOC items and activities

* Review Work Orders to identify changes that require MOC

action

* Communicate MOC items through the Local ( Wastewater 

Treatment Section) PSM Committee

* Ensure that safety reviews are conducted when the need is 

identified

* Inform affected employees and contract personnel of the change

* Retain documentation on MOC items and activities

Water Treatment 

* Authorize the PSI to be updated, if required

Superintendent

* Initiate safety reviews, including a PSR if the PSI has to be 

updated

* Initiate the update of Operating Procedures and Safe Work

Practices, as needed

* Approve Level - 1 MOCs

* Approve emergency MOCs

* Grant extensions to temporary changes

* Provide training for affected employees and contract personnel

Plant and Equipment 

* Initiate the updating of Maintenance Procedures, as needed

Maintenance Manager

* Review work order ot identify changes that require MOC action

* Provide MOC training for maintenance employees

Water Treatment Section

* Review MOCs

(Local) PSM Committee

* Communicate the effects of MOCs to affected employees

Information about the Change:________________________________________________

Originator___________________________________________Date of Origination_______

Proposed Date of Change __________                                    Area_________________

[] Permanent       [] Temporary           From  ____________ To___________                                     

Description and Location of Change (Scope)_____________________________________

Technical Basis for Change __________________________________________

Nature of the Change:_______________________________________________

Change affects:

[] Environment          [] Health                [] Loss Prevention         [] Safety

Type of Change:

[] Alarm                   []  Pipeing Modification                [] Addition or Removal of Equipment 

[] Chemical              []  Instrument                              []Process Computer Control

[] Job Procedure       []  Shutdown point                       [] Equipment Material Modification

[] Other____________________________________________________________________________

Premodification Checklist :

Applicable             N/A           Initials

[]                           []            _______Consult piping and equipment specifications.

[]                           []            _______  Add involved materials to Toxic Substance Control Act (TSCA) inventory.

[]                           []            _______  Comply with Engineering  Practices.

[]                           []            _______  Comply  with Technology Center guidelines.

[]                           []            _______Comply with City Environmental Protection Guidelines for Operations.

[]                           []            _______ Comply with Safety requirements.

[]                           []            _______ Consult maintenance (name)__________________________

[]                           []            _______  Consult instrument and electrical technician (name)________________

[]                           []            _______ Consult parts technician (name) _______________________

[]                           []             _______Evaluate and modify relief system (name)_____________________

[]                           []             ________ Consult Industrial Hygiene (name) ___________________________

[]                           []             ________ Complete required reviews (name reviews) _________________________

Postmodification Checklist ( Before Startup):

Applicable             N/A           Initials

[]                            []             ______ Performed prestartup audit.

[]                            []             ______ Completed or updated training program.

[]                            []             ______  Wrote and obtained approval for job procedures.

[]                            []             ______ Updated P& Ids process flow sheets and plot plans.

[]                            []             ______ Trained personnel on the change.

[]                            []             ______Updated critical instrument checklist.

[]                            []             ______ Changed computer code and documentation.

Approvals:                 Name _________________________________  Date ___________________

Oridinator                  _______________________________________________________________

First Reviewer            _______________________________________________________________

Plant Manager           _______________________________________________________________


_1652033906.xls
Sheet1

		Equipment		Type of testing/inspection		Frequency		1		2		3		4		5		6		7		8		9		10		11		12		13		14		15		16		17		18		19		20		21		22		23		24		25		26		27		28		29		30		31

		HPR, Suction Accumulator		Leak test/sulfur stick or		Quarterly

		other vessels and surge drums		hand held monitor/sensor

		HPR level switch		Visual inspection		Daily

		All sight glasses		Visual inspection		Daily

		Compressors(screw)-3		Vibration testing		Once a year

		Compressors,all		Leak test/sulfur stick or		Quarterly

		3 screws and 1 recip		hand held monitor/sensor

		Pumps		Leak test/sulfur stick or		Quarterly

				hand held monitor/sensor

		Piping,valves, seals,flanges		Visual		Daily

		Piping,valves, seals,flanges		Leak test/sulfur stick or		Quarterly

				hand held monitor/sensor

		Insulated piping		Non-invasive		Once in 3 years in addition to above

		Valves		Exercise and check		Annual

				Check seating using pressure

				checks

		Evaporative condensers		Leak test/sulfur stick or		Quarterly

				hand held monitor/sensor

		Evaporative condensers		Wash down scale buildup		Quarterly

		Evaporative condensers		Inspect&repair/replace fan belts		Quarterly

				and motors

		Evaporative condensers		Replace with new		Per manufacturer's recommendations

		Cooling coils (evaporators)		Leak test/sulfur stick or		When rooms not being used,

				hand held monitor/sensor		do quarterly

		Cooling coils (evaporators)		Replace with new		Per manufacturer's recommendations

		Electrical safety including		On/off testing and preventative		Annual

		high dis pressure cutouts (s,r)		maintenance

		low suc  pressure cutouts (s,r)

		high temperature cutouts (s)

		high oil  temperature cutouts (s)

		low oil pressure cutout (s,r)

		motor overload cutout (s)

		Ammonia detectors		Use ammonia solution to		Annual

				test

		Emergency response		Visual inspection		Annual

		response equipment		Replace as needed

		Non-sealed cold storage rooms		Walk-through		Daily

		Diffusion tank water		pH check of water		Weekly

		Max cooler		Leak tests, Valve stations		Monthly

		Max cooler		Visual checks		Daily

		Corrrosion		Visual checks		Daily and record annually

		Wall thickness		Non-invasive wall thickness

		HPR, LCA		measurement		first yr, then once in 3 years

		Insulated piping				first yr, then once in 3 years



&L&"Times New Roman,Regular"&12Year&CMechanical integrity schedule
(when replacement period is not shown, but inspection frequency is, replace and rebuild as found necessary upon inspection/testing)&R&"Times New Roman,Regular"&12Month

&CSee last section for other Preventative Maintenance checklists for some of this equipment
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Section 1( Please Print)

__________________________________________________________________________________

WORK DESCRIPTION                                      TIME        BEGIN       END

                               

__________________________________________________________________________________

TOOLS TO BE USED/ SPECIAL HAZARDS                                  DATE

__________________________________________________________________________________

PERMIT ISSUED TO (NAME/COMPANY)                                     PERMIT ISSUED BY (NAME)

__________________________________________________________________________________

SECTION 2

To be verified by site supervisor of area where work is to be performed

ITEM

YES

NO

N/A

COMMENTS

ITEM

YES 

NO

N/A

COMMENTS

Lines/Tanks

Interfacing 

Washed

Areas Notified

Lines/Tanks

Extinguisher

Drained

Present

Lines/Tanks

Confined 

Pressure Vented

Space

Lines Blinded/

Oxygen Level

Level:

Disconnected

Valves Off

L E L

Level:

Locked/Tagged

Power Off

Fire Watch

Name/ Company:

Locked Tagged

I certify all the items above have been completed and hereby authorize this permit.

FACILITY SUPERVISOR or CONTRACTOR

Atmosphere Tester Signature______________________________________ Site Supervisor's Initials______

(Asterisk items only)

___________________________________________________________________________________________

SECTION 3

To be completed by Maintenance or Contractor personnel.

ITEM 

YES

NO 

N/A

COMMENTS

ITEM

YES 

NO

N/A

COMMENTS

Lines Blinded/

Glasses Gloves

Disconnected

Valves Off

Protective

Locked/Tagged

Cloth

Power Off

Area Roped/

Locked Tagged

Barricade/

Signs in Place

Air Mask

Fire Watch Present

Air Bottles/

Screens &

Checked

Curtains

I certify all the items above have been completed and hereby authorize this permit.

Maintenance/Contractor singnature_____________________________________________________________________________

                            One copy- Display at work site    Second copy - Supervisor's Log copy

Fire Watch Must be Present for Roof Work for four hours after work is completed if roof work involves hot work


