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INTERNATIONAL ELECTROTECHNICAL COMMISSION

ANALYSER SYSTEMS — MAINTENANCE MANAGEMENT

FOREWORD

1) The International Electrotechnical Commission (IEC) is a worldwide organization for standardization comprising
all national electrotechnical committees (IEC National Committees). The object of IEC is to promote
international co-operation on all questions concerning standardization in the electrical and electronic fields. To
thlS v - -' - ” v 1 ;'v" v oHs s - a a S . ect
Techpical Reports, Publicly Available Specifications (PAS) and Guides (hereafter referred to
Publication(s)”). Their preparation is entrusted to technical committees; any IEC National Committee interested
in the subject dealt with may participate in this preparatory work. International, governmental gnd non-
govefnmental organizations liaising with the IEC also participate in this preparation. IEC collaborate$ closely
with |the International Organization for Standardization (ISO) in accordance with condjtions deternhined by
agre¢ment between the two organizations.

2) The formal decisions or agreements of IEC on technical matters express, as nearly as-possible, an intefnational
consgensus of opinion on the relevant subjects since each technical committeghhas representation |[from all
inter¢sted IEC National Committees.

3) IEC Publications have the form of recommendations for international use @nd are accepted by IEC |National
ittees in that sense. While all reasonable efforts are made to ensure, that the technical conter|t of IEC

ations is accurate, IEC cannot be held responsible for the way“in which they are used or| for any

4) In ornder to promote international uniformity, IEC National Comnjiitees undertake to apply IEC Pullications
trangparently to the maximum extent possible in their national/and regional publications. Any diyergence
betwpen any IEC Publication and the corresponding national orregional publication shall be clearly indjcated in
the latter.

5) IEC |tself does not provide any attestation of conformity.*Independent certification bodies provide cqnformity
assepsment services and, in some areas, access tolEC marks of conformity. IEC is not responsiblgd for any
servipes carried out by independent certification badies.

6) All ugers should ensure that they have the latest;edition of this publication.

7) No lipbility shall attach to IEC or its directorsy employees, servants or agents including individual experts and
membpers of its technical committees and.IEC National Committees for any personal injury, property dgmage or
othel damage of any nature whatsoever,” whether direct or indirect, or for costs (including legal f¢es) and
expehses arising out of the publication, use of, or reliance upon, this IEC Publication or any other IEC
Publications.

8) Attention is drawn to the Normative references cited in this publication. Use of the referenced publicptions is
indispensable for the correct application of this publication.

9) Attention is drawn to the\possibility that some of the elements of this IEC Publication may be the sybject of
patemt rights. IEC shall\not be held responsible for identifying any or all such patent rights.

The main task of JEC technical committees is to prepare International Standards. Howgver, a
technidal committee may propose the publication of a Technical Report when it has cqllected
data of| a djfferent kind from that which is normally published as an International Standard, for
example {'state of the art".

IEC TR 62010, which is a Technical Report, has been prepared by subcommittee 65B:
Measurement and control devices, of IEC technical committee 65: Industrial-process
measurement, control and automation.

This second edition cancels and replaces the first edition published in 2005, This edition
constitutes a technical revision.

This edition includes the following significant technical changes with respect to the previous
edition:

a) addition of data, examples and clarifications.

EEMUA Publication 187: 2013 — Analyser systems: A guide to maintenance management, has
served as a basis for the elaboration of this Technical Report, with the permission of the
Engineering and Equipment Users Association.
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The text of this Technical Report is based on the following documents:

Enquiry draft Report on voting
65B/990/DTR 65B/1063/RVC

Full information on the voting for the approval of this Technical Report can be found in the
report on voting indicated in the above table.

This document has been drafted in accordance with the ISO/IEC Directives, Part 2.

The committes-has—decided-thatthe-contents—ofthis-document-wilremain ||nr~hongnr| until the
stability date indicated on the IEC website under "http://webstore.iec.ch" in the data felpted to

the spgcific document. At this date, the document will be
e recpnfirmed,

e withdrawn,

e replaced by a revised edition, or

e amended.

A bilingual version of this publication may be issued at a later, date.

IMPORTANT - The 'colour inside' logo on the cover page of this publication indjcates
that if contains colours which are considered to be useful for the cprrect
undergtanding of its contents. Users should therefore print this document uging a
colour|printer.
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INTRODUCTION

This document covers best practices for the maintenance of on-line analysers. Analysers are
used in industry to measure variables which significantly contribute to safety, environmental,
asset protection and profit maximisation.

Maintenance organisation, prioritising of maintenance effort, maintenance methods, correct
resourcing, performance monitoring and reporting all play an important role in successful
application of on-line analysers.

The ultimate effectiveness of the contribution of on-line analysers is measured by the ability to

perfor €iT_functional requirements upon demand. IS _document gives guidamce on
performance target setting, strategies to improve reliability, methods to measure‘effective
performance, and the organisations, resources and systems that need to be in place tp allow
this to pccur.
The various subjects covered in this document are discrete items and can appear unreJ‘ated in
the ovgrall scheme of analyser maintenance procedures and strategies! The following flow
path in|Figure 1 ties the clauses together in a logical sequence of approach.
~ Establishing analyser
= criticality
GClause 4
A
Review criticality and . .
i . Define maintenance
mdintenance strategy with
) strategy
perations/customers
Subclauses
5.5, Clause 5
5.6 and 5¢(
Monitoring of analyser
p performance using defined |q¢
measurement parameters
Clause 6
IEC

Figure 1 — Flow path detailing interrelationships
of subject matter in IEC TR 62010

This document provides a mechanism by which the criticality of an analyser can be
determined by means of a risk assessment. The risk assessment is based on consideration of
the consequence of the loss of the analysis to the operation of a process unit, or group of
process units, personnel/plant safety and the environment.

Determination of a criticality rating for the analyser allows target values for reliability to be set
for each criticality classification and prioritisation for maintenance and support. Such
approaches are covered in Clause 4.
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A numbers strategy designed to allow the target reliabilities calculated by the risk
assessments to be met are defined in Clause 5.

Finally, mechanisms for tracking analyser performance and quantifying the performance as
meaningful measures are presented in Clause 6.
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1

1.1

ANALYSER SYSTEMS — MAINTENANCE MANAGEMENT

Scope

Purpose

This document is written with the intention of providing an understanding of analyser
maintenance principles and approaches. It is designed as a reference source for individuals
closely irvotved—with—mainterrance—of dlld:ytiba: irstromentatiomr—and pIUV;dD‘D guida 1CE€ On
performance target setting, strategies to improve reliability, methods to measurg'@ffective
performance, and the organisations, resources and systems that need to be in place tp allow

this to pccur.

Effectiye management of on-line analysers is only possible when key"\criteria havé been

identified and tools for measuring these criteria established.

On-ling analysers are used in industry for the following reasons:

Saflety and environmental. One category of on-line analyser is those used to contfol and
monitor safety and environmental systems. The key medsured parameter for this category
of @nalyser is on-line time. This is essentially simpler to measure than an anglyser’s
conftribution to profits but as with process analysérs”applied for profit maximisatipn, the
conftribution will be dependent upon ability tolperform its functional requirements on
demand.

Asget protection and profit maximisation. On-line analysers falling into this category
are| normally those impacting directly on “process control. They can impact direftly on
profection of assets (e.g. corrosion,.catalyst contamination) or product quality, or [can be
used to optimise the operation of the\process (e.g. energy efficiency). For this category of
andlysers, the key measured parameter is either the cost of damage to plant or thg direct
effgct on overall profit of the\lprocess unit. Justification as to whether an analyser is
insfalled on the process canibe sought by quantifying the payback time of the analyser,
the|pass/fail target typically-being 18 months. The contribution of the analyser to refluction
in gxtent of damage toyor the profit of, the process unit, is difficult to measure. Hqwever,
thig contribution will-beé dependent upon the analyser’s ability to perform its furctional
requirements upon demand.

This dgcument focuses on the cost/benefits associated with traditional analyser maintgnance
organigations. (Due to the complexity of modern analysers, support can be required from
laboratory orcproduct quality specialists, for example for chemometric models, who can work

for

therefdre.important.

1.2

other parts of the organisation. Inclusion of their costs in the overall maintenance|cost is

Questions to be addressed

When considering on-line analyser systems and their maintenance, the following key points

list

is useful in helping decide where gaps exist in the maintenance strategy.

What is the uptime of each critical analyser? Do you measure uptime and maintain
records? Do you know the value provided by each analyser and therefore which ones are
critical? Do you meet regularly with operations (‘the customer’) to review priorities?

What is the value delivered by each analyser in terms of process performance
improvement (i.e. improved yield values, improved quality, improved manufacturing
cycle time and/or process cycle time, process safety (e.g. interlocks), environmental
importance)? Is this information readily available and agreed to in meetings with
operations? Is the value updated periodically?
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What is the utilisation of each critical analyser? That is, if the analyser is used in a
control loop, what percentage of the time is the loop on manual due to questions about the
analyser data? Do you keep records on the amount of time that analyser loops are in
automatic? Do you meet regularly with operations to review the operator’s views about the
plausibility of the analyser data?

Do you have a regular preventive maintenance programme set up for each analyser
which includes regular calibrations? Does the calibration/validation procedure include
statistical process control (SPC) concepts — upper/lower limits and measurement of
analyser variability (or noise)? Is the procedure well documented? Do you conduct it
regularly, even when things are running well?

Do you have trained personnel (capable of performing all required procedures and

tro mmmmwmmmibimy
for|the analysers? Do the trained personnel understand the process? Do they undg¢rstand

any| lab measurements which relate to the analyser results?

Do |the trained maintenance personnel have access to higher level technical support
as [necessary for difficult analyser and/or process problems? Do\they havg ready
acgess to the individual who developed the application? Do they have ready accesg to the
vendor? Can higher level support personnel connect remotely to_the-analyser to gbserve
and troubleshoot?

Do|you have a maintenance record keeping systems, which documents all gctivity
invplving the analysers, including all calibration/validation records, all repairs
and/or adjustments?

Do|you use the record keeping system to identify. repetitive failure modes pnd to
determine the root cause of failures? Do you track the average time-to-repair apalyser
proplems? Do you track average time-between-failures for each analyser?

Do|you periodically review the analysers, with higher level technical resources to
identify opportunities to significantly_\improve performance by upgrading the
andlyser system with improved technology or a simpler/more reliable approacIl?

Do|you meet regularly with operations personnel to review analyser perfor
update priorities, and understand production goals?

ance,

Do|you have a management framework that understands the value of the analysers
and are committed to and-supportive of reliable analysers?

Do|you know how much the maintenance programme costs each year and is tfhere a
soljd justification for.it?

Consideration of the\.above questions will help to identify opportunities for contiuously
improv|ng the reliability of installed process analysers. Once the opportunities are identified
the follpwing clatises are intended to give guidance in achieving the solutions with the gdim of:

maximising performance and benefit of installed analysers;

achlieving full operator confidence in the use of on-line analysers;

analyser output data becoming reliable enough to be used by operators, control systems,
and other users, in order to improve plant operation versus world class manufacturing
metrics to become the best process analysers possible.

2 Normative references

There are no normative references in this document.

3 Terms and definitions

For the purposes of this document, the following terms and definitions apply.
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ISO and IEC maintain terminological databases for use in standardization at the following
addresses:

e |EC Electropedia: available at http://www.electropedia.org/

e |SO Online browsing platform: available at http://www.iso.org/obp

3.1

availability

ability of an item to be in a state to perform a required function under given conditions at a
given instant of time or over a given time interval, assuming that the required external
resources are provided

3.2
catastrophic failure
failure pf a component, equipment or system in which its particular performance(¢haradteristic
moves|completely to one or the other of the extreme limits outside the normal* specification
range

3.3
consequence
measufe of the expected effects of an incident outcome case

3.4
controfl system
systen{ which responds to input signals from the ,process and/or from an operatpr and
generates signals causing the equipment under control (EUC) to operate in the {esired
mannef

3.5
diversity
performance of the same overall function®by a number of independent and different megns

3.6

error
discregancy between a computed, observed or measured value or condition and the true,
specifig¢d or theoretically carrect value or condition

[SOURICE: IEC 60050-192:2015, 192-03-02, modified — the notes have been deleted]

3.7
failure
termingtion‘of\the ability of an item to perform a required function

[SOURCETTET 60050-603:1986, 603-05-00]

3.8

fault

state of an item characterized by the inability to perform a required function, excluding the
inability during preventive maintenance or other planned actions, or due to lack of external
resources

3.9
design fault
fault in the design caused by a mistake in the design phase of a system

Note 1 to entry: A design fault causes an error, remaining undetected in a part of the system until specific
conditions affecting that part of the system are such that the produced result does not conform to the intended
function. This results in a failure of that part of the system. If the conditions appear again, the same results will be
produced.


https://iecnorm.com/api/?name=d3bc2abc3bb29e726124b70c952fbb44

-12 - IEC TR 62010:2016 © IEC 2016

3.10
undetected fault
fault which is not detected by a diagnostic check

3.1

mistake

human error

human action that produces an unintended result

3.12
failed state
condition of a component_equipment or system during the time it is subject to a fajlure

3.13
fault tfee analysis
analysils to determine which fault modes of the sub-items or external eventsy orf combipations
thereof, may result in a stated fault mode of the item, presented in the form'of a fault trge

3.14
functignal safety
ability pf a safety related system to carry out the actions necessary’to achieve a safe sjate for
the EULC or to maintain the safe state for the EUC

3.15
hazard
physical situation with a potential for human injury

3.16
maintdinability
ability ¢f an item under given conditions of;tise to be retained in or restored to a state i) which
it can perform a required function, when maintenance is performed under given cor|ditions
and us|ng stated procedures and resources

[SOURCE: IEC 60050-192:20156;:192-01-27, modified]

3.17
mean {ime between failures
MTBF
expectation of the duration of the operating time between failures

[SOURCE: IE€60050-192:2015, 192-05-13, modified — "operating" is omitted frgm the
definitipn and the note has been deleted]

3.18

mean time to failure

MTTF

expectation of the operating time to failure

[SOURCE: IEC 60050-192:2015, 192-05-11, modified — "operating" is omitted from the
definition and the notes have been deleted]

3.19

mean time to restoration

MTTR

expectation of the time to restoration

[SOURCE: IEC 60050-192:2015, 192-07-23, modified — the note has beend deleted]
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3.20

proof testing

method of ensuring that a component, equipment or system possesses all the required
performance characteristics and is capable of responding in the manner desired

3.21

random hardware failure

failure occurring at a random time, which results from one or more of the possible degradation
mechanisms in the hardware

Note 1 to entry: There are many degradation mechanisms occurring at different rates in different components,
and, since manufacturing tolerances cause components to fail due to these mechanisms after different times in
operatiofi, Taifures of equipment comprising many components occur at predictable rates but at unpredicigble (i.e.
random)|times.

Note 2 tp entry: A major distinguishing feature between random hardware failures and systematic)failureg, is that
system fpilure rates (or other appropriate measures), arising from random hardware failures, can\be predi¢ted with
reasonable accuracy but systematic failures, by their very nature cannot be predicted. That“is, systemn failure
arising from random hardware failure rates can be quantified with reasonable accuracy,'but those arisjng from
systematic failure cannot be accurately quantified because events leading to them cannat.easily be predictged.

3.22
redundancy
in an item, the existence of more than one means for performing/atequired function

[SOURICE: IEC 60050-351:2013, 351-42-28, modified — the notes have been deleted]

3.23
reliability
ability |of an item to perform a required function' under given conditions for a givgn time
interva

[SOURICE: IEC 60050-395:2014, 395-07+131, modified — the notes have been deleted]

3.24
risk
probablje rate of occurrence ofiaithazard causing harm and the degree of severity of harm

Note 1 tp entry: The concept of risk always has two elements: the frequency or probability at which & hazard
occurs and the consequenges-of the hazard event.

3.25
safety
freedom from unacceptable risk of harm

3.26
safety integrity

Sl

probability of a safety related system satisfactorily performing the required safety functions
under all the stated conditions within a stated period of time

3.27

safety integrity level

SIL

one of four possible discrete levels for specifying the safety integrity requirements of the
safety functions to be allocated to the safety related systems

Note 1 to entry: SIL 4 has the highest level of safety integrity; SIL 1 has the lowest.
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3.28
safety-related system
system that:

e implements the required safety functions to achieve a safe state for the EUC or to
maintain a safe state for the EUC;

e is intended to achieve, on its own, or with other safety-related systems, the necessary
level of integrity for the implementation of the required safety functions

3.29

safety-related control system
system which carries out active control of the EUC and which has the potential, if not in
accordance with its design intent, to enter an unsafe state

3.30
safetyqrelated protection system
SRPS
system| designed to respond to conditions on the EUC, which may also be hazardous, pr if no
action as taken, could give rise to hazardous events, and to generate the correct outputs to
mitigate the hazardous consequences or prevent the hazardous events

3.31
safety [requirements specification
specifi¢tation that contains all the requirements of the/,safety functions that have| to be
performed by the safety-related systems

Note 1 t¢ entry: The specification is divided into:
o safefty functions requirement specification;

e safefty integrity requirement specification.

3.32
software
intellegtual creation comprising .the programmes, procedures, rules and any assgpciated
documentation pertaining to the operation of a data processing system

3.33
system
set of gomponents which interact according to a design

Note 1 tp entry: A~component may be another system (a subsystem). Such components (subsystems)|may be,
dependipg on the\level:

e [a controlling or controller system,

. hactdware, software, human interaction.

3.34

systematic failure

failure related in a deterministic way to a certain cause, which can only be eliminated by a
modification of the design or of the manufacturing process, operational procedures,
documentation or other relevant factors

[SOURCE: IEC 60050-395:2014, 395-07-133]

3.35

system life cycle

activities occurring during a period of time that starts when a system is conceived and ends
when the system is no longer available
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3.36
top event

unwanted event or incident at the ’top’ of a fault tree that is traced downward to more basic

failures using logic gates to determine its causes and likelihood

3.37

validation

confirmation by examination and provision of objective evidence that the pa
requirements for a specific intended use are fulfilled

3.38
verification

rticular

confirmation by examination and provision of objective evidence that the (g
requirgments have been fulfilled

4 Classifying analysers using a risk based approach

4.1 eneral

Defini on-line analysers as being related to the functional categories of
environmental, asset protection or profit maximisation necessitates that the capability
to detegrmine the required priority for performance target setting'and maintenance dire
each ipstrument by designed functional category. This can-be achieved using a risk
wherelly the target category rating of an analyser is calcllated based upon the requin
factor. [The hazard rate of the event the analyser is désigned to protect against (the sd
top evgnt) and the consequence of the top event should be known.

ecified

safety,
exists
tion of
graph,
ed risk
called

The njethod takes the principle and general format of the risk graph approgch for

IEC 61b08-5 [2]1. However, as this document“is aimed at analyser maintenance prior
should|be noted that:

e where analysers are part of a(safety system it is not an alternative appro
determining safety integrity levels (SILs) and where SlLs demand certain proof ch
perjods, duplication of analysers etc., these will take precedence;

o the[ranking system adopted is in line with accepted analyser maintenance practi
highest priority is '1’ and-lowest priority is ‘3’.

ities, it

ach to
ecking

Ce, i.e.

1 Numbers in square brackets refer to the Bibliography.
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Figure 2 — Generalized riskqgraph

the generalized risk graph shown in Figure. 2, each design functional cate
bred in turn. The risk graph for each analyser function should be ’calibrated’.

os. The exercise will establish if the Gutcome in terms of risk reduction is appr

At the

to estjlblish the initial element which”is the risk parameter (R), i.e. the main area of
iated with analyser failure;-for example plant damage, loss of profit, environmental

assoc
damag
importg

parameter (E), for example® high risk of immediate/short term damage, plant control

ability
exposu
an ass

The graph then'leads to the prioritisation box which gives priority choice based on the ¢

deman
failure

starting point of working through the risk graph towards priority setting it is ned

b, and serious injury/loss of life. The second element is applied on judgem

to function, envifonmental consent limitations, area sensitivity, or freque
re of personnelto hazard. The third element is the intervention parameter (l), w
bssment ofywhether operator intervention can mitigate the impact of the failure

nce of the analyser-in keeping the plant running and is termed the e>{>osure

IEC

jory is
This is
ber of
opriate

essary
impact

bnts of

cheme
cy of
hich is
or not.
rocess

i parameter (PD), i.e. the likelihood of the process requiring the measurement

graph and.explanatory notes are given in 4.1, 4.2, 4.3 and 4.4.

when a

ocecurs. The following Table 1 summarises a typical application of elements in tlhe risk
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Table 1 — Typical application of elements in the risk graph

Safety Environmental Asset protection Profit maximisation
R, Multiple fatalities on or Release causing Damage with major Production profit margins
off site permanent damage or replacement costs high
major clean-up costs
R, Fatality on or off site, Release causing Damage with moderate Production profit margins
injury (resulting in temporary damage replacement costs medium
hospitalisation to a requiring significant
member of the public or |clean-up
staff)
R, Minor injury with lost time | Release with minor Damage with minor Production profit margins
i par‘f Hamagn which should he roplaromonf costs or no Loy
recorded, or failure to damage
record critical data
E, Frequency of exposure to | Consent restrictions and | High risk of immediate / | Control scheme cgnnot
the hazard is more / or sensitive area short term damage function
frequent to permanent
E, Frequency of exposure to | No consent restrictions Low risk of immediate / Control scheme cgn
azard is rare to more and / or non-sensitive short term damage function in short term
ften area
I Unlikely that operator action will prevent or mitigate circumstances
I, Possible for operator to take action to prevent incident or to significantly/reduce consequences whgre
there is sufficient time and suitable facilities available
PD, Demand is frequent
PD, Demand occurs on an average basis
PD, Demand occurs very rarely
4.2 bafety protection
IEC 61508 (all parts)[1] defines the requirements for devices in all safety related systems.

Although this document is aimedxat analyser maintenance priorities, any safety-related

analysers should have their maintenance and testing requirements determined| using
IEC 61p08 (all parts).

The fojlowing should be«noted when considering the use of analytical instrumentation as
measufing elements for(safety-related systems.

The mean time~between failures of analytical instrumentation is lower than stpndard
instrumentation~‘used in safety-related systems (pressure, temperature and flow
measufements)."This is especially true of complex analysers such as spectrometers and gas
chromatogfraphs.

Should analytical instrumentation be utilised in safety-related systems, duplex and triplex
sensors, and frequent proof checking would routinely be required to achieve the necessary
on-line times. These should be determined in accordance with procedures and rules laid down
in IEC 61508 (all parts). The above risk graph usage in this document is intended as a guide
only to setting maintenance priority and is not intended as an alternative route to defining

safety integrity levels (SILs).

4.3

Environmental protection

The measurement of variables that impact directly on the environment are an increasingly
important function of on-line analytical instrumentation. Data produced by environmental

analysers may require submission to governmental

procedural aspects of environmental monitoring.

bodies concerned with

legal and
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There is significant diversity in the nature of the techniques. Traditional applications and
methods are continuous air monitoring (CAM) and vent emission monitoring by gas
chromatography or electrochemical sensors, organics in aqueous effluent by total carbon (TC)
and total oxygen demand (TOD), and acidity/basicity of aqueous effluent by electrochemical
pH sensor. These are supplemented by more modern techniques such as air quality
monitoring by open path spectrometry and elemental analysis by X-ray fluorescence.

Failure of the analyser to perform its specified function may lead to consequences R4, Ry, or
R; depicted in Table 1. It should be noted that environmental analysers are often used to
record data but examples whereby analyser failure directly leads to consequential damage
are far fewer.

An R, gonsequence would be illustrated by the failure of a CAM system interlocked tg-grocess
valves | the overall function of which would be to detect emission of chemicals and-actupte the
valves [in order to contain the bulk of the process inventory.

An instance of an R, consequence would typically be the result of a failure)of an orggnics in
aqueoys effluent monitor to detect a high level, thus neglecting do “divert the |out of
specifi¢ation effluent for further treatment before release to the surrounding environment.

Typically, an R; consequence would be an oxygen analyser failure on a burner, leafing to
emission of partly combusted fuel; or the failure of a vent.gas composition analysgr, with
failure fo record environmentally critical data.

The sdgcond element of Table 1 requires a determination to be made on the environmental
status pf the affected area.

Classifjcation of an area as E, would require the“probability of causing harm to populations in
the aff¢cted area to be low. The potential to cause political as well as physical damage|should
be asgessed. Should it be considered that the consequence of analyser failure has the
potentipl to significantly affect populations in the affected area, that area should be clagsed as
E,. Alternatively, if environmental consent limits are imposed by the authorities, this will
determjne whether route E; or E, should prevail.

The third element requests a determination as to the likelihood of an operator mitigatjng the
consedquences of analyser\failure. The probability of operator intervention depends [on the
nature |of the operatoris\intervention with the process. Where the operator is requlired to
directly carry out actions as a consequence of the analyser’s results, there will be|a high
probabijlity of positive-intervention. Automated systems, whereby the operator has nq direct
involvegment in implementing process adjustment due to the measured variable, ar¢ more
prone {o unrevealed failure. Analyser failure diagnostics and the facility given to the operator
to mitigate the consequences of the failure by manual intervention, for example grab sgmpling
and lahoratory analysis, should be considered when selecting I, or |,.

The final element of the risk graph is a determination of how often a demand is placed by the
process upon the analyser.

Process demands on the analyser are broadly classed as infrequent, average and frequent.
Categorisation of process demand is primarily the responsibility of the process engineer, and
not the analyser/instrument engineer.

Some examples of process demand and frequency categorisation are detailed as follows:

e PD,, a frequent demand can typically be considered to be one significantly exceeding the
single annual demand defined in PD,. The demand on either of the examples cited in Rj
are almost perpetual (the need to record environmentally critical data is considered to
place a continuous demand on the process).
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e PD,, an average demand, can typically be considered to be a single demand placed upon
a system on an annual basis. An example would be a high organic content in aqueous
effluent occurring on an annual basis (see consequence R,, failure of an organics in
aqueous effluent monitor to detect a high level, thus neglecting to divert the out of
specification effluent for further treatment before release to the surrounding environment).

e PD,, an infrequent event, can typically be illustrated by the demand rate placed upon a
CAM system such as the one described in R; (a CAM system interlocked to process
valves, the overall function of which would be to detect emission of chemicals and actuate
the valves in order to contain the bulk of the process inventory). Such systems are
designed to detect emission of a large mass of airborne process material; an event which
good process design should ensure is infrequent.

4.4 fsset protection
i

Protecfion of assets is a need which can be provided in many instances by use of jon-line
analyseérs. Examples include oxygen analysers for the monitoring of inefting systems,
condudtivity analysers for monitoring the mineral content of condensed, steam for furbine
safety @nd moisture analysers for monitoring water level in feed stocks @r-pH measurement
for corfosion reduction.

analyseér. The consequences of the loss of integrity of the @sset protection analyger are
generally of a more catastrophic nature and may have safety and environmental impligations
as wel|. For example, failure of an oxygen analyser ons ar’ inerting system may calse an
explosion leading to widespread damage to a process\plant (as well as causing ifjury to
personpel and the public, and loss of containment).

The inFiaI element of the risk graph requires an estimate of the“impact of the failure| of the

The s€lcond element of the graph requires a judgement on the likelihood of toleranceg of the
plant tp the onset of the damage mechanism®if analyser failure occurs. Determingtion of
damagg risk should be determined by precess dynamics or plant design (e.g. cofrosion
allowamces). In the example of an oxygencanalyser monitoring an inerting system, any pxygen
ingres§y may be potentially rapid riskinglan immediate danger (high risk route on the|graph)
whilst pn the other hand the space.monitored may be under pressure and unlikely t¢p allow
oxyger] ingress unless this pressute falls at the same time as the analyser failure. Thfs case
would allow other short term monitoring to be put in place (low risk route on the graph).

The third element requestsia determination as to the likelihood of an operator mitigatjng the
consequences of analyser-failure. The possibility of this happening is strongly dependent on
whethgr the operator (normally represents a human element in a system. In the example of a
failure | of an oxygen analyser monitoring an inerting system sending its signal|to an
emergIncy shutdown system (assuming that the failure of the analyser is unrevealed), the
operatgr is unlikely to detect the analyser failure, and thus action any corrective measufes.

inal‘€lement of the risk graph is a determination of how often a demand is placed|by the

cl

that the analyser is monitoring an inerting system, (and is not directly used in controlling the
level of inert gas), the demand on the analyser (as a sub-component of an emergency
shutdown system) would be expected to be low. This assumption can be justified by the fact
that under normal conditions, the control of the flow of inert gas into the process is controlled
by simple devices with low failure rates.

4.5 Profit maximisation

Utilisation of analysers for maximisation of profits is extremely common, applications being
numerous and varied, for example measurement of the concentration of the product of a
reactor using infra-red spectrometry, with subsequent feedback control of reactor feeds to
maintain a constant concentration in the product; or control of the take-off at the top of a
distillation column with the aim of maintaining a constant concentration at a point within the
column.


https://iecnorm.com/api/?name=d3bc2abc3bb29e726124b70c952fbb44

- 20 - IEC TR 62010:2016 © IEC 2016

The initial element of the graph requires an estimate as to the likely impact of analyser failure.
The consequences of the loss of integrity of an analyser associated with profit maximisation
will depend on the size of margins being derived by the extra quality control given over the
simple process control of temperatures, pressures, levels and flows. The importance of
production losses should be determined by company policy, i.e. the graph should be
calibrated on a process by process basis.

The second element of the graph requires a judgement on the ability of a control scheme to
tolerate analyser failure. Analysers normally trim control set points or optimisation models.
More complex dynamic matrix control schemes may be unable to function at all without all
inputs. Analyser failure can lead to loss of the whole automatic control scheme.

The third element requests a determination as to the likelihood of an operator mitigat
conseduences of analyser failure. The possibility of this happening is strongly depend
whethdr the operator normally represents a human element in a system.

Consid
control
consta
the col

r an analyser on a distillation column, the results of which are~used for au
of the take-off at the top of a distillation column. By controllingythe take-off
nt concentration of the analyser of interest can be maintained at the sample p
umn. Should the operator be alerted to the failure of the analyser, for examp

grab sample analysed in the QA laboratory, a regime of grab samples can be instigat

results
where

The fin|
proces

The di
consta
proces
occurs

4.6

of which can be used for process control. The scenariolis especially true of s
equilibria change very slowly.

lal element of the risk graph is a determination_of\how often a demand is placed
5 upon the analyser.

nt (i.e. frequent) demand upon the analyser. An oxygen analyser used only d
5 regeneration cycle carried out only'a few times a year could be placed in the ‘d
on an average basis’ bracket.

Performance target

The risk graph analysis provides'a method to classify analysers into category levels ba

their a
realisti

C targets for process on-line analysers (availability and utilisation) and it also p

a basig upon which to-prioritise support effort for routine maintenance and breakdown
This effectively helps™to maximise analyser added value against support effort avail
may bg necessary, to' use multiple analysers to reach the required performance target.

Depen
targets|
4.4 an

canbe set against the categorisation numbers derived by the method outlined

ng the
ent on

omatic
rate, a
pint on
e by a
ed, the
ystems

by the

Stillation analyser example can be considered as a case where the process places a

iring a
emand

sed on
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pble. It

jing -on~requirements within each functional category of the analysers, avajlability

in 4.3,

d°475. This is typical, based on industry wide experience; and examples fo|

llow in

Table 2.

Table 2 — Best practice availability targets

Availability target
%

Category rating Safety Environmental Asset Profit
1 98 97 96 97
2 96 95 92 92
3 92 92 90 85

NOTE The availability targets are not calculated directly from the risk analysis, but are quoted on what is
considered to be best industry practice.
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4.7 Maintenance priority

For maintenance purposes, it is necessary to set proof check frequencies which allow the
performance targets in 4.6 to be met. This is achieved by considering the mean time to failure
and mean time between failures of the analyser. For an analytical instrument with known
MTTF and MTBF, the proof check frequencies will need to be more frequent to achieve the
higher reliabilities quoted for Category 1 analysers. When considering proof check
frequencies, the fault diagnostic tools available on the analyser should also be taken into
account. These can be used to warn the user of analyser failure, or ideally to alert the owner
of impending failure. This can be taken into account when calculating the analyser’s
downtime.

4.8 upport priority

For support purposes, it is necessary to differentiate between the analyser categoties tp avoid
conflic{ of priority, for example which should be given priority; asset protection| profit
maximisation, environmental or safety and if breakdowns occur in the same.category| which
takes precedence? Calculation of a category rating via a risk-based\ approach |allows
maintepance priorities to be set in a straight forward manner using the following rules:

e Highest maintenance priority is given to the highest category\analysers, for ekample
Category 1 will have priority over Category 2.

e Where two Category 1 analysers require maintenance support, the order of imp¢rtance
shdll be determined in the functional category order

1. $afety, 2. Environmental, 3. Asset protection, 4. Rrofit maximisation.

If a priprity rating greater than 1, i.e. an ‘a’ on the.risk graph in 4.1, is found then the| risk is
too high for a solution with a single analyser "and redundancy techniques are reguired.
Howevpr these analysers would for maintenance“purposes be Category 1 priority.

5 Maintenance strategies

5.1 Seneral

A key aim for any analyser maintenance function is to improve analyser system reliability and
try to pvert failure and ify failure does occur, to minimise the impact of any failufe. The
mechapism involved to meet these aims is a combination of many facets and functiong within
an anajyser support organisation.

Important parameters in achieving the above aims include: management systenps and
organigation; maintenance programmes; technician training and competency; optimisgtion of
resour¢es thfough matching technician numbers to analyser work load and/or use of inFhouse
againsi contracted out maintenance; analyser monitoring using statistical control| tools;
optimiding'maintenance strategy: and key performance indicator setting and review.

Knowing where a maintenance organisation stands in comparison to other sites is also a
useful incentive for improvement. Benchmarking of best practices is another useful tool that
can be applied.

5.2 Reliability centred maintenance (RCM)
5.2.1 General

RCM is an on-going process, which determines the optimum mix of reactive, preventive,
condition based and proactive maintenance practices in order to provide the required
reliability at the minimum cost, as shown below. The principal features of each strategy are
shown in their block. These maintenance strategies, rather than being applied independently,
are integrated to take advantage of their respective strengths in order to optimise analyser
efficiency within given constraints.
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5.2.2 Reactive maintenance

Reactive maintenance is also referred to as breakdown maintenance, repair, fix when fail or
run to failure and has the following characteristics:

5.2.3 Preventative or planned maintenance (PM)

Maintenance, equipment repair, or replacement occurs only when the deterioration in an
analyser’s condition causes a functional failure.

Assumes that failure is equally likely to occur in any part, component, or system.

The assumption precludes identifying a specific group of repair parts as being more
necessary or desirable than others.

If an item fails and repair parts are not available, delays ensue while parts are obtained.

If certain parts are urgently needed to restore a critical analyser to operation, a(pfemium
for pxpedited delivery should be paid.

Thgre is no ability to influence when the failures occur because no actiéon”is tgken to
control or prevent them.

When this is the sole type of maintenance practice, there are a-high percenfage of
unglanned maintenance activities, high replacement part inventories, and inefficienff use of
maijntenance effort.

A purely reactive maintenance programme ignores the many/opportunities to influence
anglyser reliability.

Preventative or planned maintenance (PM) consists of regularly scheduled inspgection,
adjustments, cleaning, lubrication, parts replacement, calibration, and repair of components

and equipment and has the following characteristics:

Reflerred to as time-driven or interval-based maintenance.
It i performed without regard to equipment condition.

Schedules periodic inspection@nd maintenance at pre-determined intervals| (time,
opdgrating hours, or cycles) in an-attempt to reduce analyser failures.

Depending on the intervalgset, PM can result in a significant increase in inspections and
roufine maintenance.

It should also reduce the frequency and seriousness of unplanned analyser failures for
components with/ defined, age related wear out patterns. However replagement
components caniintroduce an additional risk of failure during initial life of the component
(bath tub curye_effect on failure rates).

TraditionahRM is keyed to failure rates and times between failures.

It gssumes that these variables can be determined statistically, and therefore ohe can
rep|lace”’a part due for failure before it fails.

Statistical failure information leads to fixed schedules for the overhaul of analysers or the
replacements of parts subject to wear.

Failure rate or its reciprocal, mean time between failures (MTBF), is often used as a guide
to establishing the interval at which the maintenance task should be performed.

Weakness in using these measurements to establish task frequency is that failure rate
data determines only the average failure rate.

The reality is that failures are equally likely to occur at random times and with a frequency
unrelated to the average failure rate.

Thus, selecting a specific time to conduct periodic maintenance for a component with a
random failure is difficult at best.

PM is not for random failure analyser components.
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5.2.4 Condition based strategy

Also known as predictive maintenance, condition based strategy uses primarily statistical
process control (SPC) calibration/validation techniques, visual inspection, data comparison
and trend data to assess analyser condition and has the following characteristics:

e Replaces arbitrarily timed maintenance tasks with maintenance that is scheduled only
when warranted by the analyser’s condition.

e Continuing analysis of analyser condition — monitoring data allows planning and
scheduling of maintenance or repairs in advance of breakdown.

e Condition based data collected is used in one of the following ways to determine the

co dition of tha analvcsar and idantifvy tha nracurcare aof failuura Thao mathade incbhiidg:
oo+t e—aharySe—ahRatae Rt yy—o-—preoctHSo+s—oitaitH — et a1 HHEE

— |tests against limits and ranges (SQC);
— |data comparison;
— [trend analysis;

— Jcorrelation of multiple technologies (expert system).
5.2.5 Proactive maintenance
Proactive maintenance employs the following basic techniques {6 'extend analyser life:

o failed part analysis;

e roof cause failure analysis;

o religbility engineering (design changes);

e obgolescence management;

o failire mode and effects (FMEA).

Proactive maintenance has the following characteristics:

e using feedback and communicatidons to ensure that changes in design or procedufes are
rap|dly made available to analyser technicians;

¢ employing a life cycle view of*maintenance and supporting functions;

e employing a continuousyprocess of improvement;

e optimising and tailoring maintenance techniques and technologies to each apalyser
apglication;

e usimg root cause analysis and predictive analysis to maximise maintenance effectivgness;
e find the cause of the problem quickly, efficiently and economically;

e corfect the root cause of the problem, not just working on its symptoms;

roblam rac
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e a proactive maintenance programme is the keystone of the RCM philosophy.
5.2.6 Optimising maintenance strategy

With reference to the concepts of RCM introduced in 5.2.1, an optimum maintenance strategy
can be adopted commensurate with the failure mode pattern shown in Figure 3.
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Figure 3 — Failure mode pattern

The foljowing points correspond to the four distinct time phases indicated in Figure 3:

1) A thorough daily inspection should be made to identify minor problems and prevent them
frofn growing into major ones. These daily inspections shall be more than an operator
recprding instrument readings alone. A trained;’dedicated crew that performs a thporough
vistial inspection will minimise the likelihoed of minor problems developing intd major
relipbility issues.

Addgitionally, minor problems can- @sually be corrected with basic tools ajlowing
majlntenance activities to be performed as part of the inspection activities. Wher] minor
proplems are allowed to becomexreliability issues, the result is often unacceptably fhigh in
the|form of reduced uptime, productivity, yield and quality and higher cost for maintgnance
including the possibility of in¢reased capital cost for replacements.

The daily checking is maintained for the life of the analyser, practical experience wifl allow
the|frequency to change, but should be reverted to if there is a personnel change.

2) Dufing this period; ;statistical process control (SPC) with verification checks is ysed to
majntain the acéuracy of the analyser. The frequency of checks is dictated by the [control
chgrt and opetrator confidence (if the analyser is on sentinel duty for example).

3) Time-based-PM activates condition-based maintenance (period determined by eXpected
life] experience, etc.). This may mean increased verification/calibration chefks to
deterfmine the point of fail which is expected in the near future with all data stil| under
SPC-

4) This is where the calibration parameters are monitored (if available) to determine and plan
the optimum time for repair.

The ultimate goal is for the majority of maintenance to be in the condition-based and
proactive-based modes.

Appendix 4 gives an example of a flow chart to assist in decisions on which maintenance
strategy is most suited to which analyser system.

5.3 Management systems/organisation

A good analyser maintenance organisation is necessary to achieve effective analyser
performance. The ideal approach needs to include dedicated technicians with good training
controlled by an analyser engineer with a full understanding of analysers, their duty and the
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process which they are monitoring. The analyser engineer controls the overall maintenance
organisation and is a focal point for liaison between other refinery groups.

An important additional factor needed in the equation is the level of authority/influence given
to the analyser engineer. Analysers should occupy a separate department within the
maintenance organisation reporting directly to the management and not be a sub set of, for
example, the instrument/electrical maintenance group. Also, regardless of whether
technicians are in-house or contracted out, it is considered essential that the analyser
engineer role is an in-house function to ensure company interests and requirements are
upheld.

Howev efined
and foimalised group structures. There are many instances of groups at apparently low levels
in the hierarchy, and even spread across separate departments/cost centres, operating with
reasonpble success. However such approaches rely heavily on personalities apd are
vulnergble to changes in personnel creating individual and changing perceptiohs of priority.

Due to| the diversity of organisational approaches which can claim suceess, it is diffjcult to
define [a rigid organisational structure so a more conceptual approach needs to be|taken.
Figure 4 summarises how the analyser functions should be organised.

End users Supporters

Owners ' Operations co-ordination
Operations I manager
Safety i

1
Lab Adcon

Environmental
Production l

[__J_.l__._l
toy

Labor Analyser

Analyserquality Services
team (Central function)

-

*

1
" |
1

T

Technical . - .
New projects / Requirements of personnel Two functigns
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instrumentation, laboratory 2. 'Pro-actiye
testing and analyser technology engineering' {new

2. Patience analysers, improyements

etc.

Be dynamic and
respond to
customer needs

IEC

A

Figure 4 — Organisation of analyser functions

Such a conceptual approach should be able to be applied to operating sites of all sizes and
with any number of analysers. The basic concept is for a central function in a supporting role
ideally reporting to an operations co-ordination manager who has within his control the
laboratory, advanced control, special skills and production groups. Priorities should be set
through the owners and end users of the analysers via an analyser quality team, which
comprises representatives from all interested departments.

In essence the importance is in where the analyser engineer/supervisor fits in the overall
organisation and that the analyser function is recognised as an independent service from
general instrument/electrical maintenance.


https://iecnorm.com/api/?name=d3bc2abc3bb29e726124b70c952fbb44

- 26 — IEC TR 62010:2016 © IEC 2016
The importance of dedicated analyser maintenance technicians cannot be over emphasised.

5.4 Training/competency
5.4.1 General

Technician training and motivation is an important factor in a good analyser organisation.
Motivation is achieved by giving a sense of valued contribution, continued interest through
training and trust to work with minimal supervision.

5.4.2 Training needs

Training of personnel involved with analysers can be divided info two general categories:
applicgtion and maintenance. Professionally trained personnel (engineers, chemists and
others) are generally responsible for the application of analysers to the processes.|Highly
skilled | specialists (technicians, inspectors or instrument mechanics) are usudlly, But not
exclusiyely, responsible for maintenance. Therefore, the training needs for.effective apalyser
applicdtions are directed toward professionals and the training for analyser maintgnance
toward|specialists.

Profesgionals should keep their general background skills updated in mathematics, chgmistry,
physicg, electronics, hydraulics, computer science, refinery proCesses and other areas| which
may be¢ required for a thorough understanding of the operating principles of analysgrs and
their sampling systems. This generalised training can be achieved by a combination| of job
experignce, self-study, night school, short courses, seminars and other means that are
beyond the scope of this document. In addition, spégialised training on particular types of
analyser systems is necessary.

This application-oriented training should focus\oh the capabilities and limitations of gpecific
analysers and on the experiences of others using analysers in particular process applicptions.

Training personnel for analyser maintenance is quite different from application tfaining.
Maintepance training shall include general background updating of the personnel as well as
specifi¢ training on analysers. It is\not effective to teach troubleshooting of chromatogrfaphs if
the mdintenance person has no knowledge of electronics and physical chemistry. Thus the
backgrpund knowledge listed“above, which professional personnel possess, often shall be
taught to specialists assigned’to analyser maintenance.

5.4.3 Selecting trainees

It is inpportant _to/choose the right people to train for the application and maintengnce of
analyseérs. Thewneed for training is usually apparent but training the right people at the right
time is|also~important. One general rule to follow is to choose those people to train who will
be ass|gnedresponsibility in that area following the training. Training is expensive and|can be
wastefll Nnnrly all l(nnwlnrign gainnrl will be fnrgnﬂ'nn if it is not used prnmpfly This is

particularly important in maintenance training for specific equipment.

When choosing people for assignment to analyser maintenance, care should be taken to
select those with the most interest and best background and characteristics to be effective in
this work. Usually this means selecting some of the more advanced people who already
possess, or can be trained to develop, the special skills required for analyser maintenance.

5.4.4 Types of training

Training can be categorised into individual efforts such as self-study, night school and
correspondence schools, and formal group training. Although independent training is very
important to the individual, particularly in keeping current with advancing technology, it will
not be discussed further in this document. Group training sessions are available from
vendors, schools, speciality contractors, technical societies, and there is on-the-job in-house
training in many user companies.
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5.4.5 Vendor training

Most analyser vendors offer training sessions for their own equipment. The cost of these
sessions varies from nil to a modest fee and the sessions are held in the vendor’s plants or in
locations more convenient to the students. Vendor training may also be conducted in the
user’s plant in conjunction with new analyser commissioning and start up.

Vendor training is generally of high quality. Most companies use a format that combines
classroom sessions, demonstrations and hands-on familiarisation. The classroom portion
covers the principles and theory involved in the design of the analysers and the proper
application of the analysers to processes.

The hgnds-on training is designed to teach proper functioning and maintenance, cingluding
calibration, testing, diagnostic procedures, adjustments and tuning, and assembly and
disass¢mbly.

5.4.6 Classroom training

Training provided by schools can be quite varied. It may be in the ferm~of an evening class
held in| a local college or high school. The instructor for such a class-is often recruitdd from
local industry and is usually someone involved in the application or,maintenance of andlysers.
In manly respects this type of training session can be quite similar to vendor training [except
that the¢ scope is broader, covering analysers from many vendor'‘companies.

Some [colleges and universities offer a series of short) courses or seminars pertaiping to
analysers. These are designed for persons interested in analysers who can take tHe time
away ffom their normal work to attend the sessions»*Most of these short courses are|of one
week gr less in duration. The teaching staff may be a combination of university and ipdustry
personpel. Course content is usually more--theoretical and application oriented than
mainteFance oriented and therefore more” directed toward professionals rathef than
specialists. Due to the wide variety of.courses, the course content, the qualifications and
experignce of instructors and recommended prerequisites shall be reviewed carefully ip order
to seleft the most suitable training.

5.4.7 Technical societies

Technigal societies also offer a wide variety of training opportunities. Written standards and
practices pertaining to analysers, technical talks at society meetings, seminars, symposia and
short dourses may be available. Exhibits of analyser equipment are frequently inclyded at
technidal society funetions. This enhances the overall training aspect. In many instances, the
authorg of technical papers, standards and practices, the speakers at society meetings, and
the classroomlinstructors at seminars and symposia are recruited from the memberghip of
technidal secieties. Once again the reader is cautioned to be selective in choosing the
specifi¢ training events.

5.4.8 User training

Many user organisations have established in-house training for individuals involved with
analysers. In its simplest form this consists of a one-on-one training in which the trainee is
paired with a more experienced maintenance person during normal working hours. In this
system, the trainee receives individual instruction and hands-on experience. This can be a
very effective training technique, particularly where only one or a small number of people are
to be trained, or where group classroom work is to be supplemented with field work. However,
it is an inefficient method in that it requires one instructor for each student. A potential
problem may exist in that the experienced maintenance person may be effective in analyser
work but not in teaching.

In-house training is frequently held in conjunction with the commissioning of one or more new
analysers. Ideally this training should be held prior to start-up of the equipment but with the
analysers actually operating with calibration samples. The analysers can be located in the
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workplace, in a training area or in the plant. The instructor may be a local employee or a
vendor representative. This type of training can be very effective for maintenance personnel
and for familiarising operating personnel with new equipment. Operators should be
encouraged to ask questions about the application of the equipment and to learn how the
information obtained is used. This type of familiarisation in advance of start-up can help
bridge the credibility gap between operations and maintenance on analyser performance.

Many users have established analyser training sessions designed to train a group of people to
maintain a variety of different analysers in use in their plants. These sessions consist of two
to three hours of training held one or more times each week, usually during working hours.
Training can continue for many weeks until all subjects are covered. Instructors often include
vendor personnel for specific analysers and in-house experts for more general subjects. The
person’[1el chosen for training should be those who will be assigned responsibility in thht area
followipg the training. The classroom should not be filled with people who will nef-Use the
training. Small classes are more effective than large ones.

severa| plants. This is a highly formalised technique and can be effective because it i§ a full-
time effort with the students relieved from all other responsibilities during the training. One
compafy holds this type of training every year or two with sessions lasting from six fo nine
monthg. The goal is to convert the best available candidates(into highly skilled apalyser
speciallists through intensive training.

Some ]Asers have set up corporate training centres at a central location drawing studenfs from

A full-tjme instructor plans the training and is supplemented by the vendor’s personnel and
corporxte experts in various subjects. The class visits "vendor locations for some of its
sessioms and usually conducts a major part of its training at an analyser systems hous. This
permitg hands-on training on various analysers, and sampling systems, which have been
purchaped by this company.

The timing is arranged so that the class performs the necessary checkout, calibratipn and
inspecfion of analysers before they are.shipped to the plants. Such a training courgse may
includg: basic subjects (mathematics, physics, chemistry and electronics), 25 %; apalyser
subjecis (laboratory methods, sample-systems and analysers), 10 %; miscellaneous spbjects
(purchasing, safety and documentation), 3 %; vendor instruction, 30 %; hands-on {esting,
12 %; and classroom study, 20-%:

5.4.9 Retraining

A gredt need exists..to continuously update and retrain persons already working with
analysérs. The teechhology is advancing so rapidly that continual retraining is requfired to
ensure| all information is current. Analysers today contain digital logic circuitry,
micropfocessors’/and measurement techniques previously not available. Personnel shall be
providgd with'retraining opportunities to improve their skills and retrain their effectivenegs.

The ty Ng diScussed SO far can be Used for retraming as welt.
probably even more important in retraining to choose the right student for each type of
analyser to ensure they are trainable. As analysers become more complex, analyser
personnel will become more specialised. All personnel will not be equally proficient with all
types of analysers. A plant will be doing very well indeed through its recruitment, training and
retraining to provide analyser personnel with sufficient skills to effectively apply and maintain
today’s analytical instrumentation.

5.5 Optimal resourcing
5.5.1 General

Optimal resourcing ensures the right numbers of technicians to achieve the required
performance of the analysers at the most economical cost. To achieve the correct technician
workload can be difficult as each analyser can require varying degrees of attention depending
on its complexity and application. To aid the estimation of workload the concept of the
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equivalent analyser is introduced. Equivalent analyser numbers are determined by
normalising each analyser type and application to a typical analyser, which has a defined
maintenance workload. From this can be derived a measure of the staff productivity, which
can be used as a key performance indicator (KPI) as follows.

5.5.2 Equivalent analyser per technician (EQAT) calculation method
5.5.2.1 Approach

A site's EQAT number is essentially the total number of equivalent analysers maintained at
that site divided by the total calculated technician number at that site needed to keep the
analysers operational. The site EQAT number is only one of several analyser KPIs which
need t i ' f ' mtenance
effectijyeness. Since site EQATs are not considered to be dynamic data they neeqd to be
updatefd at a frequency of no more than once per year.

5.5.2.2 Part 1 — Calculate total technician number

The wdrksheet in Clause A.1 is used to calculate the total number of technicians utiljsed to
mainta|n all assigned analysers. It should include: permanent mainteénance staff dedicpted to
analysers; permanent maintenance staff who have instrument and analyser responsipilities;
long tefm contractors; on-going contracted maintenance services'and any analyser woik done
by multi-craft personnel (i.e. operations staff doing analyser validation). The worksheet|should
not include any staff who do not have direct assigned responsibility to maintain/verify apalyser
systemls, such as first line supervisors or staff assigned.to special duty such as proje¢t work
or work on non-permanent analysers not included in the‘equivalent analyser calculations.

5.5.2.3 Part 2 — Calculate equivalent analysers

The equivalent analyser calculation instructions and worksheets in Clause A.2 and Clayse A.3
are used to equate all maintained equipment including analyser shelters to a cpmmon
equivalent analyser reference. All equipmént normally maintained by the technician number
generated above should be included.

5.5.2.4 Part 3 — Equivalent.ahalysers per technician index (EQAT)
The site wide equivalent analyser per technician index (EQAT) for each site is calculated by

dividing the total numbersef*equivalent analysers calculated in Part 2 with the total effective
technigian number caleculated in Part 1:

EQAT - total number of equivalent analysers
total calculated number of technicians

To enaple site-to-site comparisons, a site wide EQAT number should be calculated. Arf EQAT
per buiwmwmﬂmw

5.5.3 Ideal number of technicians

The ideal number of technicians to provide optimal maintenance cover depends on what is
defined as the standard analyser and the average maintenance requirement for that standard
analyser. This will provide a mechanism for justification of analyser technician numbers
(hence optimal resourcing) and provide a target EQAT number as a KPI (see 6.4).

For example, if all comparisons are to be based on a flue gas extractive oxygen analyser
system on a relatively clean application (gas firing), if the average technician maintenance
load for this analyser works out at say 60 h per year to achieve a minimum of 95 %
availability, the equivalency of 1,0 is then 60 h work.

NOTE These are hours of work inclusive of visual inspection time, administration time, etc., but not hours of
downtime of an analyser, which can be vastly different due to availability of spares, priority requirements for
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maintenance, etc. A more complex analyser system requiring 120 h work per year will have an equivalency number
of 2,0 and so on.

The number of hours a technician works per year then has to be looked at, excluding overtime
and allowing for leave, national holidays, etc. In the UK, this works out at around 1 800 h per
year. On this basis, the number of equivalent analysers that a single technician can
comfortably maintain is therefore 1 800 / 60 which equals 30.

It is suggested that all sites in a company (or ideally an industry) get together and compare
maintenance times of all analysers and come to an average number, which would then reflect
the company (or ideally industry) operation and provide a level playing field for KPI
comparisons.

An exaImpIe of a typical target EQAT number for process control analysers is betweenfd0 and
60 with present day (2013) technology with target availabilities of 95 %.

The tafget EQAT number will need to be reviewed say on a yearly basis.as new apalyser
techno|ogies, improved system designs, improved analyser reliability, etc(,| will tend to fequire
less mpintenance effort. SHE (including CEMs) or other analysers with“special requirements
may require lower EQAT numbers.

5.5.4 In-house or contracted out maintenance

Due tol the complexities of analyser systems, the multiplicity of analyser technologigs and
suppligrs, and in most cases the requirement for a~full time presence on site llo fulfil
maintepance functions, it is preferable for a company’to employ its own staff trajned to
understand equipment and its application. Therexare many relatively simple anplysers
requiring rudimentary maintenance and in relatively large numbers (e.g. gas defectors,
oxyger| analysers) that can justify being _cénhtracted out. Depending on the apalyser
requirgments there will be a point where contracted-out costs start to exceed in-housd costs.
In decjding on the use of contracted out maintenance, the relative costs have|to be
considered as indicated below in Figure &:
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Contracted out costs
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In-house costs ‘

_._'_'__,_,_-—'-
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Figure 5 — Relative maintenance costs
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In considering the above, all costs need to be taken into account including use of site stores
facilities, use of site workshop facilities and site support overheads. These tend to be
inclusive for in-house technician rates and maintenance costs but not with contractor rates.
Simple savings on man-hour rates or simplifying budgets by fixed price contracts may not be
what they seem especially if the contracted out work involves the need for a site-based
contract technician(s).

5.5.5 Off-site technical support requirement

The modern industrial analyser group finds its instrumentation responsibilities becoming more
complex as technology and economics results in on-line and at-line analysers becoming
hybrids of what were essentially laboratory based instruments only a few years ago. This and
the intfoduction of robolicS and chemomeiricS may present [itile option buf 10 use |off—site

expertipe, though a prudent grounding of at least one member of staff should be consfdered.
The regult from a management standpoint is a firm understanding of minimum dewntimje/plant
cost rdtios, which can be used to negotiate the external contracts required~to”keeq these
analysérs running, callout times, internet link troubleshooting, etc.

5.6 Best practice benchmarking

The prpmotion of good management of analysers and subsequent-performance improvéments
is best served by identifying best practices and assessing/,Organisations against these
practices. Benchmarking against best practices is a good ‘tool to engender competition
betwegn organisations and raise awareness of analysers within management circles creating
an enyironment of continuous improvement towards -Optimum and most efficient juse of
analysers.

The elgments of ‘best practice’ are:

e mahagement systems;

o formal analyser group structure;
e cenftral supervised group;

. sul]ervisor authority level,

e dedicated analyser technicians;
e addquate manning levels;

e recpgnised ownership;

e performance mohitoring;

e andglyser valug recognition;

e andlyserquality team;

The implenmientation of best practice should be stewarded by the organisation.

5.7 Annual analyser key performance indicator (KPI) review

To ensure analyser performance requirements keep pace with process operational
requirements, KPIs should be regularly reviewed via a formal procedure. Generally they
should be performed for individual areas of the plant, depending on analyser population and
operational units, etc. This would normally be one function of the analyser quality team
discussed in 5.3. Attendees (positions and titles will vary with each organisation) should
comprise:

e operational management;
e operators and panel personnel;
e process engineer;

e maintenance/analyser engineer;
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intenance/analyser technicians;

e specialists/supervision.

The KPI review agenda suggested is given in Table 3.

Table 3 — Example agenda for a KPI review meeting

Item

Actioned by

1. | Review the previous meeting’s next steps

Only appropriate after initial meeting.

Operational
management

2 REM"-\I analucaorc’ oritioality,
. tHr—ahiaryseFrs—ereaty

ALl
L

Thlis is where the business owner or users review the criticality along with the attendees to
sep if the criticality suits the current business need.

The attendees are such that this can be adjusted instantly.

3. | Prpsentation of monitoring data

Thiis is where the maintenance technician presents the data collated to the meeting;
explaining the highs and lows of the previous year’s work.

Thiis imparts ownership on behalf of the technician and allows effort, or problems, to be
highlighted.

Ad each analyser has been reviewed the meeting leader will allocate the next steps to
atfendees as required.

Techn|cian

Af

4. | Ngxt steps

er the data presentation, the next steps and actions are clarified along with completed-

by|dates.

Operational
management

5. | Bgnchmarking

The data collated can be generally compared with ather areas of the same site or other
companies.

Qyestions may be raised and differences dis¢Ussed.

All

6 Analyser performance monitoring

6.1 General

In ordefr to assess the\true value of on-line analysers and to ensure that analyser perfofmance
on onel site can be-easily compared to performance on another site, it is necessary to jhave a
commdn approaeh-to performance measures which can be identified as key perfofmance
indicatprs (KPIs).

The adcepted criterion for performance measurement is the availability of the analysgr. This
value cam them be used to assess benefits put—atTisk by amatyser dowrntime—and—to justify

additional overheads necessary to maintain the target availability to maximise the benefits.

Availability and potential benefit/risk are inextricably interwoven but there is a flaw in direct
use of the availability value traditionally based on actual analyser uptime for this purpose. A
third component in the equation is needed and that is the utilisation factor. It is no use having
an analyser fully operational and returning measurements within accepted uncertainty limits if
it is not actually used, i.e. if ignored by the operator who then relies on manual sampling and
analysis or if the control scheme analyser input is put on manual.

Analyser reliability data such as mean time between failures (MTBF) and mean time to repair
(MTTR) are not themselves a direct measure of availability. These are different functions to
availability as they are independent of plant running times or routine maintenance functions.
However, analyser reliability does contribute towards overall availability measurement.
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A consistent approach to measurement of availability, utilisation and benefit that can be
achieved from analysers is essential in 'benchmarking' analyser performance. These and
other performance indicators are given in 6.4.1. The mechanisms to measure major
performance indicators such as availability, utilisation and benefit are also discussed.

6.2 Recording failures — reason/history codes
6.2.1 General

To enable improved traceability on analyser breakdown causes and to provide meaningful
data for reliability statistics for MTBFs, etc., reason/history codes are a useful tool to employ.

Reason/history codes can be classified into four main groups: w, x, y and z as follows

wq reppir of unforeseen breakdown — analyser not taken offline;

w, reppir of unforeseen breakdown — analyser taken offline;

Xg time-based jobs (schedules, inspections, etc.) — analyser not taken offline;
x4 time-based jobs (schedules, inspections, etc.) — analyser taken offline;

yo reppir of foreseen breakdown — analyser not taken offline;

y1 reppir of foreseen breakdown — analyser taken offline;

zy imgrovement/development jobs — analyser not taken offling;

z4 imgrovement/development jobs — analyser taken offline;

These [four main reason/history code categories cover the reliability centred maintgnance

conceftual approaches (see 5.2) of reactive, ‘preventative, predictive, and prpactive
maintepance. These codes can then be sub-divided into cause and component codes.

Cause|history codes aid in identifying failure trends, which can then be addressed| under
categofy ‘Z’ where improvements and/orédevelopment work can be undertaken to ifnprove
analyser reliability.

Compdnent history codes aid inidentifying poor reliability items and such data can be lised in
optimiding spares holdings, decisions on looking at alternative suppliers and areas whgre the
analyse¢r performance can benefit from redundancy considerations.

6.2.2 Typical failure pattern

A basit understanding of the failure curve is required to be able to adopt a maintgnance
strategly for the equipment. A traditional failure curve is shown below. The equipment will run
at its required-duty for a scheduled period (this may be shorter if the equipment is opjerating
above fesign). It will then begin to lose performance at the point of fail and then declipe at a
rate to|the”point of breakdown. For further details, refer to Weibull analysis (IEC 61649) [3]
and Power law (IEC 61710) [4].

The times will vary immensely, i.e. the point of failure to actual breakdown (period of fail)
could be a matter of seconds in a light source but could be a considerable number of weeks
for a gas detector. This length of fail is an important guide to the strategy required. In other
words, if the period of fail is short, a run to fail (reactive maintenance) strategy may be
practical if the consequences of failure are not significant or there is redundancy in the
system.

It may be pointless checking extensively early during the scheduled life or lengthen a time-
based strategy to a point where it is longer than the period of fail, as it is possible that the
equipment could fail in between the time-based checks, effectively wasting time and effort.

Ideally, the checks are best set to look for the point of fail, which could be based on the
scheduled life (planned or preventative maintenance — a time-based strategy), and around
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that point, begin to monitor more regularly for the point of fail and, once found, monitor
(predictive or condition based maintenance — a condition-based strategy). The results of the
monitoring will dictate the time to repair to prevent a breakdown and allow for planned work to
occur.

Another maintenance tool is proactive maintenance where sources of potential breakdown are
identified and circumvented by re-design, replacement with improved hardware, awareness of
and adoption of better technology, etc.

The ideal is essentially a mix of all the available strategies, which shall be selected, and
blended to form the right overall approach to meet business needs.

The foJ:owing diagram, see Figure 6, indicates the life cycle to the point where unaec¢ptable

performance begins to be important. This can be mitigated by an in-depth knowledgg of the
failure |patterns for a particular type of apparatus. This allows predictive maintenancg¢ to be
applied.
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Figure 6 — Life cycle diagram

Typical reliability: centred maintenance (RCM) failure patterns for electro-mechanical
equipmrent are-as follows:
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Figure 7 — Reliability centred maintenance failure patterns

Figure|7 shows failure rate (y-axis) plottedi against time (x-axis). A is the widely [known
‘bathtup curve’. It starts with a high frequency of failure. This is followed by grpdually
increaging conditional probability of failufé, then by a wear out zone. B shows incfeasing
conditipnal probability of failure, which also ends in a wear out zone. C shows|slowly
increagding conditional probability of\failure and no identifiable wear out age. D hag a low
conditipnal probability of failure when new. This is followed by a constant level. E{shows
constapt conditional probability ;ef failure at all ages, which is random. F is initially likely to
fail, with a decreasing likelihood of failure dropping to a constant conditional probability of
failure.

6.3 BPC/proof checking

6.3.1 Analyser control charting

Analysgr calibration can be verified through either paired sampling methods using labpratory
analyss of, samples or use of pre analysed and/or certlfred samples Regular monitoring
(verific e
maintenance and performance enhancement of on-line analysers

The main problem with on-line analysis is that the uncertainty associated with the reference
measurement or sample is usually at best of the same order of magnitude or worse than the
analyser/system repeatability. The only true way to monitor analyser performance is through
statistical analysis, i.e. employing control charting procedures.

The control chart is an application of statistical process control (SPC) to process analysis and
employs a graphical display of the deviation value in relation to the aim line (the known
standard) and the warning and control limits. The aim of SPC is to allow for minor deviations
around the aim line to occur without changing the calibration, i.e. span and zero settings of
the analyser. Without these adjustments any deviation causes, i.e. reference variation,
sample handling variations, temperature, pressure, etc., are not amplified and no unnecessary
work is undertaken.
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It is usual to set two control chart limits against which actions can be taken. Guidance in
setting these limits is covered in 6.3.2.

The lower limit is the ‘warning limit’ and in general when a deviation is outside this limit it is a
prompt to the technician that the analyser may need to be re-calibrated in subsequent checks.
Also, an increase in verification check frequency may be required.

The upper limit is the ‘control limit" and when the deviation exceeds this value it is an
indication of possible system malfunction. A re-calibration may be required subject to
investigation to establish if a system fault exists and where it resides.

Only oper—a—rumber—of-weeks—carm—a pattclll ofresuitse—-obtainred—which—wittndicate any
biases|or drift from within the normal scatter of results that will be inevitable du@|to the
test/anplyser uncertainties as shown in Figure 8:

+ ve_control limit

+ ve warning limit

= Aim line
Time

________________________________ — ve warning limit

Error analyser minus laboratory
H

. —ve control limit

Zero bias Positive bias Drift

IEC
Figure 8 — Control charting diagram

Where|[bias is encounteredithis should remain the same unless drift is indicated. The |control
chart zero error axes can/then be re-defined or analyser output given an appropriate offset to
accourt for the bias and no further actions need be taken as long as the results agreq within
the control chart Jifnits.

Examp|es ofsinterpretation of control chart readings are shown in Annex B.

A variant\of simple control charting is a statistical method based on cumulative calculafions of

errors. The technique is known as CUSUM and requires two independent measurements of
the same sample repeated over a period of time but not necessarily on a regular basis. This is
satisfied in the case of on-line analysers since routine samples are collected with analyser
readings recorded at time of collection for later comparison to the laboratory analysis of those
samples.

CUSUM is defined as the cumulative sum of the differences between the laboratory and the
analyser results. The difference is then added to a running total, i.e.
CUSUM (n) = CUSUM (n = 1)+ [L (n) — A (n)]

where
n is the current time paired value;

L is the laboratory result;
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A is the analyser result;
CUSUM is the cumulative sum.

Results are plotted as shown on the following diagram (Figure 9):
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Figure 9 — Examples of analyser results

The hgrizontal axis is related to time in that the results are plotted in chronologicall order.
Howevegr, the interval between the samples is platted as a constant irrespective of what the
actual fime interval is. The slope of the plot is the average bias between the analyser and the
laboratpry.

Interprgtation of the plot is based on thefellowing:

e Thg slope is the bias (+ve or -ve).
¢ A hprizontal plot indicates zeto bias.
o A vertical discontinuity, but same slope either side, indicates a suspect laboratory rgsult.

e Scgtter of points about the mean lines indicates the uncertainty of analyser/labpratory
comparisons.

Contro|s using CUSUM would include the maximum change in slope (bias) permissiljle and
what tq do if the limits are exceeded.

charting can be implemented based on data contained in a suitable infoqmation
e i j i = abbratory

a ample a gata nh orlan svsiem ahlch can have access a

information and process control systems.
6.3.2 Control chart uncertainty limits

Any warning and control limits with control charting techniques should be based on a realistic
assessment of the relative performance criteria of both the analyser and the corresponding
laboratory test. Realistic uncertainties (+ve and -ve limits on the simple control chart and
acceptable scatter on the CUSUM chart) can be calculated from the reference uncertainty and
analyser plus indication system repeatability combined using the root sum square method.

The warning limits are normally set, in statistical terms, equal to two standard deviations
which are equivalent to uncertainties quoted at 95 % confidence limits i.e. only one deviation
in 20 is expected to fall outside the warning limit under normal circumstances:
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e For paired sample methods the reference test uncertainty (95 % confidence) can be taken
as the reproducibility of the test.

e For pre-analysed samples the reference uncertainty can be taken as the laboratory
repeatability.
e For certified samples the reference uncertainty should be defined on the certificate.

The relevant reference uncertainty added by the root sum squares method to the analyser
repeatability (sensor plus signal handling to final measurement used by the operator/control
system) gives a control chart warning limit inside of which the regular analyser verification
should agree with the reference.

The cdntrol Timits are normally sef, in stalistical terms, equal to three standard deViations
which are equivalent to uncertainties with 99 % confidence limits, i.e. only one dewidtion in
100 is expected to fall outside the control limit under normal circumstances. These linits can
be set from the ‘warning limit’ values multiplied by 1,5.

Once the initial settings of the control limits have been determined, verification checks|will be
required to establish whether the analyser is within limits (or in conirol). The frequency of
ongoing planned maintenance checks should then be decided by intérpretation of the rgsults.

In the @absence of reliable uncertainty data for the analyser and.réference method, the warning
and colntrol limits can be set as a good starting point at 6 %.and 8 % of analyser ful|l scale
deflectlon respectively allowing immediate monitoring of/analyser performance. Alternatively
the stgndard deviation and hence chart limits can be{ determined in operations by |nitially
calibrating the analyser and then performing a minimum of eight verification checks ithout
further|calibration adjustments, noting the data each.time on the control chart. When gight or
more dhecks have been completed, the calculation of standard deviation can be performed
and hejnce the warning and control limits can.b&”derived. An example calculation is sjown in
Annex |B. It shall be noted, however, that these techniques for initial limit setting afe very
approxjmate and will need to be revised.as;experience of the analyser performance is gained.
Limit settings should be reviewed after-20 or more data points are obtained (i.e. the mnimum
for the|standard deviation calculations_to be statistically significant).

6.4 Analyser performance indicators
6.4.1 Key performanceiindicators (KPI)
Analyger availability” (service factor). The analyser is deemed available when i{ is on

process sample, delivering a process measurement within defined uncertainty limits anf there
is demand for that.measurement. This is a measure of maintenance effectiveness.

analyser uptime during process run time “
process run time

analyser availability (%) = 100

Analyser utilisation. The analyser is deemed utilised when available under the definition of
analyser availability and being used by the operator in the control/management of the
process.

_ time used by the operator during analyser uptime y
analyser uptime during process run time

analyser availability (%) 100

Analyser benefit. The analyser only adds value when it is being used as intended. This value
can be measured by defining an analyser benefit factor. This is the product of analyser
availability and analyser utilisation.

time used by the operator during analyser uptime N
process run time

analyser benefit (%) = 100
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Equivalent analyser per technician index (EQAT) is a measure of maintenance staff
productivity.

EQAT = total number of equivalent analysers
total calculated number of analyser technicians

Cost per equivalent analyser (CEQA) is a measure of the overall normalised cost of
maintaining analysers.

total analyser repair costs inlast 12 months

avaraagae-numberof-aauivalant analvcars inlact 12 manthe
SHerage-Rupe-o-eguivateitatiarySersaSt+—=HohmS

CEQA =

Repair| costs include all direct costs associated with performing analyser (fepairg. This
includgs total labour and material costs. Cost should be reported in both local currenfcy and
converfed to US dollars.

Manual validations per equivalent analyser (MV/EQA) is a measure of expended effort for
key anglyser activity.

MV total number of manual validations in |ast#2 months
EQA  average number of equivalent analysersjn last 12 months

Total number of validations includes scheduled as well/as unplanned validations carrieq out.

% Scheduled manual validations compared, to total number of manual validations
performmed is a measure of key analyser activity~planning effectiveness.

sch.V _ total number.of'scheduled manual validations
tot. V total number of manual validations performed

x100

6.4.2 Additional analyser performance indicators

Mean time between repairs' (MTBR) is a measure of reliability, preventative maintgnance
(PM) effectiveness and work activity level.

total number of equivalent analysers x 12
total number of repairs in last 12 months

MTBR (months) =

Mean time-between failures (MTBF) is a measure of effectiveness of the prevgntative
maintepance (PM) programme.

total number of equivalent analysers x 12
total number of failure repairs inlast 12 months

MTBF (months) =

A ‘failure repair’ is defined as any work requiring a disassembly of an analyser system to
clean, repair or replace components to make the analyser ‘fit for use’. This excludes
validations where only a calibration adjustment is required.

Mean time to repair (MTTR) is a measure of maintenance responsiveness and efficiency.

total hours spent on failure repairs in last 12 months

MTTR (months = - —
total number of failure repairs in last 12 months
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% Scheduled work compared to total work is a measure of PM effectiveness.

% scheduled work = total hours of scheduled interventions inlast 12 months <100

total number of all interventions inlast 12 months

An ‘intervention’ is a repair, a successful or unsuccessful validation or PM action where no
repair was made.

% Validations in control compared to total number of validations is a measure of
effectiveness of the frequency of validations.

total number of successful validations
s L . in the last 12 months
% validations within control limits = — — *x.100
total number of all validations within

the last 12 months

% Scheduled work completed on-time. Compared to total scheduled-work, this is a mleasure
of effe¢tiveness of completing the PM program

total number of planned\preventative maintenance
actions completed ontime in the last 12 months
total number of planned preventative maintenance
actiens’/in the last 12 months

% |scheduled work completed on time =

% Roof cause indicator is a measure of ‘bad actors’ and identifies areas for improvemient.

total'number of repairs attributed to specific root
cause category in the last 12 months
total number of repairs in the last 12 months

% rooff cause indicators for each category = x 100

The spgcific root cause categories’are defined as follows:

e progess utilities;

e lack of or incorrect maintenance;
e dedign fault;

o mapufacturing/fault;

e acceptablelexpected wear;

° unkInown.

6.4.3 Points to consider in measurement of analyser availability
6.4.3.1 General
The analyser availability value is derived from the following:

e analyser uptime;

e plant uptime.
6.4.3.2 Analyser uptime

Analyser uptime is measured as the period of time the analyser is operating on a plant sample
within the accepted limits of uncertainty of measurement. This time needs to be measured
only during the periods the plant is running.
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Routine calibration checks of the analyser (planned maintenance) or automatic validations
which take the analyser off line all contribute to reduction in analyser uptime as this is in
effect putting benefit at risk, i.e. the control system may drift away from the optimum during
the period the analyser is not giving real time information to the control system.

In the case where the analyser fails a routine calibration check, the problem of knowing
exactly when the failure (i.e. accuracy going out of limits) occurred is difficult. In the absence
of methods to back track via other process parameters, which could be used to indicate the
onset of the analyser result going outside acceptable limits, then the reduction of uptime
should be taken from the beginning of the last successful calibration check.

The is > is not
unique| Obviously taking the full calibration interval as downtime is likely to ovetestimate
downtime and reflect badly and unfairly on performance. The calibration interval approgch can
be impfoved slightly by taking half the period which will reflect statistically the ayeragg effect
(assunfing a normal distribution of calibration drift). These methods are yehy sens|tive to
calibration interval and when deciding on calibration frequency the risk of a“large redugtion in
measufed availability needs to be balanced against loss in availability due to the calibrations
themsglves. The best solution, however, is to try to pin-point the actual time the apalyser
goes qut of calibration as near as possible. This can be achieéved via control charting
techniques, which require regular laboratory sample checking and also operator prpactive
particigation in observing process trends vis-a-vis analyser{s/eadings to assess whether
analysers become suspect.

Catastfophic failures can easily be identified by operator observation but the more| subtle
failure Imode of slow drift is not so easily detectable:{Control charting techniques combined
with a simple linear interpretation between the last\good calibration result and the conpfirmed
out of ¢alibration result provides a workable solution. An example is shown in Figure 10

Error

Out of calibration (analyser unavailable)

/* Upper limit

: —

In calibration (analyser available)

Calibration interval

Interpreted time of
analyser going out of
calibration IEC

Figure 10 — Example of control charting with linear interpretation

In the case where the analyser fails a validation test, the analyser downtime can be taken as
starting from the time of initiation of the validation, i.e. when the operator notices that the
analyser performance is suspect and attempts to confirm performance. However, if the
analyser passes the validation test then the time the analyser was off line will not count
against availability but it will count against utilisation and analyser benefit value.
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When the analyser is down for corrective maintenance, the uptime will only start once the
analyser has passed the calibration tests and plant sample is restored.

Routine/planned maintenance work (excluding calibration checking) on the analyser for
cleaning, component inspection/replacement that requires the analyser is taken off line will
affect uptime and the analyser will be deemed down at the start of this work. Uptime will not
re-start until the analyser has passed a calibration check and/or plant sample is restored, i.e.
the downtime will include calibration checks that verify the analyser is available for plant use
if the work may have affected calibration (examples are detector replacement and column
changes).

NOTE Not all routine maintenance will necessitate a calibration check. This will depend on the nature of the work,
for example filter changes, replacement of system components such as flow meters, pressure gauges.

6.4.3.3 Plant run time

Plant nun time (also known as plant up time) is important to record for the calculdtion of
analyser availability as it is only during the running of the plant that benpefits are put|at risk
from thHe analyser failing. The plant run time can be measured by monitoering plant operating
indicatprs such as product flow or stream flow associated with the particular analysel. Plant
downtime can and should be used as an opportunity to carry out analyser maintenance|as this
will improve availability.

If the Inalyser is tied into a process information system, which is configured to moniitor for
operator flags and self-diagnostic flags from the analyser/sample system/validation systems,
the abgve time can be automatically derived with the automatic generation of availability data.

6.4.4 Points to consider in measurement of ‘operator utilisation
Utilisation depends on:

e usg made of the analyser measuremeéents to control the plant — open loop schemes;
e thelanalyser control loop being clagsed — closed loop schemes;

e manual sampling and analysis-fequests at normal levels.

The utjlisation factor will not reflect analyser maintenance or routine checking times gnd will
be a measure of whetherhanalyser results are actually being used when the analyser is
available.

Closed| loop schemes should be relatively easy to monitor with indication of contrpl loop
status.| Open leop schemes are more difficult. These can be monitored by either gaining
operator confidence in the on-line analysis and getting prompt initiation of fault flags when the
analyser résult is suspect (preferred method) or by attempting to correlate plant [control
adjustments to analyser output or to laboratory sample result reporting and detecling an

increase-mrrantat ealllp“llg |cqucoto.

Other assessments can be made by daily routine contact with plant operators by the analyser
groups to discuss problems/status of analysers.

With availability data collection and reporting, there needs to be a method of determining the
difference between utilisation and availability data. If an analyser is taken off control or the
operator raises a flag that the analyser result is suspect, the time between the suspect fault
initiation and verification by the analyser group that there was indeed a problem should be
recorded separately and either a) assigned to the availability calculation if a fault is confirmed
or b) assigned to the utilisation calculation if the analyser check shows nothing wrong.

If a problem is confirmed then as far as availability is concerned, the analyser downtime will
start at the operator initiated flag (or when taken off control) up to restoration of valid
measurements. If a problem is not found then the utilisation calculation should use the time
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from initiation of the flag (or disconnection from control) till accepted by operations by
restoration of automatic control and/or cancelling of the operator initiated flag.

6.4.5 Points to consider in measurement of analyser benefit value

The benefit the analyser gives to the process is proportional to the percentage of the demand
time (process uptime) the analyser is giving correct process signals and being used for
process control. This is simply the product of availability and utilisation measures.

Benefit measures are affected whenever the analyser is offline during process demand. Thus
calibrations, validations, routine maintenance, etc., all reduce the benefit value regardless of
whether the analyser is proved correct or not.

6.4.6 Deriving availability, utilisation and benefit measurement

Figure|11 below depicts the way that all three measurements of availability, utilisatipbn and
benefit|can be achieved. The logic applied can be implemented through nianual syste’Ims but
ideally|it should be automated via the use of plant DCS systems and- plant infofimation
systemis (e.g. PI).

Availability logic
gate

Operator]flag — Do

Analyserldiagnostics —— Toltal
Analyserdptime | ana .yser
Sample fow > d Mer 7 Y > uptime
an >
> A

Sample gtream selected ——— )
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Good value ., flag BN analyser

-~ A oG checks OK

( High / low, limits, steady signal
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A 4

Plant deand 1

- Total plant
Distrust lab sample L &
- 7
» (B)
Operatorfflag S o— 7
Availability = A/B _~
Validatioh requested —E >0 Utilisation = C/A <>
Benefit = C/B
Automatik control » and | Total benefit §§
Statisticd / inferencd_ ) ——» ti(g;er \
Plant movement /
e semorement Utilisation logic
i gate

IEC
Figure 11 — Deriving availability, utilisation and benefit measurement

The approach is to allocate inputs associated with analyser availability and those which
directly affect utilisation. From these, analyser uptime can be measured and by feeding back
uptime measurement status output into the utilisation logic the analyser benefit time can be
measured.

NOTE The 'operator flag' is fed into both the availability and utilisation gates. ‘Validation' is also fed back into the
availability gate by way of the sample stream selection status (i.e. it is implicit that a validation will take the
analyser stream off line).

This approach simplifies the way in which utilisation/availability issues associated with validation/operator queries
on analyser performance are measured.


https://iecnorm.com/api/?name=d3bc2abc3bb29e726124b70c952fbb44

- 44 — IEC TR 62010:2016 © IEC 2016

Measurement of the process uptime (plant demand time) is used with analyser uptime and
benefit time values to calculate the three required measurements.

Analyser validations or operator queries on analyser performance are addressed by a
separate time function, which depending on the final outcome of the analyser performance
query, affects the final availability measure. In the case of an automatic validation, simple
logic can be used to detect pass/fail status and update the analyser availability time as
appropriate. In the case of the operator flag, provision may be needed to manually update the
availability timer as appropriate when resetting the operator initiated flag status. This function
should only be effective during process uptime (plant demand time).

6.4.7 __Optimising analyser performance targets
6.4.7.1 General

The ablove measurements serve to indicate the performance being achieved by, the anglysers
but dogs not address the problem of what is the best target value to aim for. Too high an
availabjility target could result in excessive maintenance effort to achieve ‘the desireq result
whilst [oo low a target could result in benefit value being lower than‘necessary. Apalyser
benefit|indicator target value would demand 100 % in isolation but«his is impractical [for the
following reasons:

e By [their very nature of operation and complexity, analysers require regular calipration
chgcks (the best method being by injection of reference(Samples which take the apalyser
off |line) and they will inevitably break-down from time to time, making process |results
ungvailable till repaired (both these effects can beyremoved if duplication is consifered).
Thegrefore, for non-duplicated analysers, these factors preclude any possibility of |[100 %
availability and in effect define the maximum possible availability.

e The increase in availability follows the law~6f diminishing returns. There shall be p point
where the incremental cost of increased maintenance effort starts to exceed the
inctemental benefits to the process thatcan be achieved.

To optjmise analyser performance (targets there needs to be a balance between apalyser
maintepance costs and benefit to the process. Utilisation targets can be 100 % as this is a
matter [of confidence in the analysers and in theory any downtime of the analyser shquld be
due to|genuine faults — this is dependent on good education of operators and demongtration
to the pperators of analyser reliability. Thus, the two main factors are essentially the apalyser
availability and the percgjved benefit of the analyser measurement to the process [control
scheme.

Analysger availability relies on good maintenance and in turn this maintenance costs mgney. In
order tp try to Set realistic targets on performance, it is necessary to have a good method of
relating availability to maintenance effort. Such a model is proposed below,| which
encompasses the basic idea that availability is sensitive to three main factors:

e Maximum possible availability. All analysers require a minimum downtime to cover
calibrations and inevitable downtime due to breakdown.

e Overtime cover. Normal working days only cover a limited time and breakdowns can
occur any time with a time penalty if immediate cover is not available.

e An exponential relationship with maintenance effort. No maintenance means
availability will approach zero. Also, no matter how much effort is applied, availability can
only approach a maximum depicted by a minimum off line time (calibrations and
breakdowns which all take a finite time irrespective of how many people are available to
do the work).

Assessment of maintenance effort needs to define the ideal manning level which, if achieved,
would reduce the exponential relationship mentioned above to unity. An equivalent analyser
concept can be used as a tool to help in assessing the ideal technician manning level
requirements for maintenance. In assessing the ideal manning levels, it shall also be
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appreciated that not all hours worked reflect the analyser downtime with estimates of around
50 % of technician time accounted for by training, paperwork, etc.

The suggested model is:

Percentage availability (A) = A x Aovertime X (1 —¢e7) x 100

max

‘Anax is the maximum possible availability based on calibration frequencies and duration,
necessary routine/planned maintenance involving the analyser being taken off-line, and mean
time between failures (MTBF) and mean working time to repair (MWTR).

‘Agvertilhe 1S the effect of use of overtime for breakdown work on availability. Analyse} faults
occurrihg out of normal working hours incur an additional penalty. This is either from hgving to
wait until normal hours for corrective action or, if overtime is agreed for call-outs, adfitional
hours lost in personnel reaching the site. The overtime factor will be affected"by apalyser
mean {imes between failures (MTBF), mean working times to repair (MWIR); norma] cover
times, humbers of analysers and numbers of technicians.

‘m’ is the exponential index which covers the maintenance effort aspect which is esspntially
related|to the effect of under manning, training/experience and overtime for scheduled Work.

6.4.7.2 Maximum availability (A

max)

'Anax [depends on the mean time between failures (M{'BF), mean working time to| repair
(MWTR), calibration time (C;), calibration interval (Cj), Toutine maintenance time (RNl,) and
routinel maintenance interval (RM;):

A _4_|[ 365 xMWTR(hours) N 365 % Cy(hours) N 365 x RM; (hours) <R
max MTBF(days) Ci(days) RM;(days) A

The vgriable ‘R,’ will depend upon“which basis the MWTR, MTBF, C, and RM valdes are
derived. If based on actual average values for the group of analysers concerned, then|R, = 1
but if pased on values attributed to an equivalent analyser then R, will be the fatio of

equivalent analysers (Ngqp) toactual analysers (Ngjaysers)-

6.4.7.3 Availability breakdown overtime factor (A, crtime)

The usg, or to be-gxact the non-use, of breakdown overtime can have a significant impact on
availablility becaus€é breakdowns during weekends/nights have to wait till normal working days
for attgntion,_ W+th no overtime and considering purely random breakdown scenarios then the
proporiion of breakdowns out of hours will be:

[ hours in a year — normal cover hours J ~ [ 8760 — 1880

. =0,785
hoursina year 8760 J

Therefore extra yearly downtime per analyser that can be expected with no overtime worked
(allowing for weekends and assuming on average that the breakdown occurs in the middle of
each ‘out of hours’ time) is as follows:

: 5
24 — working day x - ) 365
2 MTFB (days)

x 0,785 x R phours per analyser

which equals (assuming an 8 h work day):
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365

(914) x 22
MTBF

x 0,785 x R phours per analyser

Therefore the maximum effect on availability will be the additional down time per analyser as
a proportion of the total yearly hours which equals:

365 1

(914)x ———x 0,785 x ———— x
MTBF 8 760

Ra

To counteract this effect on availability requires use of overtime and the theoretical maximum

overtime-reguirement-wil-be:

365 x MWTR x (proportion of out of hours breakdowns) x R
MTBF
which ¢quals:

365
MTBF

xMWTR x 0,785 x R phours per weék

From {he above, and knowing the number of analysers ‘and technicians, the thegretical
maximym overtime required can be estimated and depending on what proportion of oyertime
betwedn zero and the maximum required is employed<the effect of overtime on availability can
be calqulated and related to the overtime factor as follows:

N
th¢rotical maximum overtime per technician = 365 xMWTR x0,785xMxRA
MTBF TA
where
Nanatyskrs i the number of analysers;
Nt is the actual number;of technicians employed.

Each technician normal working year is 1 880 h, therefore the proportion of overtime ré¢quired
is:

N
365 MWTR x 0,785 x —-analysers o 1

MTBF Nra 1880

Using these last two equations will enable A, ime to be calculated from:

Aovertime =1- {(3) X ( - %D

O, is the actual overtime expressed as a fraction, i.e. % / 100

where

which for standard times of 1 880 h per year for technicians, a working day of 8 h and hours in
a year as 8 760 (365 days) reduces to:

R NV PN Ra 1_ Op xMTBF x Ntp
overtime U MTBF | 0,1524 x MWTR x Nanaysers * Ra
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The variable ‘R’ will depend upon which basis MWTR and MTBF values are derived. If based
on actual average values for the group of analysers concerned, then R, =1 but if based on
value attributed to an equivalent analyser, then R, will be the ratio of equivalent analysers to
actual analysers.

6.4.7.4

The ex

The exponential index ‘m’
ponential index is derived as follows:

Nt

m= -1
N1 — (N1a x skill factor x overtime factor

This e
numbe
the ide|

is the ideal number of technicians required,;
is the actual number of technicians employed.
uation represents the degree of under manning expressed incalway to pro

r of between zero and infinity for ‘m’ for manning levels varying from 100 % to
al. This means a range of 0 to 1 for e™. For manning levels‘that exceed 100 %

ideal, the value of ‘m’ is limited to zero (negative values are not(allowed). Note that w

algorith
the ide

m, significant effect on availability only starts when manning drops to below 9
Al which is not unreasonable as the ideal number would be expected to cope wi

short falls of up to 10 % (e.g. leave cover) in the short term-"However this is not an in

that m
becaug
further
reducti

The 'sK
For a

numbe
numbe

The ‘o
and ab

e in this case leave and sickness is putting<availability at much higher risk

bn (to 80 % ideal) an effect of 1,8 %).

ill factor' is an indicator of training/expertise of the technicians and ranges from
vork force that is well trained andywho all have at least three years’ experien
[ 1 is applicable. The number willireduce proportionally to a level of experience
rs of technicians with less expérience.

ertime factor’ is an adjustment for overtime used to improve maintenance effort
pve that allowed for out of hours breakdowns, i.e. that overtime which is allocate

general maintenance such as increasing cover at weekends where scheduled work

(calibrg
and is
gives g

6.4.7.5

In ords

entered into the_equation as a factor greater than unity, for example 20 % overtin
factor of 1,2,

Ideal’number of technicians (Ny)

r.to derive the ideal number of technicians required the procedure is simplifie

juce a
0 % of
of the
ith this
0 % of
h such
dicator

bnning level reduction to 90 % of the ideal can“he justified as a long term measure

(e.g. a

5 % reduction in manning (to 85 % ideal)xwill have an effect of 0,3 % and 10 %

0to 1.
ce, the
and to

bver
d for

tions, routine maintenance, etc.) is performed. This boosts the effective manning level

ne

i if the

lant analucar

conce

4 of AHHALD Qi e A
U UT TYUUTVaIcIit arfdiyotio 1o UoTU.

The 'number of equivalent analysers’ is based on analysis of all the site analyser installations.

Its deri

vation is covered in detail in 5.5.2.

In summary, this method looks at individual parts of the installation (analyser, application,
sample system, signal interfacing, numbers of outputs) and allocates numbers ranging from
0,1 to 2 (depending on the part) which are then added together to arrive at a value for each
installation. The total points are then added up for the site and then this total is adjusted for
additional aspects of maintenance work (project work, commissioning, remedial work, etc.).
Corrections can be positive or negative depending on whether the additional aspects are
supplied by the analyser maintenance group or the support is supplied by a third party. The
points are related to a standard analyser equalling 1 and the number of these analysers which

can be

maintained by a single technician.
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The number of equivalent analysers (Ngqa) requires a number of analyser technician hours
per year to maintain. From this can be derived the ideal number of technicians required (N+)).

6.4.8 Analyser maintenance cost against benefit

Having derived a formula for relating availability to maintenance effort, the effects of cost of
manning levels against the benefit derived from achieving analyser availability targets can be
looked at.

Overall cost of maintenance, whilst obviously of importance, is not an issue in optimising
availability. Costs such as spares, fixed overheads, have no impact on availability and the
cost of_achieving desired changes in availability. It is the relationship between the cost of
increaging or decreasing present levels of availability through manning level adjustmgnts or
overtinje adjustments against improvements in benefit that is of relevance in eptjmising
availaHbfility.

Knowirlg man-hour rates, overtime rates, and the benefit the analyser gives\to the progess in
monetdry terms, a spread sheet can be constructed to compare GGincremental ¢ost to
incremgntal benefit and to look for the optimum availability. Ideal mannhing levels or indreased
overtinje may not necessarily be the most cost effective soldtions depending pn the
incremgntal benefit derived and the best solution may be to set lower availability targets.

The above equations can be applied in the cost benefit analysis to look at single anglysers,
specifi¢ groups of analysers or the total analysers on site as long as the relevant data on
benefits, MTBFs and MWTRs used are specific to the) groups considered. For grqups of
analysers, the use of simple average values is .envisaged. If analysers are reduced to
equivalent analysers, care should be taken to use\the MTBF and MWTR for the eqyivalent
analyser along with the ratio of numbers of equivalent analysers to actual analyser numlbers.

Annex |E shows an example derived from using the equations developed in 6.4.7 with|typical
average analyser maintenance data and:ypical refinery analyser overall benefit to opgrations
of 12 dents in the barrel. The effect of overtime for breakdown maintenance is shown along
with cgmment on use of general overtime to make up for under-manning. It can be sepn that
overtinmje for breakdown maintenance, whilst improving analyser availability, is not necgssarily
cost-effective if applied to ali”analysers. Only on high benefit analysers will the oyertime
curves|start to increase benefit — the break point will be dependent on labour codts and
contribption of value by the\analyser to the process.

6.5 Analyser performance reporting

A key ¢lement in‘gaining management awareness and operator acceptance of analysers is in
the way analyser performance and benefit data is fed back by formal reporting.

Report|ngishould emphasise the positive aspects of analyser performance and value| to the
plant operation and profitability. Negative aspects such as benefit lost due to downtime or
cost of analyser failure give strong messages that change needs to be made in maintenance.

Monthly uptime calculations can be quickly collated for an area or group of analysers if the
analyser log includes plant downtime. Once collated and presented as a table with possibly a
bar chart above it (see Annex F for an example) this can be distributed accordingly to
operators and technicians. Seeing actual values locally in this fashion allows the values to be
challenged/verified and can help address any dissatisfaction with the yearly results when
collated. Operations are often surprised initially at the relatively high uptime values that occur
from apparently ‘troublesome installations’ and this may help avoid un-called for dissent.

Local distribution also highlights problem areas to the technicians that allow proactive
strategies to be focused earlier in the year rather than as a result of a year-end review.
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An example of a way to present uptime data to an annual, or similar periodic, review meeting
is to compile the monthly information into a matrix (see Annex F for an example). The matrix
offers an excellent overview of the year’s performance for the complete range of analysers on
a designated area.

If months of high uptime are left blank (typically > 99 %) it is easy to highlight key areas of
concern and effort to higher management.

The matrix is especially effective if presented with the monthly data in the document so as to
allow the highlighted problem areas to be referenced or 'drilled down to’ for a more complete
and detailed picture of the problem.

The mLtrix allows further data to be ascertained from it by calculating averageCOmonthly
uptimep for groups or individual analysers and when allied to the number(Cef monthly
breakdpwns, shift calls, call-outs, etc. (see Annex F for an example) a completesoveryiew is
possible.

When previous years’ data is available, the trends offer an insight into\the general apalyser
management performance, i.e. becoming better or worse.

If analyser effectiveness data is available as a result then thisi.completes the contribdtion of
the anplysers and may show areas for improvement or éncourage further investment in
problem areas based on fact.

Convefsely, as market situations change, opportunities for mothballing or removing non-
effectije analysers may be highlighted, offering the <hance to focus resources elsewhefre.
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Annex A
(informative)

Equivalent analyser per technician (EQAT)

A.1 Part 1 — Calculated technician number worksheet

Manufacturing site/business unit: Date:
Number of Comments
technicians

1) Dpdicated to analysers
(dermanent employees)
2)  Phrt-time on analysers?
(dermanent employees)
3)  Technicians on contract
4)  Vpndor maintenance contracts*
5)  Multi-craft effort®
(dermanent employees)
Tetal calculated technician number
NOTE

1) Use glecimal fractions to indicate part-time involvement i.e. 045 for 6 months, 0,25 for 3 months. Do not Hdiscount
vacagions.

2) Repqrt all staff involved in maintenance/validation functions on permanently installed equipment which will be
inclufed in the equivalent analyser list. This does notinclude laboratory analysers, portable monitors and
pers¢nal safety monitors.

3) Repgrt here maintenance personnel who do ahalyser work but are not dedicated to analysers.

4) Repqrt here any effort from ongoing contracted vendor maintenance and repair services. Note the vendpr
namg(s) in the comment field.

5) Repdrt here non maintenance personnel who carry out analyser work (scheduled validations, etc.) and pote the
type jof work in the comments field.

A.2 |Part 2 - Equivalent analyser inventory worksheet calculation methodology

Manufacturing sitefbusiness unit: Date:

Instrug¢tions

The eduivalent analyser (EQA) inventory worksheet should include all permanently ifstalled
analysers. The EQA worksheet should not include portable analysers, personal safety
monitors, flame scanners, corrosion probes and laboratory analysers. If analyser technicians
are responsible for work carried out on equipment not included on the work sheet then their
effort to maintain this equipment should be discounted from the total number of analyser
technicians’ calculation (refer to Part 1). The site individual analyser tag listing sheets
attached to this document can be used to facilitate the EQA calculation and completion of the
EQA inventory worksheet.

Correction factors

The equivalency factors given in the table in Clause A.3 (refer to Part 3) are for one analyser,
one detector, analysing one stream, measuring one component or property.

If a single analyser is being used but has more than one detector, or more than one internal
switching valve, or more than one stream or is measuring/predicting more than one
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component or property then the correction factors listed below should be used to adjust the
equivalent analyser number. The total obtained from the correction factor calculations should
be added to the basic analysers’ equivalency factor listed in the table to obtain the true
equivalent analyser number.

1) Sum all additional detectors and multiply by 0,5.

2) Sum all additional, internal switching valves for gas chromatographs and multiply by 0,1.
3) Sum all additional streams and multiply by 0,5.

4) Sum all additional components/properties being measured and multiply by 0,1.

EXAMPLE Three applied automation chromatographs of which one analyses two streams (1 additional), one has
two detectors (1 additional)l and 3 internal Q\A/ifr‘hing valves (') nddifinnnl) and fngnfhnr fhny measure seven

compongnts (4 :additional): '

Equivalent analysers (EQA)=3x1,5+1x0,5+1x0,5+2x0,1+4x0,1=6,1
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Annex B
(informative)

Example interpretation of control chart readings

Examples of interpretation of control chart readings are given in Figure B.1, Figure B.2,
Figure B.3 and Figure B .4.

This chart pattern is ideal

Difference: analyser — reference showing differences
distributed above and below
CL the aim line within the warning
limits.
WL Cause: Successful-systeqn
X X . Action: None
—— Aim line Time —»
X X
X
WL
CL
IEC
Key
CL = control limit
WL = warning limit
Figure B.1 — Example of accurately distributed control chart reading
Dilf - | f This chart pattern has six or more
lfrerence. analyser — reterence readings on one side between
CL the Warning Limit and the|Aim
Line.
WL Cause: Zero shift/bias indicated
Action: Adjust zero
Aim line Time —p
X X X X
X X X
WL oL\
CL N\ ™
IEC
Key
CL = controhJimit

WL = warning limit

Figure B.2 — Example of biased control chart reading
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