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Pedigree ensures 

reliability in automation

Roger Prew Safety Consultant, ABB Limited, Howard Road, Eaton Socon, St Neots, Cambs PE19 8EU, 
Tel: 01480 475 321; Fax: 01480 218 361; Email: enquiries@gb.abb.com; Web: www.abb.com 

Roger Prew, Safety Consultant at ABB, argues that the development of international 
standards underpinning programmable integrated automation systems ensures safety. 

Last March an explosion at the Texas City oil refinery killed 15
people on site and injured 100 more. This happened in a society
acutely aware of industrial hazards, in an industry that is highly
regulated, where modern safety controls are in place, and where
competent professionals are employed!

Incidents such as this may mean reviewing the regulations to
determine if changes are needed and the investigation will examine
this, but more likely the company will need to review its own
procedures and systems against the current regulations and
standards to ensure they comply. Companies continually need to
utilise their experience in ensuring safety considerations remain of
paramount importance. However, lessons learned from this sort of
incident are enormously costly hence it is essential that the industry
develops new techniques and technologies to achieve safe
operation of hazardous process based on sound and well
considered experience. 

Programmable electronic Emergency Shutdown and Fire and
Gas protection systems are widely used to reduce the risks of such
events to acceptable levels, and the debate about the integrity of
different system architectures has been going on since they were
first introduced in the 1970s. The current debate about the
integration of Safety and Control functionality is just as passionate!
Some will find cause to argue against the trend towards integration,
but this paper explores one company’s approach to the subject. An
approach based firmly on experience going back over 20 years.

The existing international standard covering programmable
electronic safety systems, IEC 61508, is based on the findings of an
IEC committee that was set up in 1995 to produce a truly
international standard. This aimed to bring together the DIN
standards that were gaining recognition in Europe, Middle East and
Asia with the newly emerging SP84 standard in the USA. 

The committee recognised the strength of both the existing
DIN and ISA standards in addressing the integrity of the
programmable system, and set about bringing them together into a
single consistent guidance document. The intention was to extend
the scope to cover the complete safety loop including field devices

and to cover the full life cycle, from design concepts through
operations and maintenance to final decommissioning. IEC 61508
was fully approved in 2000. 

IEC 61508-2 recognises that safety and non-safety functions
can reside in the same system where “functional separation” is
maintained. If it can be shown that the implementation of the safety
and non-safety applications are independent, ensuring that any
action, including failure, of a non safety-related function cannot
cause a dangerous failure of any safety-related functions. Physical
separation into different systems from different suppliers, with
different communications and different programming tools is no
longer necessary to meet the requirements of the standards.
Modern development techniques involving the use of high integrity
computation and firewalls allows higher levels of integrity can be
designed in from the out-set. If the new design builds on experience
from the previous generations high confidence levels can be
achieved.

It is often asked whether new standards mean safer products.
The answer has to be yes! The new standard, in addition to explicit
definition of the way reliability figures are calculated and used,
defines the procedures under which high integrity software is
structured, coded, tested, complied and processed. The Functional
Management procedure under which a modern system is developed
provides greater confidence to the user that the design is sound and
totally auditable. If anything does go wrong it can be traced and
corrected with the upgrade being fully tested against the Safety
Requirement specification and implemented according to the
standard. The standard not only relates to the product being
developed but also defines the processes under which a safety
system is designed in the first place plus the way the specific
application is implemented.

A system developed from the outset under an IEC 61508
certificate will attract greater confidence in the market than one that
pre-dates the standard. 
That’s not the end of the story! The IEC 61508 standard not only
defines the integrity characteristics of the complete safety function

(end to end) but also how it should be implemented, operated,
maintained and tested for the full life cycle of the system (design
through to decommissioning). A process application implemented
on a fully compliant system by competent engineers using
compliant procedures must ensure that risks are reduced to an
absolute minimum.

Getting to this point has been a process of continual evolution.
Programmable electronic systems have been used for control and
monitoring application in the process industries since the 1970s and
today the use of computers, PLCs, and DCS to control and protect
processes is commonplace. Initially the use of programmable
systems was confined to control and monitoring functions with
solid-state, pneumatic, relay or hard electronic safety back up
providing any protection considered necessary. 

As confidence in the new technology grew and the tremendous
advantages and flexibility of programmability became clear, the
industry started to look to the regulators for some guidance on how
these systems should be used, especially for safety applications.
The regulations have developed from that point to date where IEC
61508 extends the standard requirements beyond programmable
electronic systems to include the complete control loop. It includes
field equipment and establishes fundamental requirements for the
processes and competencies needed to design, implement, support
and maintain such systems during their complete lifecycle. 

High Integrity Control requires two main characteristics – High
Availability (reliability) and Fail Safe Action (deterministic failure
action). These two requirements remain core components of today’s
systems. 

Availability is a measure of reliability (how long will it run before
going wrong) and can be assessed from the reliability data
produced for each component part or from statistical field returns
data. Fail Safe Action is a system’s ability to shut down in a pre-
determined way under any failure mode. True Fail Safe action was
quite easy to achieve in relays and even hardwired electronics, but
became more difficult when software based programmable systems
were introduced.

Early dual redundant and TMR (Triplicated) systems used

ABB’s distributed control system (DCS) gives personnel from all
areas of manufacturing or process plant access to customised
information according to their job functions

AC 800M controllers, field devices, I/O modules and field actuators are SIL rated
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duplication and triplication of the electronics to enhance both
Availability (by adding fault tolerance) and Fail Safe action (by
adding voting). The architectures were often presented as fulfilling
both requirements, but unfortunately, they are mutually exclusive. A
redundant system that uses its duplication for voting is NOT fault
tolerant and likewise if duplication is used to achieve fault tolerance
it does not enhance the determinism of the system. Today’s
generation of integrated safety and control system separates these
two features by addressing Fail Safe action by rigorous “failure
modes and effects” analysis during the design stages and electronic

design that is effectively covered 100 per cent by diagnostics.
Availability (which is inherently extremely high in modern
electronics) can then by increased by conventional fault tolerant
structures.

Process systems are now selected on their ability to “manage
assets” in an efficient and cost-effective way. Asset management
and optimisation requires the collection, management, storage and
analysis of vast amounts of data collected from sources such as
direct measurement, fieldbus links to field devices, and vibration
and health monitoring devices. This data is then used to make

decisions that will improve process efficiency, reduce waste,
minimise maintenance time, reduce carbon emissions or whatever
happens to be the primary issue at the time.

Systems such as System 800xA from ABB can integrate
information from a multitude of different sources and in many
formats. Because it can do this, and organise that data in different
ways, depending on the most relevant factors this puts the system
at the leading edge of asset management technology. 

Safety is “just another asset” that needs management. It is
equally valid to monitor the characteristics and diagnostics of a
shut down valve to determine its servicing requirements as it is to
collect trip data alarm data to maximise its proof test cycle and
ensure full compliance with safety standards.

On-line Functional Safety Management (FSM) tools, that form
part of the Asset Management suite analyse and document data,
collected on all aspects of every safety function. It can store the
detail of the SIL assessment for future review, recalculate test
cycles against changing duty and updated the database with new
more accurate reliability data as it becomes available. Analysis of
actual trip and alarm data enables the Safety requirements and
performance of each safety function to be used in the optimisation
calculation. More importantly they are recorded, documented and
presented in a way that references the clauses of the standard,
making compliance easy for the regulator to audit. An automated
FSM system enables you to sleep easy.

The ABB System 800M HI receives its pedigree from a range
of different architectures and technologies supplied by ABB since
the first ASEA safety PLCs supplied to the North Sea in 1979. ABB’s
experience encompasses dual redundant architectures (Master
Safeguard) Triple Modular Redundant (August Triguard) plus
inputs from H&B, Satt and Elsag Bailey high integrity technologies
spanning more than 20 years, and with several thousands of
applications worldwide. 800xA HI successfully moves the
architecture from “separate systems with common parts” to “full
integration into a single system”. This has been achieved only
because System 800xA was designed from the outset to meet the
requirements of the safety market place and the current safety
standards. It definitely is not a “modified DCS” or a DCS with added
safety functionality. It is a SIL certified control system that can
combine Safety and control in a single node, and maintain full
functional separation.

To complete the package all of ABB's Safety Execution Centres
have embarked on a competency program aimed at certifying the
projects organisations to meet the standard and ensuring properly
qualified engineers carry out 800xA HI systems designs. ABB’s
System 800xA design teams operate under audited Functional
Safety Management processes.

Experience is important but it is essential that we continue to
build on what we already know, develop better methods,
understanding and higher levels of professionalism. We cannot
afford mistakes like Texas City!

System 800xA High
Integrity is a
complete, scalable
IEC 61508 and IEC
61511 compliant
safety instrumented
system (SIS)
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Highly Intelligent Toxic Gas Detector 
Receives ATEX Approval For European Use
Offering protection against a wide range of hazardous industrial gases, as well as oxygen deficiency,
the TS4000 Intelligent Toxic Gas Detector from General Monitors (USA) has received ATEX
Approval for use in potentially explosive environments classified as EEx d mb IIC (-40°C < Ta <
+75°C).

The TS4000 Toxic Gas Detector’s sophisticated design offers many advanced features, including
long distance remote mounting up to 2,000 feet, dual redundant MODBUS communications, 8 amp
relays, three-digit display, 4-20mA output, and indication of remaining sensor life. All of the
electronics are contained within an explosion-proof housing so that sensor information can be
processed at the sensor site. Additionally, the interface module’s galvanically-isolated, intrinsically-
safe design supports sensor field replacement without special tools or hot work permits. 

Easy to install, the TS4000 features one-person calibration and can virtually self-calibrate by
activating a magnetic switch and applying gas. Process engineers who need to protect people and
equipment will find that the TS4000 Intelligent Gas Detector is ideal for chemical, oil/gas, wastewater
and other hazardous environments. Additional applications include public utilities, refineries, pharm-
aceuticals and food and beverage. 

The TS4000 monitors a variety of toxic gases in the parts per million (ppm) range, including:
ammonia, carbon monoxide, chlorine, chlorine dioxide, hydrogen chloride, hydrogen sulphide, nitric
oxide, nitrogen dioxide, oxygen deficiency, ozone, and sulphur dioxide. The system displays gas con-
centrations up to 500 ppm, fault codes for troubleshooting, prompts when calibration is needed, and
provides complete status to the Control Room. Additionally, the TS4000 simplifies operation and
maintenance and reduces downtime by providing remaining sensor life indication. 

The TS4000 utilises an intelligent microprocessor-based design in an explosion-proof housing.
This 24 VDC-powered toxic gas detector is comprised of a base unit, sensor housing with interface
module and electrochemical sensor. The interface module processes information at the sensor site
and communicates detected gas values to the base unit for data control and display. By combining
explosion-proof certification with intrinsically safe inputs, the TS4000 provides high performance in
hazardous locations. It can also be used for general-purpose, non-hazardous applications. 

Range of Sound Measurement Instruments 
Meet Stringent New British Regulations
The introduction of the UK's Control of Noise at Work Regulations 2005, which will now come into
force on the 6th April 2006, introduce to employers new limits in the level of noise exposure to which
employees can be exposed and actions that should be taken at these different action levels. One of
the most sigificant additions in the new Regulations is the introduction of the Exposure Limits Values
of and Lep'd of 87dB(A) and a Peak Sound Pressure of 140dB(C). These new limits will require many
more employers to take account of noise levels in the workplace and to produce risk assessments
and noise measurements to aid in compliance with the new Regulations.

Cirrus Research plc (UK) has produced a range of noise measurement equipment which can
be used for the assessment and control of noise in the workplace and many of these instruments
have inovative functions designed to help the employer to quickly and easily make noise
measurements.

The doseBadge Personal Noise Dosemeter has been updated in line with the requirements of the
new regulations and the new CR:110A version of the doseBadge provides for the measurement of
LAeq, LCPeak(C) and LEP,d whilst maintaining the unique features of the doseBadge system. 

The CR:262 and CR:261 Sound Level Meters have been designed to be as simple to use as
possible with only three button pushes required to make a measurement.

The data logging CR:800B Series, which feature the Deaf Defier3 software, can provide
additional information to the user and allow quick reports to be produced recording information
about the noise measurements and the equipment used. The Deaf Defier3 software will be updated
in line with the new Regulations and updates for this software package are available free of charge
from the Cirrus Research plc website. Registered users will  be notified of new versions and updates
when they are available.

Although making a noise measurement in itself is not enough to comply with the regulations,
where noise measurements are made it is essential to get accurate information and to be able to
provide good quality records of any measurements, comments and assumptions made. Cirrus
Research plc aims to provide these features in all of its instruments, in particular those targeted at
the Health & Safety Officer and noise measurement professionals.

circle pin. 248 circle pin. 249

052-053 - ABB Article  19/4/06  9:48 am  Page 2


