
NAMEPLATE DETAIL DESIGN DATA INSPECTION AND TESTING HYDROTEST SURFACE PREPARATION & PAINTING

CURVED BY
..

DACRO INDUSTRIES INC.
BAIACNTON, ALBERTA, CANADA 1, =7:11,' )

FABRICATE 8 DESIGN TO ASME SECTION VIII, DIV. 1, 2010 ED.

A. QUALIFICATIONS 1. HYDROTEST WATER SHALL BE POTABLE WITH LESS THAN 50 PPM CHLORIDE

CONTENT.

2. REPADS TO BE PNEUMATICALLY SOAP TESTED AT 175 kPag PRIOR TO HYDROTEST.

S. FIYDROTEST PRESSURE SHALL BE MAINTAINED FOR A MINIMUM OF 60 MINUTES

CAN CHART.

4 VENT HOLES ON REINFORCING PADS SHALL NOT BE PLUGGED DURING THE FINAL

HYDROSTATIC TEST OF THE VESSEL.

T. PRIOR TO HYDROTEST THE INSIDE AND OUTSIDE OF THE VESSEL SHALL BE

THOROUGHLY CLEANED AND FREE OF SLAG, DIRT, GRIT, WELD SPLATTER ETC.

S. UPON COMPLETION OF HYDROTEST, VESSEL SHALL BE COMPLETELY

DRAINED OF ALL WATER, AIR DRIED, AND CLEANED.

COMPONENT BLAST PRIMER
OFT.

microns
FINISH

Dr T
micronsMAWP. 888 kPag DESIGN TEMP 150C

I. ALL NON-DESTRUCTIVE EXAMINATIONS SHALL BE CONDUCTED AND

INTERPRETED BY PERSONNEL CERTIFIED IN ACCORDANCE WITH

ASNT-TC-1A LEVEL II.

B. VISUAL EXAMINATION

SADDLE SP-10 PCS 100-125 P13 50-75
109 kPa DESIGN TEMP 150°C

LIMITED BY HEADS

PROCESS CONTENTS SOUR GAS/HC/PW LETHAL SERVICE NO UN-INSULATED
PARTS

SP-10 P138 100-125 P13 50-75

ID
u
w

RT1 HT

M.A.W.P. DESIGN TENP.
SOUR SERVICE YES HYDROGEN SULFIDE NO

-29CC @ 865 kPag INSULATED
PARTS

NA N/A NA N/A N/A° I866 le IC 150Cas
1

I

AllI.D.M.T.
2 T. EXEMPT YES, EXEMPT PER ua-200) I. EXAMINATION AND ACCEPTANCE CRITERIA SHALL BE IN ACCORDANCE WITH

ASME SECTION V (ARTICLE 9) AND ASO. VIII RESPECTIVELY.

U. 100% VISUAL EXAMINATION IS REQUIRED FOR ALL WELDING.

3.AS A MINIMUM, VISUAL INSPECTION SHALL CONFIRM

- NO SURFACE CRACKING

- NO SURFACE POROSITY

- NO WELD CRATERS

- ACCEPTABLE WELD PROFILE PER USA W59

- NO UNDERCUT

- NO LACK OF FUSION

C. RT INSPECTION

MAEWP.
SHOP HYDROSTATIC TEST 1127 aPag @ MC MIN. HOLD So min. INTERNAL

COATING
SP-5 SEE BELOW SEE BELOW - -I

103 lea ki9
15CPC

PRESSURE & TEMPERATURE CHART REQUIRED YESMD MT
RADIOGRAPHY CATEGORY W FULL UW.11(a) TYPE 1

NOTES:

1. SURFACE PREPARATION AND PAINT BY DACRO SUBCONTRACTOR

2, PANT SPEC: MEG ENERGY SPECIFICATION 085354-3010-PC-50

UN-INSULATED SURFACES SYSTEM A1 PER TABLE 3 (INCLUDING SADDLES NOZZLES 6

i
-29°C 01 866 Wag

CATEGORY Er FULL UW-1100 TYPE 1
SBINL ND. ORR DATE ISFG13 yES GO MINUTES @ 87PC t WC

12-864 V8849.2 I FEBRUARY 26, 2013
EFF'Y SHELL CIRO JOINT 100%

TAG NO. MEE
EFFY SHELL LONG JOINT 100%

I
13-1/-851

I I
ASIESECVS 138( 1

EFF'Y HEADS (SMLS) 100%
EESCRIPTC41

APPURTENANCES)

BLAST

P05 PER

(COATING*

PER TABLE 3

(ANCHOR PROFILE 38-62 MICRONS)

TABLE 21

P13 PER TABLE 21

(ANCHOR PROFILE 38-82 MICRONS)

1125-150 MICRONS) EACH COAT

ON THE FLANGE FACE. THE

THE ID OF THE GASKET SEALING SURFACE

INTERNAL COATING SHALL

SURFACE

SHELL MK. 12.7 mm CORR. ALLOW. 3.2 mm
I

Sall GAS NLET SEPARATCR
SURFACE PREP SSPC-SP10 NEAR-WHITE

PRIMER: EPDXY (COATING*

FINISH: ALIPHATIC URETHANE

COLOUR LIGHT GREY

INTERNIAL COATING SYSTEM E2

FIEAD THK. 10.1 mm MIN. CORR. ALLOW. 3.2 rem
MAW. MATI_ I-EAD MAT'L CA.

MARKING AND PREPARATION FOR SHIPMENTI SA-516-70N I I SA.-516-70N I I 3.2 am
1. EXAMINATION AND INSPECTION CRITERIA SHALL BE IN ACCORDANCE WITH

(iUqTICLE 2) AND ASME SECTION VIII DIV 1 PARA UW-51(b)

D. MT INSPECTION

1/8849.2 SERIAL NO. 12484
SFML11-11CK HEAD TI-ICK SI-CP TEST FREES

CODE SYMBOL REDD YES VOLUME 243 1113

1. THREE (3) GASKETS SHALL BE PROVIDED FOR EACH BLINDED CONNECTION AND

MANWAY ONE (1) GASKET SHALL BE USED FOR HYDRO TEST AND REMAIN IN

PLACE FOR SHIPMENT. THE REMAINING TWO (2) NEW AND UNUSED GASKET

TO BE PACKAGED, LABELED AS 'SPARE WITH THE PO 8 ITEM NUMBER AND

SHIPPED LOOSE

2, 10% SPARE BOLTS / STUDS / NUTS SHALL BE PROVIDED FOR BLINDED

CONNECTION& SPARE BOLTSMUTS TO BE PACKAGED. LABELED AS SPARE AND

SHIPPED LOOSE.

3 ALL NOZZLES WHICH ARE SUPPLIED WITH BLIND FLANGES SHALL HAVE THESE

INSTALLED WITH THEIR SERVICE GASKETS AND SECURED WITH THEIR FULL

SERVICE BOLTING,

4. ALL NOZZLES WHICH ARE NOT SUPPLIED WITH STANDARD BLIND FLANGES SHALL

BE PROTECTED WITH FULL DIAMETER 12.7 mm THICK WOODEN COVERS FASTENED

IN PLACE WITH A MINIMUM OF 4 BOLTS.

(NOTE TEMPORARY SHIPPING BOLTS NEED NOT MATCH DIAMETER REQUIREMENTS

OF SERVICE BOLTS).

5. INSTALL 114" NPT NIPPLES IN ALL REPAD AND SADDLE WEAR PLATE WEEP HOLES.

THE NIPPLES SHALL PROTRUDE 25 mm (1) MIN BEYOND THE INSULATION.

B. VESSEL SHALL BE STENCILED ON OPPOSITE SIDED IN 50 mm HIGH BLOCK

LETTERS IN CONTRASTING COLOR TO THE VESSEL WITH THE PURCHASE

ORDER NUMBER AND THE VESSEL EQUIPMENT TAG NUMBER.

7. C OF G SHALL BE MARKED BY PAINTING A CONTINUOUS 50 mm WIDE

CIRCUMFERENTIAL STRIPE. THE LETTERS "C - G. AND SHIPPING WEIGHT IN TONS

SI-IALL BE PAINTED AT 2 LOCATIONS DIAMETRICALLY OPPOSITE AND ADJACENT

TO THE STRIPE.

. VESSEL SHALL BE PAINTED ON BOTH SIDES WITH LETTERING AT LEAST 50 mm (7)

I
12.7 Ina

I I

10.1 nonNINE I I 1127 kPag
VESSEL FAB. WEIGHT (EMPTY, BARE) 7,800 kg (EST)

VESSEL SHOP TEST WEIGHT (FLOODED. BARE) 92,700 kg (EST)

SURFACE PREP SSPC-SP5 WHITE METAL BLAST

PRIME DEVCHEM 253, TWO COAT SYSTEM.

(COATING* P07 PER TABLE 21

3. ALL NOZZLES WILL REQUIRE INTERNAL COATING

INTERNAL COATING SFALL EIOEND UP TO

4 NOZZLE BLINDS SHALL HAVE INTERNAL COATING.

EXTEND UP TO THE ID OF THE GASKET SEALING

VESSEL SHIPPING WEIGHT (INSUL) 8,200 kg (EST)

VESSEL DRESSED WEIGHT (INSUL, L8P) 10,800 kg (EST) 1. EXAMINATION AND INSPECTION CRITERIA SHALL BE IN ACCORDANCE WITH

ASME SECTION V (ARTICLE 7) AND ASME SECTION VIII DIV 1 APPENDIX 8

RESPECTIVELY.

2. MAGNETIC PROD SHALL NOT BE USED

E. UT INSPECTION

KENNER CC A P \MLA is, gm cERyin,
VESSEL OPERATING WEIGHT 35.400 kg (EST)

OPERATING LIQUID SPECIFY GRAVITY DESIGNED FULL OF LIQUID (55.1)

FABRICATION NOTES
WIND LOADING PARAMETER& SEISMIC LOADING PARAMETERS:

CODE: NBC CANADA NOE CODE NBC CANADA 2005

1. ALL MATERIALS AND WELDER IDENTIFICATION SHALL BE WITH LOW STRESS

STAMPS.

2. ALL FLANGE BOLT HOLES SHALL STRADDLE CENTERLINES.

D. ALL NOZZLE OPENINGS INCLUDING MANWAYS SHALL BE ROUNDED TO A

MINIMUM 1/4' RADIUS.

4. SADDLE WEAR PLATE WEEP HOLE SFLALL BE EQUIPPED WITH A 1/4" NIPPLE THAT

PROTRUDES 1" BEYOND THE INSULATION.

5. NOZZLE REPADS 10". NPS AND SMALLER SHALL HAVE ONE 114 WEEP HOLE.

NOZZLE REPADS GREATER THAN 11:1" NPS SHALL HAVE TWO 1/4" WEEP HOLES,

180 DEG. APART. ALL WEEP HOLES SHALL BE EQUIPPED WITI-I 104 NIPPLES THAT

PROTRUDE 1' BEYOND THE INSULATION.

H. DIMENSIONAL TOLERANCES SHALL CONFORM TO ASME CODE REQUIREMENTS AND

MEG ENERGY STD DRAWING 085354-3010-PV-24.

7. ALL INTERNAL ATTACHMENTS SHALL BE WELDED TO THE VESSEL WITH FULL

PENETRATION WELDS.

B. EXCEPT WHERE INTERNAL NOZZLE PROJECTION IS SPECIFIED, ALL NOZZLES

SHALL BE GROUND FLUSH WITH THE INTERNAL VESSEL SURFACE.

Cp = 0.79 SITE CLASS: D Sa (0.2) = .12

1. EXAMINATION AND INSPECTION CRITERIA SHALL BE IN ACCORDANCE WITH

ASME SECTION V (ARTICLE 5) AND ASME SECTION VIII DIV 1 APPENDIX 12

RESPECTIVELY.

F. PRODUCTION HARDNESS TESTING

0 = 0.4 kPa le = 1.9 Sa (0.5) = 0.058

lw = 1.15 Rd .- 2.0 Se (1.0) = 0.073

EXPOSURE . A Ro = 1.5 Sa (2.0) = (LON
INSULATION

SHEAR AT BASE 41,332 N COMPONENT INSULATION TYPE THK. CLAD TYP I THK.

1. TRANSVERSE WELD HARDENSS TESTING OF PRODUCTION WELDS SHALL BE

CARRIED OUT USING A TELEBRINELLER HARDNESS TESTER IN ACCORDANCE

WITH ASTM E 1 a

2 PRODUCTION WELD HARDNESS SHALL BE TESTED AT THE FOLLOWING FREQUENCY

- TWO (2) TESTS PER SHELL LONG SEAM WELD

- ONE (1) TEST PER SHELL CIRC SEAM WELD

- ONE (1) TEST PER NIANWAY MUN2/M3 LONG SEAM WELD

- ONE (1) TEST PER NOZZLE TO SHELL WELD

a ONE TEST SET SHALL CONSIST OF THREE (3) HARDNESS TESTS INCLUDING ONE

TEST ON THE HAZ, ONE TEST ON THE BASE METAL AND ONE TEST ON THE

CENTER OF THE WELD DEPOSIT.

4, WELD HARDNESS VALUES SHALL NOT EXCEED 200 BHN.

HEAD MINERAL FIBER 50 mm ALUMINUM I OS mmGOVERNED BY SEISMIC

, SHELL MINERAL FIBER 50 mm ALUMINUM I 0.5 mm
O

NOTE&

1, INSULATION BY DACRO SUBCONTRACTOR,

2, INSULATION SPEC: MEG ENERGY

a REPAD AND SADDLE WEAR

SUPPORTS BY DACRO.

SPECIFICATION 085354-3010-IN-00

PLATE WEEP HOLES SHALL BE EQUIPPED WITH 1/,

mm (V) BEYOND THE INSULATION.

BE STUCCO EMBOSSED CLADDING.

SHALL BE INSULATED, INSULATION SHALL BE

OF THE STIFFENING RING AND SHALL EXTEND

ON MANWAY Ml.

NIPPLES THAT PROTRUDE 25

4. ALUMINUM JACKETING SHALL

/N. poRTIoN OF VESSEL 0/S BUILDING

INSTALLED ON BOTH FACES

300 mm INSIDE BUILDING,

REMOVABLE COVER IS REQUIRED

MATERIAL NOTES

G_5R5
ALL MATERIALS SHALL COMPLY WITH ASME BPV CODE, SECTION II, 2010 EDITION.

SHELLS. HEADS. AND NOZZLE NECKSIREPADS

HIGH, "POST/VELD HEAT TREATED. DO NOT WELD, HAMMER, DEFORM OR STRIKE
HEAT TRACING

SDR CODE Flog ,Ao3. OMPONENT TYPE SCOPE

frz-3 OFIir 2k HEADS
RECEIVED

N/A N/A

I. MATERIAL TO BE NORMALIZED

2. MATERIAL HARDNESS NOT TO EXCEED 200 BHN

D. MATERIAL SHALL HAVE CARBON EQUIVALENT (cE) =c + (am+ (Cr + Mo +V)/5

(Ni + Cu)115 . 0.44% MAX.

SADDLES AND UFT LUGS

NJ-0
_pocument Control

r''
PORTION OF VESSEL OIS BUILDING ONLY (UP TO
STIFFENING RING); LIP TO HEIGHT OF 2158 mmPo oS5354A P 132.63 o2_ SHELL EHT

=now,,,o

VP.

u......

CID O I

.........

NOTES:

I. ELECTRIC HEAT TRACING BY DACRO SUBCONTRACTOR

WELD INSPECTION MATRIX 2. EHT SPEC: MEG ENERGY SPECIFICATION 085354601043118-02

3, EHT SHALL BE DESIGNED FORA HOLDING TEMPERATURE OF ICI.C.

1, MATERIAL TO BE NORMALIZED

2. MATERIAL HARDNESS NOT TO EXCEED 200 BHN

FLANGES. FORGINGS. PIPE AND FITTINGS

Weld Type Codes 4 EHT SHALL BE APPROVED FOR INSTALLATION IN CLASS 1, ZONE 2 (T2C)

(ref FR 102N-3) I.
2.

4.

R.

7

H.

10.

11.
12.
13.

14.

PRIOR TO FWI-rT
AFTER FWHT
PRIOR TO HYDRO TEST
AFTER HYDRO TEST

5. CABLE TYPE - MI

S. VOLTAGE -120 V /208V

2 . APPROVED MANUFACTURERS - TYCO 5. THERMON

RT UT MT LPI CA HARDNESS
Weld Bevel Prep 100%

Backgouged Root Pass
1, ALL FLANGES / FORGINGS TO BE NORMALIZED TO FINE GRAIN PRACTICE

2. ALL FLANGES TO HAVE A 125-250 pin AARH FLANGE FACE FINISH

3. MATERIAL HARDNESS NOT TO EXCEED 200 BHN

4. MATERIAL SHALL HAVE CARBON EQUIVALENT (CE) . C + (MVO) + (Cr . Mo +V)/5 +

(Ni + Cu)/15 . 0.44% MM.

GASKETS

PRIOR TO WELD OVERLAY
AFTER WELD OVERLAY
NOZZLES 10" AND LARGER

FIREPROOFINGCat A (Shell) 100%
(1,2)

100%
(1,2,8,9)

YES
(2,14)

Cat A (Nozzle) 100%

(1,2)
100%

(1 2,8,9)
YES

(2.14)
ID(TERNAL WELD SURFACES COMPONENT i FIREPROOF(NG TYPE THK.

INTERNAL WELO SURFACES SADDLE NONE

1

I

Cat B (Shell i Head) 100%

(1,2)
100%

(1,2,8,9)
YES

(2,14)
REPAID A/ELDS

WELD OVERLAY
BASE METAL

FIREPROOFING NOT REQUIRED. CERTIFIED AS-BUILT
Cat B (Nozzle)

Cat C (Nozzle)

100%
(1,2)
100%
(1,2)

100%
(1,2,8,9)

100%
(1,2,8,9)

YES
(2,14)
YES

(2,14)

PEEL BACK AREAS
SEE NOTES FOR FRKLUENCY OF TESTING

CUSTOMER NAME

WORLEY PARSONS

END USER

MEG ENERGY1. EXTERNAL GASKETS TO BE 95% GRAPHITE FILLED 316 S.& SPIRAL WOUND COW

C.S. OUTER RING.

AmAA 1,.....:4 .1. Puke 14.. Web

Cat D 100%
(1,2)

100%
(1,2,8,9)

YES
(2,14)

iii ...Prone

' illy el °

Ter»,17.:41.°
Llyr,4,6,,T4...F.

ic.7.. .1 jr: .7 ,

""*"....=5Zt.7=4.0.,
....fic-Zegtas0

PURCHASE ORDER NO.

085354A-P-3205-02

LOCATION

CHRLSTINA LACE, AB

Nozzle Flange Face I Bore DACRO INDUSTRIES INC. TAG NO. 8-V-851
ENO -

i I/ *0_
- SE - 1.

14.- I8,0a3

Overlay
Internal Attachennents 100%

(1,2)

9925 .51 AVENUE

EDMONTON, ALBERTA
SOUR GAS INLET SEPARATOR

/ REVISED AS BUILT 8-Mer-13 JW External Attachments 100%
(1,2)

ME 041.011.110191.1.7 OHMS ORAMOIS 7HE Roman oFruceo
!MIMES NC. ANCIMX0770 BE PEPRCOLICED .OLE OP IX PAR7
KIP ISCUSTOMFP TO PIMIXI. INFORINTIONFRO IT 70 CTIERS XOR
RIME WI 41. OF rI.A113cEvErtim71.,.1r.11410.1-0 MORO

101.1,159111C.

DESIGN DATA
AND

FABRICATION NOTESA REVISED AS NOTED 17-Jul-12 JW
ErUlnt Arc Strike Surfaces
and Areas of Temp Attach.
Litt Lug Welds 100%

(1,2)

ENGINEERED BY

J. WAY

DOCUMENT NO. REV.

A, ORIGINAL ISSUE 29-Feb-12 JW
We Id Ove r lay RestoratIon
Su rfaces

saw", Fr,__-
097 /4", I. DATE '

OF 1

SHEET

29-Feb-12 1

12-864-DN-1 2
REV DESCRIPTION DATE ENO. BY


