
(Name and address of Manufacturer)

(Name and address of Purchaser)

014847-DSS-VES

(Name of part, item number, Manufacturer's name and identifying stamp)

5.
(Year built)

-20 °F 5000 psi

FORM U-1A MANUFACTURER'S DATA REPORT FOR PRESSURE VESSELS
(Alternative Form for Single Chamber, Completely Shop or Field Fabricated Vessels Only)

As Required by the Provisions of the ASME Boiler and Pressure Vessel Code Rules, Section VIII, Division 1
1. Manufactured and certified by

2. Manufactured for

3. Location of Installation

4. Type
(Manufacturer's serial number) (National Board number)(Horizontal or vertical, tank) (Drawing number)(CRN)

11. Supports: Skirt
(Yes or no)

No Lugs
(Number)

0 Legs
(Number)

0 Other
(Describe)

N/A Attached
(Where and how)

N/A

9. MAWP

Min. design metal temp.  at Hydro, pneu., or comb. test pressure

10. Nozzles, inspection and safety valve openings:

ASME Code, Section VIII, Division 1

(Nominal thickness) (Corr. allow.)(Material spec. number, grade)
6. Shell:

7. Seams:
8. Heads: (a) Material

(Spec. no., grade) (Spec. no., grade)

[Long. (welded, dbl., sngl., lap, butt)] [R.T.(spot or full)] (Eff.,%) (H.T. temp) (Time, hr) [Girth. (welded, dbl., sngl., lap, butt)] [R.T. (spot or full)]

[Edition and Addenda, if applicable (date)] (Code Case numbers) [Special service per UG-120(d)]

(Inner diameter) [Length (overall)]

12. Remarks: Manufacturer's Partial Data Reports properly identified and signed by Commissioned Inspectors, have been furnished for the following items of the report:

(Name and address)

Over Pressure Protection Provided per UG-125.
Impact per UG-84 To -20 F.
Tested in Horizontal Position. 
(1) Name Plate Bracket; SA-36. Welded to Shell. 
(2) Saddle Legs; SA-36. Welded to Shell.
(1) Large Lift Lugs; SA-105. Welded to Shell.
(1) Repad; SA-516-70. Welded to Head.
(2) Support Repad; SA-36. Welded to Head.

Additional Nozzles - See Attached U-4...

Additional Remarks - See Attached U-4...

(No. of courses)

Uni-Form Components Co.
S/N: 8954

2020

Tri-Point Oil & Gas Production Systems, LLC, 701 South Eastern, Elk City, Oklahoma, 73644

HYDRO at 6500 psi

Unknown

SA-516-70N SA-516-70N

Type 1 Full 100% 1100 °F 2hr 30min Type 1 Full

N/A N/A

FourPoint Energy, 8450 E Crescent Pkwy, Suite 400, Greenwood Village, Colorado, 80111

9918014847-10 N/AVertical

3.50 in 0.0625 inSA-516-70N 0' 28.0" (ID) 8' 0.0"

1

2017/ N/A

(Eff., %)
100%

(b) Material

5000 psi N/A at max. temp. 200 °F N/A
(Internal) (Internal)(External) (External)

.

N/AProof test 

.

.

Page 1 of 2

No. Type ID Flange
Thk Min Hub Thk How

AttachedMaterial
Bolting

Num & Size Bolting
Material

Washer (OD, ID,
thk)

Washer
Material

OD
Body Flanges on Shells

Location

N/A N/A N/A N/AN/A N/A N/A N/AN/A N/A N/AN/A N/A

Location (Top, Bottom,
Ends)

Minimum
Thickness

Corrosion
Allowance

Crown Radius Knuckle Radius Elliptical Ratio Conical Apex
Angle

Hemispherical
Radius

Flat
Diameter

Side to Pressure (Convex or
Concave)

(a) END 2.9023" 0.0625" N/A N/A 2:1 N/A N/A N/A Concave
(b) END 2.9023" 0.0625" N/A N/A 2:1 N/A N/A N/A Concave

Location Type ID Flange Thk Min Hub
Thk How AttachedMaterial

Bolting
Num & Size Bolting Material Washer (OD,

ID, thk) Washer MaterialOD
Body Flanges on Heads

N/A N/A N/A N/A N/A N/A N/AN/A N/A N/AN/A(a)

Purpose (Inlet, Outlet,
Drain, etc.) No. Diameter or

Size Type Material
Nozzle Flange

Nozzle Thickness
Nom. Corr.

Reinforcement
Material

Attachment Details
Nozzle Flange

Location (Insp.
Open.)

Inlet 1 3" RTJHB N/A SA-105 CL2500 0.0625" Integral N/A UW-16.1(l) Shell
Outlet 1 3" RTJHB N/A SA-105 CL2500 0.0625" Integral N/A UW-16.1(l) Shell
Drain 2 3" Pipe/RTJWN SA-106-C SA-105 XXH/CL2500 0.0625" SA-516-70 UW-16.1(a-1) Fig.2-4(6) Head



Form and version: U1A-19
(National Board Authorized Inspector Commission number)(Authorized Inspector)

OneCIS Insurance Company, of Lynn, MA
I, the undersigned, holding a valid commission issued by The National Board of Boiler and Pressure Vessel Inspectors and employed by

and state that, to the best of my knowledge and belief, the Manufacturer has constructed this pressure vessel in accordance with ASME BOILER
AND PRESSURE VESSEL CODE, Section VIII, Division 1.  By signing this certificate neither the Inspector nor his/her employer makes any
warranty, expressed or implied, concerning the pressure vessel described in this Manufacturer's Data Report.  Furthermore, neither the Inspector
nor his/her employer shall be liable in any manner for any personal injury or property damage or a loss of any kind arising from or connected with
this inspection.

We certify that the statements made in this report are correct and that all details of design, material, construction, and workmanship of this vessel
conform to the ASME BOILER AND PRESSURE VESSEL CODE, Section VIII, Division 1. "U" Certificate of Authorization Number

CERTIFICATE OF SHOP/FIELD COMPLIANCE

Signed
(Representative)

Co. name
expires
Date 03/05/2020

(Manufacturer)
CERTIFICATE OF SHOP/FIELD INSPECTION

Signed

Tri-Point Oil & Gas Production Systems, LLC 701 South Eastern, Elk City, Oklahoma, 73644Vessel constructed by at 

Date

March 2, 2020have inspected the component described in this Manufacturer's Data Report on

03/05/2020 Commissions 16179

April 6, 2021
Tri-Point Oil & Gas Production Systems, LLC

3616121 exe: v6.3.74

FORM U-1A

29800
.

,

Page 2 of 2
Manufactured by Tri-Point Oil & Gas Production Systems, LLC, 701 South Eastern, Elk City, Oklahoma, 73644

9918014847-10 N/AManufacturer's Serial No. CRN National Board No.



1. Manufactured and certified by Tri-Point Oil & Gas Production Systems, LLC, 701 South Eastern, Elk City, Oklahoma, 73644

2. Manufactured for

3. Location of installation Unknown

(Name and address of Manufacturer)

FourPoint Energy, 8450 E Crescent Pkwy, Suite 400, Greenwood Village, Colorado, 80111
(Name and address of Purchaser)

(Name and address)

As Required by the Provisions of the ASME Boiler and Pressure Vessel Code Rules, Section VIII, Division 1

4. Type
(Manufacturer's serial number)

(National Board number)

(Horizontal, vertical, or sphere)

(Drawing number)(CRN)
9918

014847-10

014847-DSS-VESN/A

Vertical

(Year built)
2020

(Tank, separator, heat exch., etc.)
N/A

 
(2) Support Lugs; SA-36. Welded to Shell.

 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

Certificate of Authorization: Type "U" No. 29800 Expires
Date 03/05/2020 Name

(Manufacturer)

Date 03/05/2020 Signed
(Authorized Inspector)

Signed
(Representative)

Commissions
(National Board Authorized Inspector Commission number)

16179

April 6, 2021

Tri-Point Oil & Gas Production Systems, LLC

Additional nozzles, inspection and safety valve openings:

Additional Remarks:

FORM U-4 MANUFACTURER'S DATA REPORT SUPPLEMENTARY SHEET

Remarks
Data Report
Item Number

Purpose (Inlet, Outlet,
Drain, etc.) No. Diameter or

Size Type Material
Nozzle Flange

Nozzle Thickness
Nom. Corr.

Reinforcement
Material

Attachment Details
Nozzle Flange

Location (Insp.
Open.)

PSV 1 2" TOL SA-105 N/A 9000# 0.0625" Integral UW-16.1(a) N/A Head
Cleanout 1 2" TOL SA-105 N/A 9000# 0.0625" Integral UW-16.1(a) N/A Shell

PI 1 3/4" TOL SA-105 N/A 9000# 0.0625" Integral UW-16.1(a) N/A Shell









































QW-484 MANUFACTURER'S RECORD OF WELDER OR 
WELDING OPERATOR QUALIFICATION TESTS (WPQ) 

(See QW-301, Section IX, ASME Boiler and Pressure Vessel Code) short6-2xxh 

Company name SUPERIOR FABRICATION, INC. 

701 S. Eastern 

Welder's Name Modesto Ortega 

Welder's Stamp Circle Y ----------------------------
Elk City, Oklahoma 73644 Date ofT est 3/16/2015 ----------------------------

Welding Process (1) GMA W Short-Arc (2) 

Process Type (1) Semi-Auto. (2) 

WPS used (1) SFI-3 (2) 

Base material used SA-106-B to 

Manual or Semiautomatic Variables for Each Process (QW-350) 

Backing (QW-402) 

---------------- (3) _____ _ 

---------------- (3) ______ _ 

---------------- (3) ______ _ 

SA-106-B Thickness .436" 

Actual Values Range Qualified 

With or Without None 

ASME P-No. (QW-403) Pl to Pl P1 to Pll to PI to Pll 

D Plate D Pipe 

Filler metal Specification (QW-404) 

Consumable insert for GTA W or PAW 

Deposited weld metal thickness for each process 

Welding position (QW-405) 

Pipe diameter 

SFA Spec. 

Classification 

F-No. 

2.375" 

5.18 

ER70S6 

F6 

NA 

(1) .436" 

(2) 

(3) 

6G 

----

Weld progression (uphill or downhill) 

Backing Gas or Fuel Gas (QW-408) 

GMA W transfer mode (QW-409) 

GTA W welding current type/polarity 

Uphill and Downhill 

Machine Welding Variables for the Process Used (QW-360) 

Direct/remote visual control 

Automatic voltage control (GTA W) 

Automatic joint tracking 

Welding position (lG, 5G, etc.) 

Consumable insert 

Backing (metal, weld metal, welded both sides, flux, etc.) 

None 

Short Arc 

NA 

Actual Values 

NA 

NA 

NA 

NA 

NA 

NA 

Guided Bend Test Results 

1" OD & above 

F6 

NA 

.48" 

6G 

Either 

Maybe used 

Short Arc 

NA 

Range Qualified 

NA 

NA 

NA 

NA 

NA 

NA 

Guided Bend Tests Type n QW-462.2 (Side) n QW-46 2.3(a) (Tran. R & F) n QW-462.3(b) (Long. R & F) 

Side Bend #1 Bent Satisfactorily 

Side Bend #2 Bent Satisfactorily 

Side Bend #3 Bent Satisfactorily 

Side Bend#4 Bent Satisfactorily 

Visual Examination (QW-302.4), By SUPERIOR FABRICATION, INC. Results Visually acceptable 

Radiographic Test Results (QW-304 & QW-305) ---------------------------------------------------------
Fillet Weld Fracture Test Length & percent of defects 

Macro test fusion Fillet leg size in. x Concavity/Convexity in. 

Welding Tests conducted by SUPERIOR FABRICATION, INC. 

Mechanical Tests conducted by Superior Fabrication, Inc. Lab. test No. Circle Y 3 
--~----------~------------------------- ----------------

We certify that the statements in this record are correct and that the test coupons were prepared, welded, and tested in accordance with the requirements 

Date 3/16/2015 
SUPERIOR F ~~Tf2INC. Elk City, Oklahoma 

By ~/Itt~ Title Q.C. Manager 
~7 -~---~-----------------

of Section IX of the ASME code. 



QW-484 MANUFACTURER'S RECORD OF WELDER OR 
WELDING OPERATOR QUALIFICATION TESTS (WPQ) 

(See QW-301, Section IX, ASME Boiler and Pressure Vessel Code) fcaw-6G-XXH 

Company name SUPERIOR FABRICATION, INC. Welder's Name Modesto Ortega 

701 S. Eastern 

Elk City, Oklahoma 73644 

Welding Process (1) FCA W ----------------
Process Type (1) Semi-Auto. 

WPS used (1) SFI-3 ----------------
Base material used SA-106-B 

Welder's Stamp 

Date of Test 

CircleY 

3/16/20I5 

(2) ______ _ (3) ______ _ 

(2) _____ _ (3) _____ _ 

(2) ______ _ (3) ______ _ 

to SA-106-B Thickness .436" 

Manual or Semiautomatic Variables for Each Process (QW-350) Actual Values Range Qualified 

With or Without None Backing (QW-402) 

ASME P-No. (QW-403) Pl to P1 PI to Pll to PI to Pll 

D Plate D Pipe 

Filler metal Specification (QW-404) 

Consumable insert for GTAW or PAW 

Deposited weld metal thickness for each process 

Welding position (QW-405) 

Weld progression (uphill or downhill) 

Backing Gas or Fuel Gas (QW-408) 

GMA W transfer mode (QW-409) 

GTA W welding current type/polarity 

------
Pipe diameter 2.375" ---------------------
SFA Spec. 5.20 ---------------------
Classification E71T-l ---------------------
F-No. F6 ---------------------

NA 

(1) .436" 

(2) 

(3) 

6G 

Uphill and Downhill 

None 

NA 

NA 

Machine Welding Variables for the Process Used (QW-360) 

Direct/remote visual control NA 

Actual Values 

Automatic voltage control (GTA W) NA 

Automatic joint tracking NA 

Welding position (IG, 5G, etc.) NA 

Consumable insert NA 

Backing (metal, weld metal, welded both sides, flux, etc.) NA 

Guided Bend Test Results 

I" OD & above 

F6 

NA 

.872" 

6G 

Either 

May be used 

NA 

NA 

Range Qualified 

NA 

NA 

NA 

NA 

NA 

NA 

Guided Bend Tests Type n QW-462.2 (Side) n QW-46 2.3(a) (Tran. R & F) n QW-462.3(b) (Long. R & F) 

Side Bend #I Bent Satisfactorily 

Side Bend #2 Bent Satisfactorily 

Side Bend #3 Bent Satisfactorily 

SideBend#4 Bent Satisfactorily 

Visual Examination (QW-302.4), By SUPERIOR FABRICATION, INC. Results Visually acceptable 

Radiographic Test Results (QW-304 & QW-305) ____________________________ _ 

Fillet Weld Fracture Test Length & percent of defects 

Macro test fusion Fillet leg size in. x Concavity/Convexity m. 

Welding Tests conducted by SUPERIOR FABRICATION, INC. 

Mechanical Tests conducted by Superior Fabrication, Inc. Lab. test No. Circle Y 7 
--~----------~-------------------------

We certify that the statements in this record are correct and that the test coupons were prepared, welded, and tested in accordance with the requirements 

of Section IX of the ASME code. 

Date 3/I6/20I5 
SUPER!~~· ABRI • T1 N C. Elk City, Oklahoma 
By 2_ Title ____;Q~.C_. M_an_a"""'ge_r ________ _ 

/ 












