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1. GENERAL

1.1.

1.2.

1.3.

Scope

This List of welder and Certificate covers Quality Control requirements for applied at
welding process , for supporting fabrication of Steel structure CIL Tanks Area for Poboya
2000TPD Expansion Project and to be use for Tank Package for CIL Tank area, the
owned by PT Citra Palu Minerals. The project is located at Palu, Sulawesi Tengah,
Indonesia., made by PT. Hanazono Engineering Indonesia which has been compiled
according to all the requirements of Purchase Order (PO) and Request for Quotation
(RFQ) Steel Structure and Plate works Supply and Installation.

This is item to be fabrication as below :

_ _ Quantity
No. Equipment Tag No. Equipment Name )
(Units)
1. 4420-TK-001 Leach Tank 1
Adsorption
2. 4430-TK-002/003/004/005/006/007 6
Tanks
Purpose

This Welder List is mentioned of qualification and capabillity of welder to done the welding
process according requirementand Requisition for Equipment steel structure. This welder
list qualification base Code or Standard ASME Section IX

Reference

This procedure prepared in accordance with following reference:

- JIS Standards

- ASTM Standards

- ANSI

- ASME Section IX

- Local Regulation Disnaker/Migas

- Request For Quotation (RFQ) Site Fabricated Tanks Package 3655.15-61.08-4400-
M-RFQ-004 Revision 0
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2. LIST OF WELDER

Page 1 of3
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1. Attachment-1 Welder Performance Qualification Record Yodi/YD-1138

"‘/’, Y PT. HANAZONO Engineering Indonesia
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WELDER PERFORMANCE QUALIFICATIONS RECORD

Waealdear's name YODI Identification no. YD-1138 Certificate no HEI/WPQRI/IQC/1138/26/04
Test Description
ldentification of WPS followad  O0B/HEI/NWPS/MIGASG/21 ® Test coupon O Production weld Date welded November 11, 2026

Specification and / grade or UNS Number of basa melal(s) SA-26

Thickness 12 mm

Testing Conditions and Qualification Limits

Welding Variables (QW-3850)

Actual Values Rango Qualified
Walding process (es) SMAW SMAW
Type (Lemanual semi-automatic) used Marnual Manual
Backing (with/without) Without With/without
@ Plate 1 Pipe (anter diameter if pipe or tube) 12 mm t 24 mm
Base metal P-Number to P-Number 1101 I 1~15F,34 ,41~49
Flller metal or electrode specification(s) (SFA) (info only) 5.1
Filler matal or electrode classification(s) (info anly) E 7018 1H4R
Filler metal F-Number(s) 4 4.3,2 1 with backing
Consumable Insert (GTAW or FAW) -
Filler Matal Product Form (QW-404.23) (GTAW or PAW) - -
Deaposit thicknesa for each process
Procesa 1: SMAW 3 layars minimum W yes[J No 112 mm 1: 24 mm
Process 2 : - 3 layers minimum [ yes [C] No _— = : =—= -
Position(s) aG 7 Uphill QroveiEwe 0 & 24" i 27/t

=00 = 24" Flllet F H.V

Vertical progreasion (uphill or downhill)

Type of fuel gas (OFW)

Use of backing gas (GTAW, PAW, GMAW)

Transfer mode (spray, globular, or pulse to short clreult-GMAW)
GTAW current type and polarity (AC, DCEF, DCEN)

RESULTS
Visual Examination of Completad Wald (QW-302.4) Satisfactory
[ Tranaverse face and root bends [QW-462 3(a)) £ Longitudinal bends [QW-462.3(h)] [ Side bends (QW-462.2)

0 Plpe bend specimen, corrosion-resistant weld metal overlay [QW-462 5(0)]
O Plate bend specimen, corrosion-raslatance weld metal overay [QW-462.6(d)]
1 Pipe spaciman, macro test for fusion [QW-462.5(b)] O] Plate specimen, macro test for fusion [QW-462,5(e)]

Type Resull Type | Reasull Type Resull
- Blank : ———
Alternalive Volumelric sxamination resulls (QW-191) Accepted RTHE or UT [0 (check ane)

Fillet weld - fracture test (QW-181.2)

1 Fillet welds in plate [ QW-462 4(b))
Macro examination (QW-184) Fillel size (in)

l.e;nqnh and percant of defacts
L1 Fillet welds (n plpe [ QW-462 4(¢)]

X Concavity/canvexity (in.)

Other tests -

@T«Dul gpacimans avaluated by Didid :'iug}.;.mm (RT Loval 1) Company PT.TITIAN LA (Repon No. 002/TLA/RT-HENX)2025)
Mechanical laste conducted by G Laboratory |os'l no‘" =ao

Welding supervised by Varesy Husain

Wae cetlify thal the slataments n thie record are correct and that the test coupons were prepared, welded, and tested In accordance with the
requirements of Section 1X of the ASME BOILER AND PRESSURE VESSEL CODE !

(,)rganqaﬂoq_ PT. Hanazono Engincering Indonesia
A e S

N
‘J ' uﬂly)*\%NF'Oﬂu s Date - Maeh oL, 206k

"‘ﬁf’dmml‘ﬁv ‘ Date ; 78 0d Tt c

Approved By : Date : laret, 02 2t
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2. Attachment-2 Welder Performance Qualification Record Yodi/YD-1138

STy PY. HANAZONO Engineering Indonesia
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WELDER PERFORMANCE QUALIFICATIONS RECORD

Waolder's name YOoo! Identification no YD-1138 Certificate no HENWPQR/QC/1138/26/01
Test Description

Idendificstion of WPS followsd  00S/HEIWRSMIGAS20 = Test coupon O Production weild
Spegcificslion and | grade or LINS Number of base metal{s) SAIGGRB

Dste welded November 11, 2025
B.74 mm

Testing Conditions and Qualification Limits

Wolding Varlables (QW-380) Actual Values Range Qualified
Woelding process (es) GTAW SMAW GTAW SMAW
Type (L& manual semi-automatic) used Manual Manual M Marnual
Backing (wilhwithout ) Without With WithWithout With
[ Plate ® Pipe (anfer diameter if pipa or tube) Pipa NPS 2" (80.3mm) ou>1 oD = 1t
Beze metal P-Numbar to P-Number 1o 101 1=16F 44140 | 1=15F 34 41-48
Filar metsl or electrode specification(s) (SFA) (info only) 518 51
Filar matsl or eectiode classifiication(s) (Info only) ER 705-G |E T018-1H4R
Fillar tryetsl F-Number(s) s a 6 "gfa:b‘:"g"‘
Corsumabla insart (GTAW or PAW) Without Without -
Fiber Matal Product Form {OW.404.23) (GTAW or PAW) Sold Soid
Deposit thickness for each process
Process 1 GTAW 3 layers minimum ] yes @ No 2,5 mm 5 mm
Proceas 2 SMAW 3 layers minimum B yes O No 0,24 mm 12,48 mm
Paition(s) 60 8G n ""“;zl‘,’,’f,:ia‘r’:’)“m 3
Verncal progression (uphill or cawnhiil) Uphi Upha Uphill Uphil
Type of fuet gas (OFW) Argon 99,99% Argon 98 G9%|
Use of backing gas (STAW, PAW, GMAW) Without - WithiWithoat -
Transfer mode (spray, giobular, or pulse (o shor cireut-GMAW) - . -
GTAW current typs and polarity (AC. DCEP, DCEN) OCEN - DCEN
RESULTS
Vieual Examination of Comgpleted Weld (QW-302 4) Satisfactory
0 Tiansverse lace and oot benda [QW-462 5(a}) £l Longtudingl bands [QYW-462.3(b)) 0 Side bands (OW-482.2)

0 Pioe bentd spacimen, cormosion-resistant weid melal overtay [{QW-462 5(¢))

) Plats bend specimen. comosion-resistance wekd melal overiay [QYW-462.5{(d)]
O Fipe specimen, macro test for fusion [OW-462 5(b)]

1 Plate gpecivan, macro test for fusion [QW-462.6(e))
Type Resut Type ] Result Type Resull
Blank -
Altermative Volumetric examination reaults (QW-191) Accopted RTHE or UT L] (check one)
Filat weld « fracture test (QW-1561.2) Langth and parcent of defscty
O Filet welds in plste | QW-462 4(b)) 3 Filbet weicts In plpa | QW-462 440))
Macro exarminaton (QwW-104) . Fillerl side (1)) X Concavity/convexity (in.)

Othar tests
Ellrpor specimens avaluated by Didid Sugand (RT Luvel |1}

Comparny BT TITIAN LA Mgt da. DO UTLAH THEIONGEE)

Machanical lests conducted by -
Walding suporvisad by Varesy Husein

Labocatory 1est no

Wa cartily that the statemenis i this record e cormsct and that the test Coupons weare prepaed welded, and tested In sccordance wailh
Iha requirements of Section X of the ASME BOILER AND PRESSURE VESSEL CODE
Orgayricalion. MY, Manurons Engineering lindonosia

e P R
Ff%?"!?‘ 8y w“’o"\o Dats Mﬂl,h 03, 2oal

.
7
Approved By -

P
—

Inspecied B‘v

Date March 2L, 1036

L 2
ur,\.'\'»\.\ Date ,/[{lHL. or '/-""“L
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3. Attachment-3 Welder Performance Qualification Record Sahrul/SR-0904

Y PT. HANAZONO Engineering Indonesia
(L] we are always partner with you

WELDER PERFORMANCE QUALIFICATIONS RECORD

Welder's name SAHRUL Identification no SR-0904 Certificate no. J 126/0
Tast Dascription
Identification of WPS followad  008/MHEIWPS/MIGAS/21 m Test coupon [ Production weld Date welded Nov:-mbar 11, 2026

Specification and / grade or UNS Number of base metal(a) SA-36 Thickness 12 mm L o

Testing Condltions and Qualification Limite

Woelding Variables (QW-350)

Actual Values Range Qualifled
Walding process (es) SMAW SMAW
Type (Lo, manual,semi-automatic) used Manual Manual
Backing (with/without) Without With/without
B Plate O Pipe (enter diametar If pipe or tube) 12 mm I 24 mm
Base metal P-Number to P-Number 1to1 [ 1~-15F 34 41~49
Filler metal or electrode spacification(s) (SFA) (info only) 51
Filler metal or electrode classification(s) (Info only) E 7018-1H4R
Filler metal F-Number(s) 4 4,3,2.1 with backing
Consumable insert (GTAW or PAW) -
Filler Metal Product Form (CW-404,23) (G 1AW oF FAW) = -
Deposit thickness for each process o
Process 1 SMAW 3 layars minimum MW yos [ No 12 mm 1. 24 mm
Procenss 2 - 3layers minimum [0 yes [0 No -
Position(s) 3G / Uphill GroveF V: OD > 24" F: 27/

= 0D = 24" Fillet: F. M.V

Verlical prograssion (uphill or downhill)
Type of fuel ges (OFW)

Use of backing gas (GTAW, PAW, GMAW)
ransfer mode (apray, globular, or pulse to short circuit-GMAW) ==
GTAW current type and polarity (AC. DCEP, DCEN) — e

RESULTS
Visual Examination of Completad Wald (QW-302.4) Satisfactory
[ Transverse face and root bends [QW-462 3(a)] 1 Longiuding) bends [QW-4B82.3(b)) [ Side bands (QW-462.2)

[ Pipe band specimen, corrosion-rasiastant weld metal overlay (QW-462 5(c)]

[0 Plate bend specimen, corroglon-resistance weld metal overlay [QW-462.6(d))
1 Pipe specimen, macro test for fusion [QW-462 5(b)]

1 Plate spacimen, macro test for fusion [QW-462.5(e)]
Type Result Type | Reasult Type Result
= ] Blank
Alternative Volumaotrie examination results (QW-181) Accoptod RTE or UT O (check one)

Flllot wald - fracture test (QW-181.2) -

Langth and percent of defects -
L1 Fillet welds in plate [ QW-462 4(b)]

I Fillet welds in plpe | QW-462.4(c)]

Macro examination (QW-184) - Flllet size (in,) x - Concavity/convexity (in.) -
Other tests
Iﬁ]ﬁbur apecimens evaluated by Didid Sugeand| (RT Lovael 1) Company PT TITIAN LA [Rapoit No. D02/ LARTHE IIX12026)

Machanical tests conducted by
Waelding supervised by Variesy Husein

Laboratory test no

Wae cartify that the statemants In this record are correct and that the tegt coupons were prepared, welded, and tested in accordance with the
|m|u|reman(u of Saction 1X of the ASME BOILER AND PRESSURE VESSEL CODE

Olg&r\lxﬂ\m\ PT. Hanazono Engineoring Imiommlu

6":(-;»‘!/«1 hy) '_‘\,BW'NDHJ B Date - Marely %) 2ore

Inapealed- By Data MN‘;L\O’ Qrc
N

. »,
e Date Hloe. s . 2o

Approved By
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4. Attachment-4 Welder Performance Qualification Record Sahrul/SR-0904

/.Y PY. HANAZONO Engineering Indonesia
‘.,'.,- i Wer aree shwary=s posrtnier withr you

WELDER PERFORMANCE QUALIFICATIONS RECORD

Welders nama SAHRUL idactification no SR-0904 Cartificate no.  HENWPQR/QC/0904/26/02
Tent Description

Igantification of WPS followed  OOG/HEIWPSMIGAS/Z0 ® Test coupon [ Production wald Do weoldad November 11, 2025

Specfication and / grade of UNS Number of base metwi(s) SA1DGGR B 0,74 mm

Tasting Conditions and Qualification Limits

Machanical lasis conducted by
Weakling suparvised by Varnesy Hoasin

We canify that the statomaents in 1his record are comect and that the 1est coupons were preparad, welded. un
the requirements of Section X of the ASME BOILER AND PRESSURE VESSEL CODE
-Z)lunnuum‘:_"\ g :T Hanorono Engineering Indonooia

Laboratory st no

ceordance with

P(Qq'mpﬁuﬂ—v.' \BENipro Date . March 01,216
\\ )¢ /‘ / LSS

)ll-sd&dﬁi@: p Dinte Arely 02,2036
( o -
Approved By e D o Mo o2, B, ' o

Woeiding Variables (QW-350) Actunl Valuos Range Qualitiod
Waelding process (es) GTAW SMAW GTAW SMAW
Typa (La manual sem-automanc) used Manual Marnuas Manual Manual
Backing (with/without) Without With Wikh/Withoul wWith
O Plate ™ Pipe {enter dismetes i pipe or 1uba) Pipa NPS 2" (60,3mwm) oD = 1" oD = 1"
Pase metal P-Numbee ta P-Number 1w 1o 1= 18F 34 4140 | 1-1617 54 41 ~40
Filler matal or electrode specification{s) (SFA) (nfo only) 518 51
Filler metal or slectrode classification(s) (irnlo anly) ER 705-G |E TO16-1HAR
Fillar matsl F-Number{s) 0 a 6 4.2:‘;0 :;h
Conaumable insert (GTAW ar PAW) Without - Without -
Filtar Metal Product Form (QW-404,23) (GTAW or PAW) Solid - T Solid
Deposit thickness for aach process
Procass 1 GTAW 3 layers minimum [J] yes @ No 2.5 mm 5mm
Process 2 SMAW 3 laryers minimum @ yes [ No 6.24 mm 12,48 mm
Fosonie) 8G 860G - Wm“g? “%V:I)JM $
Vertical progression (uphill o downiie) Uptilll Uphill Uphs Uphilt
Type of fuet gas (OFW) Argon 98,98%; Argon 99,909%
Use of backing gas (GTAW, PAW, OMAW) Without WinvWihout -
Transtor mode (spray. globular, or pulss to short circut-GMAW) -
GTAW current lype and polarty (AC, DCEP, DCEN) DCEN . DCEN -
RESULTS
Visual Examination of Complatod Weld (QW-302 4) Satisfactory
O Transverse face and rool bende [OQW-462. Ma))] O Longlteding bends [OW-462.3(0)] O Side berxis (QW-4n02 2)
£ Pipe band speciman, comosion-resiaiant weid metal overiey [QOW 482.5(c))
0 Plate bend specimen, cormosion-rasistance weld metal overlay [QW-462.5(d))
£ Pipe specmen, macro tes! for fusion [GW-482 5(bj} £ Plate specimen, macr test for fusion (QW-462 5(e)]
Type Result Type [ Reault Type Reasult
- - — e Slank —
|
Ahsrnatfive Volumelrie examination results (QW-181) Azceptod RTE or UT O (chack ane)
Fillet waka - fracture test (QW-181.2) . Langih and percent of delects
£ Fibat walds 0 plals [ QW-462 4(b)] [J Fillet welds in pipe | OW-482 4(c)|
Macro axamination (QW-384) - Fitef size (in.) - x Concavily/convexily (in.)
Other lests -
'f_;_n\o' wowrann ;\;{mlou by Dided Sugands (RT Lavet I1) Company T TVEIAM LA (Mepert Pho, 00 1/ TLAMCT 41112028,
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5. Attachment-5 Welder Performance Qualification Record Rohimi/RH-14

//—P PT. HANAZONO Engineering Indonesia
C,‘ || Wa are altways partrer with you

WELDER PERFORMANCE QUALIFICATIONS RECORD

Welder's nama ROHIMI ldentification no. RMH-1402 Certificate no HEUWPQR/QC/1402/26/06
Test Description

ldentification of WIS followed  00B8/HEI/WPS/IMIGAS/21 W Test coupon [ Produation wald

Date welded November 11, 2026

Spacification and / grade or UNS Number of base matal(s) SA-36 Thickness 12 mm
Testling Conditions and Qualification Limits

Walding Varlablas (QW-350) Actual Values Range Qualified
Walding process (es) SMAW SMAW
Typa (e manual semi-automalic) used Manual B Manua)|
Backing (with/without) Without With/without
M Plate [ Pipe (enter diameter If plpe or tube) 12 mm t 24 mm
Base metal P-Number to P-Number 1101 l 1=15F 34 41~49
Flller metal or electrode specification(s) (SFA) (info anly) 5.1
Fillar metal or alectrode classification(s) (info only) E 7018 1H4R
Flller metal F-Number(s) 4

4.3,2,1 with backing

Consumable insert (GTAW ar PAW)
Filler Matal Product Forrm (QW-404.23) (GTAW ar PAW)
Deposit thickness for each process

Process 1. SMAW 3 layers minimum m yes[ No 112 mm t. 24 mm
Frocess 2 < 3layers minimum [ yes () No -
Position(s) 3G / Uphill TrovairLy:: QD> 24" s 2 e

<0D « 24" Fillet: F H V

Vartical prograssion (Uphill or downhilt)
I'ype of fuel gas (DFW)

Use of backing gas (BTAW, PAW, GMAW)
Transfer mode (spray, globular, or pulse to short clireuit-GMAW) =
GTAW current lype and polarity (AC, DCEP, DCEN)

RESULTS
Visual Examination of Completad Wald (QW-302.4) Satisfactory
12 Transverse face and root bends [QW-462.3(a)) £ Longitudinal bands [QW.462.3(h)) ] Side hands (QW.462.2)

1 Pipa bend spacimen, corrosion-resistant weld metal overlay [QW-462.5(c))
[ Plate band specimen, comogion-resistance weld metal ovarlay [QW-462,5(d))

1 Pipe speciman, macro test for fusion [QW-462.6(b)] [ Plata specimen, macro test for fusion [QW-462 5(e)|
Type Result Type | Result Type Reault
Blank m—
Allernative Volumetric sxamination results (QW-181) Acuupled RTE or UT O (check one)

Flllet wald - fracture test (QW-181.2)
1 Flllet welds in plate [ QW-462,4(b))
Macro examination (QW-184) . Fillat glze (in)
Othear lasts
kf;'l_l_?@or apecimens evaluated by Didid Sugandl (RT Lavel 11)
Mechanical tests conducted by -
Welding supervised by Variosy Husein

Le?u;lh and parcent of defects -
O Fillet welds In pipe | QW-462 4(c))
x Concavity/canvexity (in.)

Company P1TITIAN LA (Report No. 002/TLAJRT-HEUXU2025)
Labaratory test no -

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 BOILER AND PRESSURE VESSEL CODE o

Organizatipyy BT Hanazono Englheering Indonests
g AN -
e L -

ay /1 7 - (‘&‘-
|'N)[(~'V€l@?¥'., £ VRIpro Date - Match 07,10

P pa—

1113pe$f3& BY { %R\S e Date s % ane
t'/ 9/7:'7( ,\ p
Approved By : #28v-2  pate A 07 ~ot
7 :
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6. Attachment-6 Welder Performance Qualification Record Rohimi/RH-1402

[/ PY. HANAZONO Engineering Indonesia
‘.‘.‘f | | We are ativays partner with you

WELDER PERFORMANCE QUALIFICATIONS RECORD

Welder's nams ROHIMI Igentification no RH-1402 Cantificate no HEV/WPQR/QCM A02/26/03

Tout O-unp—ifé'n'—
derification of WPS followed  DDB/HEVWPS/MIGAS/20 ® Test coupon O Production weld Date welded
Spaciication and / grade of UNS Number of bass matal(s) SA106GR B

November 11, 2025

8,74 mm
Toating Conditions and Qualification Limits
Welding Variables (QW-350) Actual Values Range Quaitfiod

Welding provess (os) GTAW SMAW GYAW SMAW
Type (.0, manuatsemi-avtomalic) used Manuai Manual Manusl Manunl
Backing (withiwsthout) Without With Withvwwiihout With

3 Plate ® Pipe (enter diametar if pipe or tube} Fipe NFPS 2" (60, 3mm) oD = 1" QD> 1"
Base metal P-Numbar to P-Numbsar 1101 f1o1 V=191 34 A1 -d0 | 1155 344140
Filler matal or electrode spocification(s) (§FA) (info only) 518 51

Flor metal or electrode classificatian(s) (Infa onty) ER 708G |E T0181HAR

=

Filler metal F-Number(s) 6 a 8 401 Wi
Consumabie iInsert (GTAW ar PAW) VWilboul Without -
Flller Meial Prodoct Form (QW-404 25) (GTAW or PAW) Sahd Saolig -
Depoakt thickness 1or each process

Process 1 GTAW 3 layers minimum O yes W No 2.5 mm 5 mm

Procoss 2 SMAW 3 layers minimum B yes D No G.24 mum 12,48 mm

= n accordunce QW-461 9

Positonis) 8G 6G (AR P o)
Vertical progression (uphill ar downhill) Uphil Ugphlil Uphill Ugph#
Yype of fual gas (OFW) Argon BE,S9% - /_\rgm 99,99

Use of backing ges (GTAW, PAW, GMAW) Withouwt - Wit/ Wiihout |

Transfar mode (spray, giotular, or pdse to short oroult-GMAW) -

GTAW current type and potanty (AL, DCEP, DCEN) DCEN DCEN

RESULTS
Visusi Examination of Completed Weld (QW-302.4) Satisfoctory
O Transverse face and root bands (QW-AG2 3(e)] D Longiiugina bands [QW-462 3(b)) 3 Sido honds (QW-462.2)

O Fipe bend apeciman, corrosion-resistant weald metal oveday [QW.462 S{c)]

£ Plate bend spacimean, corroan-msisiance welkd metal overlay [QwW-a62 5(d))
O Pipe spocimen, macro test for fusion [QW.452 5(b))

£ Plate speciman, macrd test for esson (CW-482 .5(8))
Type Result Type I Rasutt Type Result
p— — Blank
Altemative Vollmetnc examination results (QW-191) Accepted AT or UT [ (cheok one)

Fillol weld - fracturo teat (QVW-181.2) Length and parcent of defects

£1 Filel walds in pipe | QW-462 4(c))

O Fillet weids i plate [ QW-462 4(b)]
Matro sxmmination (QW-184) Filket pizw (in)

x . Concavity/oonvexity (in.)
Olher testn -
'?if_!i’ﬂ' spacimens evalualed by Didid Sugandl (RT Leval 1) Company TT TITVAN | A (Repert She. 00 17TLARTT-40 VX020
Machank:al lesiu conducied by Labaratory est no
Welding suspervised by VARIESY HUSEIN

We carntify thsl the statemants in this record aré cormact and that the ekt coupons ware propared, warlded. §nd

he requisements of Section 6 of he ASME BONW ER AND PRESSURE VESSEL CODE s

Ceganiration PT. Honazono Engineering indonmia 74-

/e > 7
F’w;mlﬁ:{,ﬁr .‘:#‘“"OHOQ Date - Maxe\ 03, 000 I a

Lol ok } (\\*
j lnr.ru:c}qa By Y Diankes _"“‘"\ o . P ‘\\

, =)

(s 2!
Aporoved By 4‘ t\;"M"})aie Favel, 42, ek
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7. Attachment-7 Welder Performance Qualification Record Mahmudi/MM-0410

[P PY. HANAZONO Engineering Indonesia
C, 1| W are always partrier with you

WELDER PERFORMANCE QUALIFICATIONS RECORD

Weider's name MAHMUDH demification no MM-0410 Cadificate no HENWPQR/QCI0410/28/07
Test Description
Identification of WPS followed  Q0G/HEIWPS/MIGAS/20 ® Tast coupon I Production wek) Date wolded Decambar 24, 2025

Speciication snd / grade aor UNS Number of base matal(s) SA1B GRS B.74 mm

Testing Conditions and Qualification Limits

Welding Varlables (QW-250) Actual Valuos Roange Qualifiea
Waiding procuss (es) GTAW SMAW GTAW SMAW
Type (e manunl, sami-automatio) used Manual Manual Manual Manual
Backing (with/withauw) Without With WiEhAWVithout Withy
0 Piste @ Pipe (anter diameter f pipe or ube) Fipe NPS 27 (60.9mm) oD > 1" oD >
Bage melal P-Number 1o P-Number Tw! 1101 1= 167 34 4140 | 1~15F 34 4140
Filter metal or siecirode specification(s) (SFA) (info onty) 6518 51
Filler metal or elactrode classification(s) (info onty) ER 705-G |E 7018-1HAR
Fillar metal F-Number(s) L] K 3] "gfé;:;‘m
Constamable insert (GTAW or PAW) Without Without .
Fiter Motal Product Form (QW-404.23) (GTAW or PFAW) Sola Sohd -
Depasit thickress for esch process
Processa ) GTAW 3 iayers minimum O ves B No 2.5 mm 5 mm
Procsss 2 SMAW 3 layers minimum W yes [] No 6,24 mm 12,48 mm
Ponition(a) BG 686G " nca?gfg:‘m-WLB
Verical progression (uphill or oownhill) Uphin Uphail Uphii Uphik
Type of tuel gas (OFW) Argon 99, 20"% - Argon 89 09% -
Use of backing gas (GTAW, PAW, GMAW) Without - Wiah/Without -
Tranafer mode (apray, globular, or pulse to short circuit-GMAW) - - -
GTAW curent type and polarity (AC, DCEP, DCEN) DCEN - DCEN -
RESULTS
Visual Examinaton of Campleted Weld (QW-302 4) Satistactory
0 Transverse face and oot bends [QW-462 .3(s)) B Longitudinal bends [QW-482Z.3(b))] O Side bents (QW-462.2)
) Pipa band speciman, comrosion-masistant weld matal overtay (QW-462 5(c))
) Paate bend spocimen, corrosion-resistance weld meatal overday [QW-462 6(d))
O Pipe speckmen, macro tast for fusion [QW-402 5(b)| Cl Plate spoamen. macro tes! foc tusion [QW-462 85(o))
Type Result Type l Rasull Typa Result
~ 44— Biank
|
Altemative Volumelric examination results (GW-191) Accoptod RTE or UT D (check one)
Fillel weld - fracture test (QW.181 2) Length and percant ol defacts
) Fillot welds in plate [ QW-462 4(b)) 1 Fillot welds in pipe | QW-462 4(c))
Macro examinahion (OW-184) - Fillet sizwe (In.) - x - Caoncavily/convexity (in.) -
Othar o5ty
&;Dw specmens evaluated by Rabmat Saputra (RT Level 1) Compary BT TITHAN LA [Pepon Na. SONTLAR T HE VA0
Mechanicol fedsts conduciod by Laboratory esl no
Wesiding supervised by Varnesy Husein

W cartity that the statmments in this recorrd am comract and that the tast caupons ware pranansd, welded, ang
the requiremeants of Section IX of the ASME BOILER AND PRESSURE VESSEL CODE
Crpandration PT. Hesarono Englneering isdohesia

i In pecordancs with

oy =7) /
l"vmd Bv‘ ﬂfu“oﬁo = Date Moren oy Jore )"’ it”
L ) -~

COLT T2 ol =
) ) Indgected By l A RAG oy _Dato %”’c‘ .“’_'A_l: A\\‘p ,__-_:a“b
s e P — — A\ . ’ 5 ’

a Qe 2ok N
Approved By P el Date ﬂ‘\\" @ o \\
> o
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8. Attachment-8 Welder Performance Qualification Record Suparlan/SP-2506

IANAZONO Engineering Tndonesia
Wer are alway's partror with your

ey PY

L

</

WELDER PERFORMANCE QUALIFICATIONS RECORD

Welder's name SUPARLAN Identification no 5P-2506
Test Dascription
m Teel coupon O Production weld

S5A-36

Certificate no.

HEIWPQRIQC/2606/26/08

ldentification of WPS followed  DOB/HEN/WPS/MIGAS/21

Date weldad November 11, 2025
Spacification and / grade or UNS Number of base malal(s)

Thickness

12 mm

Testing Conditions and Qualification Limits

Walding Variables (QW-350) Actual Values Range Qualified

Welding process (es)

SMAW SMAW
Type (Le;manual semli-automatic) used Manual Manual
Backing (with/without) Without With/without
M Plate [ Pipe (enter diameter if pipe or lube) 112 mm b 24 mm
Base melal P-Number to P-Number 101 [ 1~15F 34 41~49
Flller menal or eloctrode specification(s) (SFA) (Info only) 6.1
Fillar metal or slectrode classification(s) (info only) E 7018-1H4R
Filler metal F-Number(s) 4 4.3.2,1 with backing
Consumable Ingart (GTAW or PAW) -
Filler Metal Product Form (QW-404 .23) (GTAW or PAW)
Deposit thickness for each process
Process 1 SMAW 3 layers minimum | yes [ No 12 mm 124 mm
Proceas 2 : - 3 layera minimum O yas [ No -
Position(s) 3G/ Uphil SeoymlViL On = 347 P a7/

= 0D < 24" Flllet. F.H.V

Vartical progression (uphill or downhill)
Type of fual gas (OFW)

Usae of backing gas (GTAW, PAW, GMAW)
| ranater mode (spray, globular, ar puige to ahorl circult-GMAW) -
GTAW current type and polarity (AC, DCEFP, DCEN)

RESULTS
Satisfactory
B Longitudinal bends [QW-462.3(b)) 1 Side bends (QW-462.2)
O Pipe bend speciimen, corosion-resistant weld metal overlay [QW-462.5(¢))

[J Plate bend spaciman, corroglon-resislance wald metal overlay [QW-462.5(d))
[ Pipe specimaen, macra tast for fuslon [QW-46G2 5(b))

Visual Examination of Completed Wald (QW-302.4)
L Transverse face and rool bends [QW-462.3(n))

O Plate speciman, macro fest for fusion [QW-462.6(e)]
Type Result Type Reasull Type Rasult
—eea}——__ Blank —
Altarnative Volumetric examination reaults (QW-191) ___Acceptad RTHE or UT [ (check ane)
Fillet weld - fractura test (QW-181 2) Langth and parcant of defects
[l Fillet welds in plate [ QW-462. 4 (b)) [ Fillet welds n pipe | QW-462 4(c))| S
Macro examination (QW-184) Fillet size (in,) - %

Conecavity/convexity (in.)

Other leats
Elor specimens evaluated by

Eku Sujadimono (RT Level 1)

Company 1 TIIAN LA (Report No 004 TLA/RT -HEVAI/204)

Machanical lests conducted by
Welding supervisad by

Luboratory test no,

Variesy Husain

Wa carlify that the statements in this record are corract and that the 18l coupons were prepared, wcld&j. a chuls
requireaments of Section IX of the ASME BOILER AND PRESSURE VESSEL CODE

AR TETET Qrrganizatogn  PT. Hanazono Engineering Indonesis

S i) R
Pre ‘X{FH‘}_\M"\“&!‘S._, ~_Date: March 01,016
Gy A ntesy

P
: ,” / ) Inspecy

Date ‘,‘/I‘R an 7€
f ! - ——
s l JE=

— Approved By . o o (v

[4

Yiwel 0. 294

Dale
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9. Attachment-9 Welder Performance Qualification Record Koswara/KW-2412

/D PT. HANAZONO Engineering Indonesia
(J-r (_1 W are always partree with? your

WELDER PERFORMANCE QUALIFICATIONS RECORD

Welder's name KOSWARA Idanufication no KW-2412 Centificate no HEIWPQRIQCI24121/20/09
Tost Description

identification of WPS followed  00A/HEIANWPS/MICAS26 = Test coupon O Production weld Dote weided December 30, 2025

Specdification and / grade or UNS Number of base metal(s) 5A-38 Thickness 18 mm

Testing Conditions and Qualification Limits

Welding Variables (QW-350) Actusl Values Range Qualified
Weiding process (es) SMAW SMAW
Type (e manual semi-automatic) usod Manual Manusl
Backing (with/without) Withou With/withaut
B Plate O Pipe (antar damaetor If pipe or tube) t 18 mm 38 mm
Base matal P-Number to P-Number 1101 1=15F 34 41-49
Flller metal or olectrode specification(s) (SFA) (info only) 51
Filler metsl or electrode classification(s) {Info onty) E 7018-1H4R
Filler metal F-Number(s) 4

4.3.2.1 wan backing

Consumable nsart (GTAW or PAW) =
Filler Metal Product Form (QW.-404 23) (GTAW or FAW)
Depasit thickness for @ach process

Process 1 SMAW 3 layers minimum W yes[) No 1 A8mm 1 I6mun
Process 2 - 3 layars minimum 0 yes O No .

G Frv. “F.2
Position(s) 3G i .24

T 20D < 24" Filat F H.V

Vertical progression (uphitl or downhill)
Type of fuel gas (OFW) v
Use of backing gas (GTAW. PAW, GMAW)

Transfer mode (spray, globular, or pulse 1o short circuit-GMAW) -

GTAW current type and polarity (AC, DCEP, DCEN) - -

RESULTS
Visual Examination of Completed Weld (QW-302.4) Satisfactory
0 Transverse fasce and root bends [QW-482 3(s)) 2 Longaudinal bends (QW-462 3(b)) O Sige bends (QW-482.2)

[ Pipe bend specimen. corrasion-resistant woki metal overiay [QW-462 5(c))
O Piate bend specimen. cotrosion-resistance weld metal overlay [QW-462.5(d))

[ Pipe spacimean, Macro test for fusion [OW-462.5(b)] O Plate specimen, macro test for fusion [QW-462 S(e)
Type Result Type l Result Type Resun
Blank
Alemative Volumetric examination results (QW-181) Accepted RTE or UT O (check one)
Flllet weld - fracture test (QW-181.2) - Length and percent of defects
O Fibet welds in plate | QW-482 4(b)] CJ Fillet welds In pipe | QW-482 4(c))
Macro axamination (QW-184) - Flllet size (In)) - x = Congavity/convexity (in) =
Other 1esls -
[ 00T .
@or specmens evaluated by EXO SUDJATMONO (RT Level |1) Company EE AN ‘w.mz.;oxm - e

Mechanical tests conducted by -
Welding supervised by Variesy Husain
We cerdify that the statements in this record are correct and that (he 1681 CoOUPanNs were preparn
requirermnents of Section (X of the ASME BOILER AND PRESSURE VESSEL CODE
Organization PT. Hanazono Engineering Indonesia

Preparod By Date  January 03, 2026

_Date - January 03, 2026

/,J"

f Date - January 03, 2026 NIP. 19830916 201001 1 008
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10. Attachment-10 Welder Performance QualificationRecord Rahmatulloh/RM-2601

7 PT. HANAZONO Engineering Indonesia
Wier awvrer a/ways panrtner with you

WELDER PERFORMANCE QUALIFICATIONS RECORD

Welder's name RAHMATULLAH Identificaton no RM-2601 Certificate no HEIVWPQR/QC/2601/26/010
Test Description

identification of WPS followed  004/HEIWPS/MIGAS/26 W Test coupon [ Production weld Date welded April 08, 2026

Specification and / grade or UNS Number of base metal(s) SA.386 Thickness 12 and 18 mm

Testing Conditions and Qualification Limits

Walding Variables (QW.-350) Actual Values Range Qualified
Weiding process (es) SMAW SMAW
Type (L.e. manual semi-aulomatc) used Marnual Manual
Backing (withiwithout) Without Withfwdthout
B Plats O Pipe (enter diameter if pipe or tube) t 12 mm L 24 mmit38 mm
Base metal P-Number to P-Number 1101 | 1-15F 34 41-a8
Filler metal or electrode specification(s) (SFA) (info anly) 51
Fillar matal or electrode classification{s) (Info only) E 7018-1H4R
Flller metal F-Number(s) 4 4.3.2,1 with backing

Consumable inssart (GTAW or FAW) ®
Fillar Metal Product Form (QW-404.23) (GTAW or PAW) =
Deposit thickness for each prooess

Procass 1 SMAW 3 layers minimum m yes 0 No £ 12 mmai 18mm L 24 mmA3Smm
Process 2 - 3 layers minimum O yes [0 No -

GroveFHV OCO>24"F 2
Fositon(s) 2G1G lim' <0D<24" Fller FHV

Vertical progress:on (uphill or downhill) - -
Type of fusl gas (OFW) -
Use of backing gas (GTAW. PAW, GMAW) -
Transter mode (spray, globulér, or pulse to shon circuit-GMAW) - -
GTAW current type and polarity (AC. DCEP, DCEN) ® -

RESULTS
Visual Examination of Compieted Weild (QW-302 4) Satisfactory
O Transverse face and root bends [QW-462 3(a)) O Longitudinal bends [QW-462 3(b)) 0O Side bends (QW-462 2)

1 Pipe bend specimen, corrosion-resiatant weld metal overiay [OW-462 5(c))
I Plate bend specimen, corrosion-resistance weld metal overiay [QW-462 S(d)]

O Pipe specimen, macro iast for fusion [QW-452 5(b)] O Piate specimen, macro test for fusion (QW-262 5{(e)]
Type Result Type I Result Type Result
Blank
|
Alternative Volumetric axamination results (QW-181) Accopted ARTE or UT O (check one)
Fillot wald - fracture test (QW-1812) - Langth and percent of defects
O Filiet welds in plate { QW-482 4(b)] O Fillet weids in pipe | QW-462 4(c)|
Macro examination (QW-184) - Fillet size (in.) - x - Cancavity/convexity (in )
Other tests
Gertor specimens evaluated by Sugeng (RT Lavel i) Gotmpuiny,. T SRTRO LM er tin SESRTTIRAG
Mechanical tests conducted by - Laboratory tast no
Welding supervised by Vanesy Husein

We oartify that the statements in this recard are cormact and that the test coupons were prepared
requirements of Section 1X of the ASME BOILER AND PRESSURE VESSEL CODE “:)" .
Organization PT. Hanazono Engineering indonesia Q

/
w
Fropared By ,‘!:L/ Date - Aprit 12 2026 |
¥ ool \

Inspected By Date - April 12, 2026

Approved By andi Date - April 12, 2026
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11. Attachment-11 Welder Performance Qualification Record Hidayatulloh/RM-2602.

j FT. HANAZONO Engineering Indonesia
Wer are always partner with you

WELDER PERFORMANCE QUALIFICATIONS RECORD

Welder's name HIDAYATTULLOH Identification no RM-2602 Certificate no HEI/WPQR/QCI2602/26/11
Test Description

Identification of WPS followed O004/MHEINWPS/MIGAS26 W Tes! coupon O Production weld Date welged Apnl 09, 2026

Specification and / grade or UNS Number of base metai(s) SA-368 Thickness 12 and 18 mm

Testing Conditions and Qualification Limits

Woelding Variables (QW-350) Actual Values Range Qualified
Welding process (es) SMAW SMAW
Type (. ;manual semi-automatic) used Manuas Manual
Backing (with/without) Without WithAwithout
B Plate O Pipe (enter diametar if pipe or tube) 12 mm t: 24 mmit-36 mm
Buse metal P-Number o P-Number 1101 | 1-156F 34 41-40
Flller matal or electrode spacification(s) (S8FA) (info only) 6.1
Filler metal or slectrode clessification(s) (info only) E 7018-1HaR
Filler metal F-Number(s) “ 4.3 .2 1 with backing

Consumanie insern (G TAW or PAYY) -
Filer Metal Product Form (QW-404 23) (GTAW or PAW) -
Deposit thickness for each process

Process 1 SMAW 3 layers minimum W yesl No t 12 rmmdA 18mm 1. 24 mmA38mm

Process 2 ~ 3 layers minkmism 0O yes O No - -
Grove F HV OO0 » 26" F. 2

Position(s) 263G [ 70 < 0D < 24" Fillat £ H V

Vertical progression (uphill or downhill) - -
Type of fuel gas (OFW) - -
Usie of backing gas (GTAW, PAW, GMAW) - =
Transfer mode (spray, globular, or pulse to short circuit-GMAW) -

GTAW current type and polarity (AC, DCEP, DCEN)

RESULTS
Visual Examination of Completed Weid (QW-302.4) Satistactory
O Transverse face and root bends [QW-4862 .3(a)) 0 Longitudiral bends [QW-462 3(b)] O Side bends (QW-462.2)

[0 Pipe bend specimen, corrosion-resistant weld metal overlay (QW-482 5(c)]
O Piste bend spacimen, corrosion-resistance wald metal overlay [QW-462.5(d)]

O Pipe specimen. macro tes! for fusion [QW-462 5(b)) LI Plate speciman, macro test for fusion [QW-482 5(e)
Type Reasult Type I Result Type Result
Blank
Alternative Volumetric examination results (QW-181) Accopted RTE or UT O (check one)
Fillat weld - fracture tost (QW-181.2) - Length and percant of defects -
O Fillet waida in plate [ QW-462 4(b)] O Fillet welds in pipe [ QW-462 4(c))
Macro examination (QW-184) - Fillet size (in ) - x - Concavity/convexity {in ) -
Othar tests -
PT KOSTEC | M (Report No KIM-NT HE)4.2026
@or spacimens ovaluated by Sugeng (RT Level I1) Compary " 0ON004)

Mechanical tests conducted by Laboratory tes -

Waelding supervised by Varesy Husain
We certify that the siatemants In this record are cormect and that the fest cCoupons wene pra
requirements of Section 1X of the ASME BOILER AND PRESSURE VESSEL CODE

Organization PT. Ha Enginesring Indonesin
Prepared By - Date © April 12, 202&&
' Inspected By tY o Date - Aprid 12, 2026

Approved By andi Date © Aprl 12, 2026
P i |
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12. Attachment-12 Welder Performance Qualification Record Arifan/AF-1307

) PT. HANAZONGC Engineering Indonesia
Wer are always partriee with you

WELDER PERFORMANCE QUALIFICATIONS RECORD

Waelder's name ARIFAN Identification no. AF-1307 Certificate no HEVWPQRI/QC/1307/26/12
Tesat Description

Identification of WPS followed  Q04/HEIWPS/IMIGAS/26 m Test coupon L) Production weld Date welded April 09, 2026
Specification and / grade or UNS Number of base matal(s) 8A-36 Thickness 12 and 18 mm

Testing Conditions and Qualification Limits

Waealiding Varlables (QW-350) Actual Values Range Qualified
Waelding process (es) SMAW SMAW
Type (Ie. ,manualsami-automatic) used Manual Manual
Backing (with/without) Without With/without
B Plate O Pipe (enter diameter if pipe or tube) t: 12 mm t 24 mm
Base metal P-Number to P-Number 1to1 1~156F 34, 41~49
Fillar metal or alectrode specification(s) (SFA) (Info only) 5.1
Fillar metal or electrode classification(s) (info only) E 7018-1HAR
Filler metal F-Number(s) 4 4,3,2,1 with backing

Consumable insert (GTAW or PAW) -
Filler Metal Product Form (QW-404.23) (GTAW ar PAW) - =
Deposit thickness for each process

Process 1. SMAW 3 layers minimum m yes [ No £ 12 mm/A 18mm t: 24 mm/t:36mm
Process 2 . 3 layers minimum [ yes 1 No . -
Position(s) 26/3G Grove F HV OD » 24" F 2

7/8" < 0D = 24" Fillat: F H.V
Vertical progresalon (uphill or downhill) . -

Type of fuel gas (OFW) - -

Use of backing gas (GTAW, PAW, GMAW) -

Transfer made (spray, globular, or pulse to short circult-GMAW) - -

GTAW current type and polarity (AC, DCEP, DCEN) -

RESULTS
Visual Examination of Completed Weld (QW-302 .4) Satisfactory
O Transverse face and root bends [QW-462.3(a)) 0 Longitudinal bands [QW-462.3(b)) [ Side bands (QW-462 2)

[ Pipe bend specimen, corrosion-resistant weld metal overlay [QW-462 5(c))
1 Plate bend specimen, corrosion-resistance weld metal overlay [QW-462.5(d)]

[ Pipe specimen, macro test for fusion [QW-462 5(b)) O Plate spacimen, macro test for fusion [QW-462 §(e)]
Type Result Type Result Type Result
Blank
|
Alternative Volumetric examination results (QW-181) Accopted RTHE or UT [0 (check onae)
Fillet weld - fracture test (QW-181.2) . Length and percent of defects
[ Fillet welds in plate [ QW-462.4(b))] [ Fillet welds In pipe [ QW-462.4(c)]
Macro examination (QW-184) - Fillet size (In) - x - Concavity/convexity (In)
Other tests -
CFTlmy or specimens ovaluatod by Sugeng (RT Level 1) Cormpapy PTOBTECLM, (Ranort Mo, MM ATHELY-200e:

Mechanical tests conducted by - Laboratory test no -
Welding supervised by Variesy Husein

Woe caertify that the statemeants in this record are correct and that the test coupons were prepa
requirements of Section IX of the ASME BOILER AND PRESSURE VESSEL CODE.
Organization PT_Hanazono Engineering Indonesia

e In accordance with the
(=)

Prepared By BXn; h ~Date : April 12, 20ﬂ

Inspected By V Date : April 12, 202\\

Approved By di Date : April 12, 2026

—
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13. Attachment-13 Welder Performance Qualification Record Sudarmono/SD-2606.

/] ) PT. HANAZONO Engineering Indonesia
Wer are always partrer with you

WELDER PERFORMANCE QUALIFICATIONS RECORD

Welder's name SUDARMONO Identification no. SD-2606 Certificate no HEVWPQRI/QC/2606/26/13
Test Description
Identification of WPS followed O04/HEI/WPS/MIGAS/26 ®m Tast coupon [ Production weld Date welded April 11, 2026

Specification and / grade or UNS Number of base metal(s) SA-36 Thickness 12 and 18 mm
s
Woelding Variables (QW-350) Actual Values Range Qualified

Waelding process (es) SMAW SMAW
Type (i.e. manual semi-automatic) used Manual Manual
Backing (with/without) Without With/without
B Piate O Pipe (enter diameter If pipe or tube) t 12 mm t: 24 mm/t:36 mm
Base meatal P-Number to P-Number 1to1 1~15F 34 41~49
Filler metal or electrode specification(s) (SFA) (info only) 8.1
Filler metal or electrode classification(s) (Info only) E 7018-1H4R
Flller metal F-Number(s) 4 4.3,2,1 with backing

Consumable Insert (GTAW or PAW) - -
Filler Metal Product Form (QW-404.23) (GTAW or PAW) - -
Deposit thickness for each process

Process 1: SMAW 3 layers minimum m vesO No t 12 mm#i 18mm t: 24 mm/t:3Bmm
Process 2 : - 3 layers minimum ] yes 0 No -

FHV, O =24"F
Position(s) 2G/AG SEVEPHVON: OD» 24

27/8" < 0D = 24" Flllet: ALL
Vertical progression (uphill or doewnhill) - -
Type of fuel gas (OFW) - -
Use of backing gas (GTAW, PAW, GMAW) -
Transfer mode (spray, globular, or pulse to short circuit-GMAW) - n
GTAW current type and polarity (AC, DCEP, DCEN) - =

RESULTS
Visual Examination of Completed Weld (QW-302 4) Satisfactory
O Transverse face and root bends [QW-462.3(a)] £ Longitudinal bends [QW-462.3(b)] [ Side bends (QAW-462.2)

£ Pipe band specimen, corrosion-resistant weld metal overlay [QW-462.5(¢))
[ Plate bend specimen, corrosion-resistance weld metal overlay (QW-462.5(d)]

O Pipe spaecimen, macro test for fusion [QW-462.5(b)] 0 Plate specimen, macro test for fusion [QW-462 5(e)]
Type Result Type I Result Type Result
Blank P —
| |
Altarnative Volumetric examination results (QW-191) Accepted RTHE or UT [0 (check one)
Fillet weld - fracture test (QW-181.2) - Length and percent of defects -
O Fillet welds in plate [ QW-462.4(b)] O Fillet welds in pipe [ QW-462 4(c)]
Macro examination (QW-184) - Fillet size (in.) - x Congcavity/convexity (in.) -
Other tests -
@or specimens evaluated by Sugeng (RT Level II) Company 1 KOSTECIM ("':,",“3';0'::) FIRT-HSL4020
Mechanical teste conductad by . Laboratory test no. — _ -
Waelding supervised by Variesy Husein s AN TAH T
Wae certify that the statemente in this record are correct and that the test coupons were prepatéd,’ 4
requirements of Section IX of the ASME BOILER AND PRESSURE VESSEL CODE. '/

Organization PT. Hanazono Engineering Indonesia [ [ A

Prepared By a\gﬂ-ﬁ—— Date : April 16, 2026 \\G

Inspected By Y Date . April 16, 2026

Approved By’ R i Date : April 16, 2026
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14. Attachment-14 Welder Performance Qualification Record Sudarmono/SD-260

/)

y :f ? PT. HANAZONOC Engineering Indonesia

We are always partner with you

WELDER PERFORMANCE QUALIFICATIONS RECORD

Welder's name

Identification of WPS followed HEI-WPS-AWS-FC-01

®m Test coupon O Production weld

SUDARMONO Identification no SD-2606 Cartificate no HEUWPQR/QC/2606/26/13A
Test Description

Date welded June 17, 2026

Specification and / grade or UNS Number of base metal(s) SA-36 Thickness 12 and 12 mm
s
Waelding Variables (QW-360) Actual Valuos Range Qualified
Welding process (es) FCAW FCAW
Type (i.e.;manual,semi-automatic) used Manual Manual
Backing (with/without) Without With/without
B Plate O Pipe (enter diameter if pipe or tube) 112 mm t 24 mmA:24 mm
Base metal P-Number to P-Number 1to1 1~15F,34,41~49
Filler metal or alectrode specification(s) (SFA) (info only) 51
Filler metal or electrode classification(s) (info only) ER 71-T1
Filler metal F-Number(s) 4 4,3,2,1 with backing
Consumable insart (GTAW or FAW) -
Flller Matal Product Form (QW-404.23) (GTAW or FAW) - -
Deposit thickness for each process
Frocess 1 SMAW 3 layers minimum m yesO No t: 12 mm/t :12mm I 24 mmA:24mm
Procaess 2 - - 3layers minimum 1 yes [0 No - -
< Qrove F.HV: 0D >24"F: 2
Position(s) 2G/36 7/8" < OD < 24" Fillet. F.H.V
Vertical progression (uphill or downhill) - -
Type of fuel gas (OFW) = -
Use of backing gas (GTAW, PAW, GMAW) - -
Transfer mode (spray, globular, or pulse to short circuit-GMAW) = i
GTAW current type and polarity (AC, DCEP, DCEN) -
RESULTS
Visual Examination of Completed Weld (QW-302.4) Satisfactory

) Transverse face and root bends [QW-462.3(a)]

O Longitudinal bends [QW-462.3(b)]

O Side bends (QW-462.2)

[ Pipe bend specimen, corrosion-resistant weld metal overlay (QW-462 5(c)]
) Plate bend specimen, corrosion-resistance weld matal overlay [QW-462.5(d)]

[ Pipe specimen, macro test for fusion [QW-462 6(b))

0 Plate specimen, macro test for fusion [QW-462.5(e)]

Type Result Type

Result Type Result

Blank

|

Alternative Volumeltric examination results (QW-191)
Fillet weld - fracture test (QW-181.2) -

Accepted

[ Fillet welds In plate [ QW-462.4(b))]
Macro examination (QW-184) Flllet size (in.) -

RTHE or UT O (check one)
Length and percent of defecte -
[ Fillet welds in pipe [ QW-462 4(c)]
x - Concavity/convexity (in.)

Other tests -

@or specimens evaluated by SINARHAN (RT Leval Il)

PT ACM. (Report Ne. ACM-RT-WQT-HELCPM-VI.

Company 2026.002)

Meachanical tests conducted by -

Laboratory lest no.

Woelding supervised by Andhika

We certify that the stataments in this record are correct and that the test coupons were prepap
requirements of Section IX of the ASME BOJILER AND PRESSURE VESSEL CODE
Engineering Indonesia

Organization PT. Han

TN

Prepared By .

Date : June 22, 2026\\

Inspected By Al

Date .

June 22,2026

Approved B andi

Date

June 22, 2026

7
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15 Attachment-15 Welder Performance Qualification Record Agus Priyanto/AP-2607

) PT. HANAZONO Engineering Indonesia
We are always partrner with you

WELDER PERFORMANCE QUALIFICATIONS RECORD

Waelder's name AGUS PRIYANTO Identification no AP-2607 Certificate no HEVWPQR/QC/2607/26/14
Test Description
Identification of WPS followed  004/HEI/WPS/MIGAS/26 m Tast coupon O Production weld Date welded April 11, 2026

Specification and / grade or UNS Number of base metal(s) SA-26 Thickness 12 and 18 mm
s
Welding Variables (QW-350) Actual Values Range Qualified

Welding process (es) SMAW SMAW
Type (i.e.;manual seami-automatic) used Manual Manual
Backing (with/without) Without With/without
B Plate [ Pipe (enter diameter if pipe or tube) t12mm t: 24 mm/t:36 mm
Base metal P-Number to P-Number 1t01 1~15F 34,41~49
Filler metal or electrode specification(s) (8FA) (Info only) 51
Flller metal or electrode classification(s) (info only) E 7018-1H4R
Flller metal F-Number(s) a 4.3,2,1 with backing

Consumable insart (GTAW or PAW) - -
Filler Metal Product Form (QW-404.23) (GTAW or PAW) -
Deposit thickness for each process

Process 1 SMAW 3 layers minimum m yes [ No t 12 mmit 1Bmm 1 24 mm/t36mm
Process 2 ! . 3 layers minimum O yes [0 No -
Position(s) IG/4G Grave:F .M, V.OH ' OD = 24" F

2 7/8" = OD = 24" Fillet: ALL
Vertical progression (uphill or downhill) » -

Type of fuel gas (OFW) -

Uee of backing gas (GTAW, PAW, GMAW) -

Tranefer mode (spray, globular. or pulse to short circuit-GMAW) N

GTAW current type and polarity (AC, DCEP, DCEN) - -

RESULTS
Visual Examination of Completed Waeld (QW-302.4) Satisfactory
O Transverse face and root bands [QW-462 3(a)] [ Longitudinal bends [QW-462.3(b)) O Side bends (QW-462.2)

[ Pipe bend specimen, corrosion-resistant weld metal overlay [QW-462.6(c))
[ Plate bend specimen, corrosion-resistance weld metal overlay [QW-462.5(d)]

O Plpe specimen, macro test for fusion [QW-462.5(b)] ) Plate specimen, macro test for fusion [QW-462.5(e)]
Type Result Type | Result Type Result
Blank
Allernative Volumetric examination results (QW-191) Accapted RTHE or UT O (check one)
Flllet weld - fracture test (QW-181.2) - Length and percent of defects
O Fillet welds in plate [ QW-462 4(b)] [ Fillet welds in pipe [ QW-462.4(c)]
Macro examination (QW-184) - Fillet size (in) . X - Concavity/convexity (in.) -
Other lests -
@or spocimens evaluated by  Sugeng (RT Level |1) Company 1 NOSTECIM ‘R',;‘:;o',‘:)“'M'“'"HEMJ"O’D'
Mechanical tests conducted by - Laboratory test no. -
Waelding supervised by Variesy Husein

Wa cartify that the statements in this record are correct and that the test coupons were prepared, y
requirements of Saction |X of the ASME BOILER AND PRESSURE VESSEL CODE,
———— Organization PT. Hanazono Engineering Indonesia

Prepared By . Date : April 16, 2026

Inspected By Date : April 16, 2026

Approved By

7

Date . April 16, 2026 0
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16 Attachment-16 Welder Performance Qualification Record Agus Priyanto/AP-2607

/P PY. HANAZONO Engineering Indonesia
1) we are anwvays partner with you

WELDER PERFORMANCE QUALIFICATIONS RECORD

Welder's name AGUS PRIYANTO ldentification no. AP-2607 Certificate no. HEUWPQR/IQC/2607/26/14A
Test Description
Identification of WPS followed HEI-WPS-AWS-FC-01 m Tast coupon [ Production weld Date welded June 17, 2026
Speacification and / grade or UNS Number of base metal(s) SA.36 Thicknass 12 and 12 mm
Waelding Variables (QW-350) Actual Values Range Qualified
Welding process (es) FCAW FCAW
Type (l.e. . manual semi-automatic) usad Manual Manual
Backing (with/without) Without With/without
W Plate [ Plpe (enter diameter if pipe or tube) t: 12 mm t: 24 mm/t:24 mm
Base metal P-Number to P-Number 101 1-15F 34 41-49
Filler metal or electrode specification(s) (SFA) (info anly) 5.1
Filler metal or olectrode classification(s) (info only) ER 71-T1
Filler metal F-Number(s) 4 4,3,2,1 with backing

Consumable insert (GTAW or PAW) - x
Filler Metal Product Form (QW-404.23) (GTAW or PAW) - =
Deaposit thickness for each process

Process 1 SMAW 3 layers minimum m yes [0 No L 12 mmA 12mm t: 24 mm/t:36mm
Process 2 . - 3layers minimum 0 yes (1 No - -
Position(s) 2G/3G SrovaiF )V | QI = 240t 2

7/8" < 0D < 24" Flllet: F H.V
Vertical progression (uphill or downhill) - -
Type of fuel gas (OFW) - -
Use of backing gas (GTAW, PAW, GMAW) - -
Transfer mode (spray, globular, or pulse to short circuit-GMAW) - -
GTAW current type and polarity (AC, DCER, DCEN) - $

RESULTS
Visual Examination of Completed Weld (QW-302 4) Satisfactory
[ Transverse face and root bends [QW-462 . 3(a)) O Longitudinal bands [QW-462.3(b))] 0O Side bends (QW-462.2)

1 Pipe band speciman, corrosion-resistant wald maetal ovariay [(QW-462 5(a)]
[ Plate bend spacimen, corrosion-resistance weld metal overiay [QW-462.5(d))

) Pipe speciman. macro test for fusion (QW.462.5(b)) 1 Plate specimen, macro test for fusion [QW-462 5(e)]
Type Result Type l Result Type Result
Blank
|
Alternative Volumetric examination results (QW-191) Acceptod RTHE or UT O (check one)
Fillet weld - fracture tast (QW-181.2) - Length and percent of defects -
[ Fillet welds in plate [ QW-462 4(b)] CJ Fillet welds In pipe [ QW-462 4(c)]
Macro examination (QW-184) - Fillet size (in.) - x - Conocavity/convexity (in.) -
Other lasts -
@ov specimens evaluated by SINARHAN (RT Leval I1) Company 7 AGM (Reped N:;o;:gvhgg;:'.qu-ueucwu-m-
Mechanical tests conducted by - Laboratory test no.
Welding suparvised by Andhika —

We certify that the statements In this record are correct and that the test coupons ware prepar
requirements of Section IX of the ASME BOILER AND PRESSURE VESSEL CODE.
Organization PT, Hanazono Engineering Indonesia

¥
Prapared By @ Be Date  June 22, 2026 \\ @

Inspected By And Date : June 22, 2026

Approved By nandi Date : June 22, 2026
7
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17.Attachment-17 Welder Performance Qualification Record Jepriyan/JF-2606

/oD PT. HANAZONO Engineering Indonesia
) We are always partnec with youw

WELDER PERFORMANCE QUALIFICATIONS RECORD

Welder's name JEFRYAN Identification no JF-2608 Certificate no. HEVWPQR/QC/2608/26/15
Test Description

Identification of WFS followed O004/HEIVWPS/MIGAS/26 = Test coupon [l Production weld Date welded April 10, 2026
Specification and / grade or UNS Number of base metai(s) SA-36

Thickness 12 and 18 mm

Testing Conditions and Qualification Limits

Wolding Varlables (QW-350) Actual Values Range Qualified
Welding process (as) SMAW SMAW
Type (i.e. manual semi-automatic) used Manual Manual
Backing (with/without) Without With/without
B Plate 1 Plpe (enter diameter If pipe or tube) t 12 mm t: 24 mm/t: 368 mm
Base metal P-Number to P-Number 1to1 1~15F 34 41~49
Fillar metal or electrode specification(s) (SFA) (info only) 5.1
Filler metal or electrode classification(s) (Info only) E 7018-1H4AR
Filler metal F-Number(s) A 4,3,2,1 with backing

Consumable Insert (GTAW or PAW)
Fillar Meatal Product Form (QW-404.23) (GTAW or PAW) -
Deposit thickness for each process

Process 1: SMAW 23 layers minimum | yes [ No t 12 mm/it :18mm t: 24 mm/t36mm
Frocess 2 : - 3 layers minimum O yes O No - -

FH 24" F. 2
Position(s) 26/3G ol o

/8" < OD < 24" Fillat: F.H V
Vertical progression (uphill ar downhill) - -

Type of fual gas (OFW) - -
Use of backing gas (GTAW, PAW, GMAW) - -
Transfer mode (spray, globular, or pulse to short circuit-GMAW) - -
GTAW current type and polarity (AC, DCEP, DCEN) - -

RESULTS
Visual Examination of Completed Waeld (QW-302 4) Satisfactory
) Transverse face and root bends [QW-462.3(a)] 2 Longitudinal bends [QW-462 3(b)) O Side bends (QW-462.2)

[l Pipe bend specimen, corrosion-resistant weld metal overlay [QW-462.5(c)]
[ Plate bend specimen, corrosion-resistance weld metal overlay [QW-462.5(d)]

[ Plpe specimen, macro test for fusion (QW-462.5(b)) 1 Plate specimen, macro test for fusion [QW-462.5(e)
Type Result Type I Result Type Result
Blank
Alternative Volumetric examination results (QW-181) Acceptod RTHE or UT [J (check one)
Fillet weld - fracture test (QW-181.2) - Length and percent of defects -
) Fillet welds In plate [ QW-462.4(b)] [ Fillet welds in pipe [ QW-462.4(c)]

Macro examination (QW-184) - Fillet size (in.) - x - Concavity/convexity (in.)

Other tests -

@or specimens evaluated by Sugeng (RT Level I1) Company T KOSTECIM (Rm?,':n'::, ISR G

Mechanical tests conducted by . Laboratory test no. -

Waelding supervised by Variasy Husein

We certify that the statements in this record are correct and that the lest coupons ware prapari
requirements of Section 1X of the ASME BOILER AND PRESSURE VESSEL CODE.

Orgar tion PT. M Enginearing Indonesia

Prepared By Date - April 16, 2026
Inspected By sty— > Date | April 16, 2026
Approved Byl Ru | Date : April 16, 2026

NIP. 9830916 201001 1 0*




AMA
COME | POBOYA 2000 TPD EXPANSION (GP

ENGINEERS PROJECT PM

M Ge Fah Wi

(CPM Work No.)

14898 Project Document. No.: E2502-000-PRC-006 Revision No. : C
Vendor W .
(ven (Erzsoozrk No.) Purchase Order No. : 11580 Page 25 of 105

18. Attachment-18 Welder Performance Qualification Record Nirmanudin/NR-2610

j FPT. HANAZONO Engineering Indonesia
“y : Wes are alweays partries with you

WELDER PERFORMANCE QUALIFICATIONS RECORD

Waeldar's name NIRMANUDIN Idgentification no NR.2810 Certificate no HEVWPQRIQCI2810/26/1¢
Test Description

Identification of WPS followed OO0A/HEIWPS/MIGAS/26 = Test coupon O Production weld Date weided April 11, 2026

Specilication and / grace or UNS Number of base metal(s) SA-36 Thickness 18 mm

Testing Conditions and Qualification Limits

Welding Variables (QW-350) Actual Values Range Qualified
Waeiding process (es) SMAW SMAW
Type {i e manual semi-altomatic) used Manual Manual
Baaking (withiwithout) Without Withvwithout
B Plate O Pige (enter diameter if pipe or tube) 18 mm 38 mm
Base metal P-Number 1o P-Numbar Tl 1~15F 34 41-4%
Filler metal or electrode specification(s) (SFA) (Info anly) 51 =
Filler metal or elactrode classification(s) (info anly) E 7T018-1H4R
Filler metal F-Number(s) Bl 4.3.2 1 with backing

Consumable insert (GTAW or PAW) - -
Filler Metal Product Form (QW-404 23) (GTAW or FPAW) = =
Deposit thickness for each process

Process 1 SMAW 3 layers minimum W yes O No t - 18mm t36mm
Process 2 | . 3 layars minimum O yes O No - -

Grove F HV OD>24"F 2
/8" < OD = 24" Fibet F HV

Posltion(a) 3G

Vertical progression (uphidl or downinill) - -
Type of fuel gas (OFW) - -
Use of backing gas (GTAW, PAW. GMAW)

Transfer mode (spray, globular, or pulse to shon circull-GMAW) - -
GTAW current type and polarity (AC. DCEP. DCEN)

RESULTS
Visual Examination of Completed Weid (QW-302.4) Satisfactory
O Transverse face and root bends [QW-462 3(a)] O Longitudinal bends [QW-452 3(b)) O Side bends (QW-462.2)

0 Pipe bend specimen corrosion-resistant weld metal overtay [QW-462.5(c)]
O Plate bend specimen, corrosion-resistance weid metal overiay [QW-462.5(d)]

0 Pipe specimen, macro test for fusion [QW-462 5(b)] O Plate specimen. macro test for fusion [QW-462 5(e)]
Type Result Type [ Resull Type Result
Blank —
| |
Altlgmative Volumetric examination results (QW-181) Accepted RTHE or UT O (chack one)
Fillel weid - fracture test (QW-181.2) Length and percent of defects -
O Fillet welds In plate | QW-462 4(b)) [ Fillet woids in pipe [ QW.-462 4(c)]
Macro examination (QW-184) Fillet sizo () . b - Concavity/convexity (in ) -
Other tests -
Qor specimens evaluated by Sugeng (RT Level It) Compainy PT KOSTEG LM (Negont No. KIRR THEL4.2000.031
Mechanical lests conductad by Laboratory test no
Waeiding supervised by Variesy Husein —

Wa cortify that the statements in this record are correct and that the 18st COUPONSs were prepar
requiremants of Section IX of the ASME BOILER AND PRESSURE VESSEL CODE

Inspected 8y “ar P Date © April 16, 2026

Approved By ndi Cate - April 18, 2026
i
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19. Attachment-19 Welder Performance Qualification Record Syukur/SY-2611

7 PT. HANAZONO Englneering Indonesia
W Brer aiway's peteries withr yos

WELDER PERFORMANCE QUALIFICATIONS RECORD

Welder's name SYUKUR ldentification no SY.28611 Certificate no HEVWPQR/QC/I2611/28/17
Test Description

Igantification of WPS followed O04/HEIWPSMIGAS/26 ® Test coupon O Production weld Date welded June 17, 2026

Specification and / grage or UNS Numbar of basa metal(s) SA-30 Thecknaess 12 and 12 mm

Teating Conditions and Qualification Limits

Welding Variables (QW-350) Actual Values Range Qualified
Weiding process (es) SMAW SMAW
Type (La . manuasl semi-automatic) used Manual Manuai
Backing (with/without) Without WithAwithout
B Piste C1 Pipa (antar diamaeter If pipe or tuba) t 12 mm L 24 mm
Base melal P-Numbear 10 P-Number 1101 1=~15F 34 41-48
Fller metal or slectrods spacification(s) (SFA) (Info only) 51
Flller matal or alectrode classification(s) (info only) £ TO18-1HaR
Flller metal F-Number(s) B 4,321 with backing
Consumable insan (GTAW or PAW) SMAW -

Filler Metal Product Form (QW-404.23) (GTAW or PAW)
Deposit thickneas for sach process

Process 1 SMAW 1 layers minimum W yes[J No t 12 mm/i 21 2mm t 24 mma:24mm
Process 2 - 3 layers minimum 0O yes O No -

e -J4"F
Position(s) 263G Grove F MV OD = 24 2

7/8" < 0D < 24" Fillet ' 1.V

Venical progression (uphil or gownhill) -
Type of fuel gas (OFW) - -
Use of backing gas (GTAW, PAW, GMAW) - -
Transfer mode (spray, globalar, or pulse to short circuit-GMAW) -
GTAW currant type and polarity (AC, DCEP, DCEN) -

RESULTS
Visual Examination of Completed Weld (QW-302 4) Satiafactory
O Tranaverse face and oot bends (QW-462 3(a)) 0O Longitudinal bands [QW-462.3(b)] 0 Side bonas (QW 462 .2)

[ Pipe bend specimen, corrosion-resistant weld matal overiay [QW-462 5(c))
01 Pinte bend specimen, cotrosion-ressiance we'd metal overtay [QW-462.5(d))

O Pipe specimen, macro tes! for fusion (QW-462.5(b)] 0 Piste specGmen. mac:o test for fusion [QW-462 5(0)]
Type Result Type | Result Type Result
Blank
| .
Altlemative Volumetric examination results (QW-191) Accopted RTHE or UT O (check one)
Filet weid - fracture test (QW-181.2) - Length and percent of defects
O Fet weids in plate | QW.462 4(b))] O Finet welds in pipe [ QW-462 4(c))

Macro examination (QW-154) - Fiset size (In.) . x . Concavity'convexity (in ) -
Other tests .
Qor specimons evaluated by SINARMAN (RT Lavel II) Company PTG e Ana”;ﬁg;’-wor-nauc&‘uw.
Mechanical tests conducted by . Laboratory test no -
Weiding supervsed by Andhika

We cartify that the statements in this record are correct and thast 1he test coupons were prepa)
requirements of Saction IX of the ASME BOILER AND PRESSURE VESSEL CODE

Orgar ' P H Engineering indonesia %
Prepared By Date - June 22, 202‘(<Q
t—’ 7 inspacied By _ Date . June 22, 2026
. Approved By i Date - June 22, 2026
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20. Attachment-20 Welder Performance Qualification Record M. Yusuf/SY-2612

: :'/,j PT. HANAZONO Engineering Indonesia
1| We are 8/ways partnar with you

WELDER PERFORMANCE QUALIFICATIONS RECORD

Welder's name M. YUSUF Identification no 8Y-2612 Ceanificate no HEYWPQRIQC/2612/26/18
Test Description

identification of WPS followad  O0UHEI/MWPSMIGAS26 & Tes! coupon O Production weld Date welded June 17, 2026

Specification and / grade or UNS Number of base metal(s) SA-36 Thickness 12 mm

Testing Conditions and Qualification Limits

Woelding Variables (QW-350) Actual Valuns Range Qualified
Welding process (es) SMAW SMAW
Type (|8 manual semi-automatic) used Manual Manual
Backing (with/without) Without With/without
B Piste [ Pipe (enter diameter f pipe or tuba) L 12 mm t 24 mm
Base metal P-Number to P-Number 11 1~15F 34 41~48
Filer metal or electrode specification(s) (SFA) (info only) 51
Fiar motal or electrode classification(sa) (info only) E 7D18-1H4R
Filer metal F-Numbar{s) Bl 4.3.2 1 with backing
Conosumabic insert (GTAW or PAW) smvaw

Filler Metal Product Form (QW-404 23) (GTAW or PAW) -
Deposit thickness for aach process

Process 1:  SMAW 3 layers minimum W yes[J No t12mm t24mm
Process 2 . 3 layers minkmum O yes [J No . -

.‘ ~
Position(s) 1G GroveF HV OD»24°F 2

2/8" < OD < 24" Fillet F HV

Vertucal progression (uphitl or downhi) e .
Type of fuel gas (OFW) - +
Use of backing gas (GTAW, PAW, GMAW) -

Transfer mode (spray, globular, or pulse to short circult-GMAW) - -
GTAW current type and palarity (AC, DCEF, DCEN) - <

RESULTS
Vasual Examinaton of Completed Weld (QW-302 &) Satisfactory
O Transverse face and roo! bends (QW-482 3(a)) O Longitudinal bends [QW-462 3(b)) O Side bends (QW.-462.2)

01 Pipe bend specimen, corrosion-resistant weki metal overiay [QW-462.5(c))
O Plate bend specimen, corrosion-resistance weld motal overlay (QW-482 5(d)]

O Pipe specimen, macro test for fusion [QW-482 &(b)) O Plate specimen, macro test for fusion [QW-462 5(e)]
Type Result Type ] Resul Type Result
Blank
Allernative Volumatric examination results (QW-191) Accepted RTE or UT OO (check one)
Filiet wald - fracture test (QW-181.2) - Length and percant of defects
O Fillet walds in plata [ QW-462 4(D)) O Fiset weids In pipe [ QW-482 4(c)]

Macro examination (QW-184) - Flllet size (in.) - x - Concavity/convexity (in.) -
Other tests -
Qor specimens ovaluated by SINARHAN (RT Level I1) Company Pr-Ave.they »:;O:m‘rw':?rm i
Machanical tests conducied by - Laboratory tes

Welding supervised by Andhika
Wa certify that the ststements in this record are correct and that the 18sl coupons ware preg)
requirements of Section IX of the ASME BOILER AND PRESSURE VESSEL CODE

Orpanization PT. Ha Eng Q

o
Prepared By Date = June 22, 20?&\ <
Inspected 13 Date  June 22 2026

Approved By ndl Date June 22, 2026
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21.Attachment-21 Welder Performance Qualification Record Martin/MA-2613

7 PT. HANAZONO Engineering Indonesia
Wer are always partner with you

WELDER PERFORMANCE QUALIFICATIONS RECORD

Welder's name MARTIN Identification na MA-2613 Certificate no HEVWPQR/QC/2613/26/19
Test Description

Identification of WPS followed  DO4/HEIWPSIMIGAS/26 & Test coupon O Proguction weld Date welded June 17, 2028

Specification and / grade or UNS Number of basa metal(s) SA-38 Thickness 12 and 12 mm

Testing Conditions and Qualification Limits

Welding Variables (QW-350) Actual Valuas Range Qualified
Welding process (es) SMAW SMAW
Type (Lo, .manualsemi-automatic) used Manual Manual
Backing (with/without) Without With/without
B Plate O Pipe (enter diameter if pipe or tube) t 12 mm t 24 mm
Base metal P-Number 1o P-Number 1101 1-15F 34 41-4G
Filler matal or alactrode specification(s) (SFA) (Info only) 5.1
Filler metal or slactrode dassification(s) (info anly) E 7018-1HaR
Filler metal F-Number(s) < 4.3.2.1 with backing

Consumable insert (GTAW or PAW) SMAW
Fllar Matal Product Form (QW-404.23) (GTAW or PAW) -
Deposit thickness for each proceas

Process 1 SMAW 3 layers minimum W yes No t 12 mm/t S12mm t. 24 mmit:24mm
Process 2 : - 3 layers minimum O yes 3 No -

Position(s) 2GAG

GroveFHY OD=24"F 2
7R <0D <24"Fllat FHYV

Vartical progreasion (uphill or downhill) - .
Type of fusl gas (OFW) =

Use of backing gas (GTAW, PAW, GMAW) . <
Transfer mode (spray, giobular. or pulse to short arcut-GMAW) -

GTAW current type and polarity (AC. DCEP,. DCEN)

RESULTS
Visual Examination of Complated Weid (QW-302 .4) Satisfactory
0O Transverse face and root bands [QW.462 3(a)] O Longitudinal bends [OW-462 3(b)) 0 Sioe bands (QW-4562 2)

0O Pipe bend specimen, corrosion-resistant weld metal overlay [QW-462 5(c})
C Plate bend speciman, comosion-resistance weld metal overiay (QW-4562.5(ad))

O Pipe specimen, macro test for fusion [QW-462.5(b)] 0 Plate specimen, macro test for fusion [QW-462 5(e)]
Type Result Type I Result Type Result
Blank
|
Aramative Volumetric examination results (QW-181) Accepted RTE or UT [ (check ane)
Fillet weld - fracture test (QW-181.2) - Length and parcent of defects -
O Fillet welds In plate [ QW-462 4(b)) 0 Fillet welds in pipe [ QW.462 4(0)]
Macro examination (QW-184) Fillet size (in.) - x - Concavity/convaxity (in ) -
Other tests -
Qor specimens avaluated by  SINARHAN (RT Lavet 1) Company 7 AGM IR “;;;E:,;‘:AWY“ELCW‘M'
Mocharical tests conducted by - Laborstory test no -
Welding supervised by Andhika

We carlify that the statements in this récord sré comect and that the 1est CoOupons ware prapared,
requirements of Section 1X of the ASME BOILER AND PRESSURE VESSEL CODE
Qrganization PT. Hanazono Engineering Indonesis

‘-7 Prepared By Date - June 22, 2026

|| Inspected By Andhika, Date - June 22, 2026

Approved B ] Date : June 22, 2026 NIP. 19830916201001 1 048
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22. Attachment-22 Welder Performance Qualification Record Laode/LA-2614

. :/7 PT. HANAZONO Engineering Indonesia
We are always partner with you

WELDER PERFORMANCE QUALIFICATIONS RECORD

Welder's name LAODE Identification no. LA-2614 Certificate no. HE/WPQR/QC/2614/26/20
Test Description

Identification of WPS followed 004/HEI/WPS/MIGAS/26 ® Test coupon O Production weld Date wealded June 17, 2026
Specification and / grade or UNS Number of base metal(s) 5A-36 Thickness 12 mm

Testing Conditiona and Qualification Limits

Welding Variables (QW-350) Actual Values Range Qualified
Welding process (es) SMAW SMAW
Type (i.o manual semi-automatic) used Manual Marnual
Backing (with/without) Without With/without
W Plate [ Pipe (enter diameter if pipe or tube) t: 12 mm {24 mm
Base metal P-Number to P-Number 1101 1~15F 34 41~49
Filler metal or alectrode spacification(s) (SFA) (info anly) 5.1
Filler metal or electrode classification(s) (info only) E 7018-1H4R
Filler metal F-Number(s) 4 4,3,2.1 with backing
Consumable insert (GTAW or PAW) SMAW

Flller Matal Product Form (QW-404.23) (GTAW or PAW) - -
Deposit thickness for each process

Proceasa 1: SMAW 3 layers minimum W yes [ No t:12 mm t: 24 mm
Procens 2 : - 3 layers minimum O yes [0 No - .
Position(s) 3G Grove:F HV: 0D > 24" F: 2

70" = OD = 24" Fillet F HV
Vertical prograssion (uphill or downhiil) - -

Type of fuel gas (OFW) - -

Use of backing gas (GTAW, PAW, GMAW) -

Transfer mode (spray, globular, or pulse to short circult-GMAW)

GTAW current type and polarity (AC, DCEP, DCEN) - -

RESULTS
Visual Examination of Completed Weld (QW-302.4) Satisfactory
[ Transverse face and root bands [QW-462.3(a)) O Longitudinal bends [QVW-462.3(b)] [ Side bends (QW-462.2)

[ Pipe bend specimen, corrosion-resistant weld metal overlay [QW-462.5(c))
O Plate bend specimen, corrosion-resistance weld metal overlay [QW-462.5(d))]

O Pipe spacimen, macro test for fusion [QW-462.5(b)] £ Plate specimen, macro tast for fusion [QW-462 5(e)]
Type Result Type I Result Type Result
Blank
|
Alternative Volumetric examination results (QW-181) Acceoptoed RTE or UT 0 (check one)
Fillet weld - fracture tast (QW-181.2) - Length and percent of defects -
L1 Fillet welds in plate [ QW-462 4(b)] [ Fillet welds In plpe [ QW-462 4(c))
Macro examination (QW-184) - Fillet size (in.) . x - Conecavity/convexity (in.) -
Othar tests -
Geinror specimens evaluated by SINARHAN (RT Level I1) Gompiry T e ey T T HREOPMVY:
Mechanical tests conducted by . Laborato -
Walding supervised by Andhika Q\NTAHX\
We certify that the statements In this record are correct and that the test coupons were prep. v gk ac C cordance with tha
.

requlramanls of Seation IX of the ASME BOILER AND PRESSURE VESSEL CODE
Organization PT. Hanazono Engineering Indonesia o

Prepared By : &ﬁ@ Date - June 22, 2026&03
Inspected By ;Ajdhlku Date : June 22, 2026

Approved By . nd| Date : June 22, 2026 NIP. 1 9830916 201 001 1 00
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23. Attachment-23 Welder Performance Qualification Record Fernando/FR-2615

:/,i P PT. HANAZONO Engineering Indonesia

W e IwWways PRetnee withh yow

WELDER PERFORMANCE QUALIFICATIONS RECORD

Walder's name FERNANDO lgentfication no FR-2615 Certificate no HEVWPQR/QC/2015/20/21
Test Description

ldentification of WPS followed O04/MENWPSMIGASI26 ® Test coupon O Production woid Date welded June 17, 2026

Specification and / grade of UNS Number of base metal(s) SA-26 Thickness 12 and 12 mm

Testing Conditions and Qualification Limits

Welding Variabies (QW-250) Actual Values Range Qualified
Welding process (es) SMAW SMAW
Type (Lo ;manual semi-automatic) used Manual Marnus!
Backing (with/without) Without With/without
B Plate O Pipe (enter diametar if pipe or tube) t 12 mm t 24 mm
Base matal P-Number to P-Number Tt 1=15F 34 41-48
Filer matal or electrode specification(s) (SFA) (info only) 51
Fillgr metal or slectrode classificaton(s) (nfo only) E 7018 1HaR
Filler metal F-Number{s) - 4.3.2.1 with backing
Consumabie insort (GTAW or PAW) SMAW -

Filler Metal Product Form (QW-404 23) (GTAW or PAW) - -
Depaosit ihicknoss for each process

Proceas 1 SMAW 3 layerns minimum W ves O Neo t 32 mmA 12mm 1 24 mm2amm
Process 2 3layers minimum O yes 00 No - -
Position(s) 2GI3G GroveF MV QD>24"F 2

710" < OD % 24" Fillat FHV
Vertical progression (uphill or downnill) - -
Type of fuel gas (OFW) - -
Use of backing gas (GTAW, PAW, GMAW) v
Transfer mode (spray, globular, or pulse to short circuit-GMAW)
GTAW curmant type and polarity (AC, DCEP, DCEN)

RESULTS
Visual Examination of Completed Wald (QW-202.4) Satisfactory
O Tranaverss face and root bends [QW-462 3(a)] 0O Longitugdinal benos [QW-482.3(0)) 1 Side bends (QW-462 2)

£ Pipe bend specimen, corrosion-resistant weld metal overiay (QW-462 5(c))
[ Plate bend spacimen, corrosion rsistance weid matal overlay (QW-462.5(d7)

O Pipe specimen. macro test for fusion [QW.462 5(b)) 1 Plate specimen, macro test for fusion [QW-462 5(e)
Type Resul Type I Resull Type Result
Blank
]
Altornative Volumetric examination results (QW-191) Accopted RTE or UT O (check one)
Fillat weld - fracture test (QW-181.2) . Length and percent of defects -
O Finet weids n plate [ QW-482 4(D)] O Filet wolds In pipe | QW-462 4(c)]
Macro examination (QW-184) - Fillet size (in ) - x - Concavity/convexity (in.) -
Other tests -
@o: specimens evaluated by SINARMAN (RT Lavel |) Company PT. AT (e “;&‘&: ATHECIVE
Mechanical tests conducted by - LAaboratory 1es] no -
Woelding supervised by Andhike T e A SN
We certify that the statemants i this record are correct and that the test coupons were prepar - ccordance with the
requirements of Section 1X of the ASME BOILER AND PRESSURE VESSEL CODE &
Organization PT. Hanazono Engineering indanesia Q

«
@:7 Date - June 22, 2026 \\

\a

Prepared By

Inspectad By ka) > Dale = June 22, 2026

Approved By

Date : June 22, 2026 NIP. 19830916 201001 1 00§
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24 . Attachment-24 Welder Performance Qualification Record Alfin/AL-2616

C :/7 PT. HANAZONO Engineering Indonesia
Wer aree alvways partoer with yoss

WELDER PERFORMANCE QUALIFICATIONS RECORD

Waeldar's name ALFIN identification no AL-2618 Certificata no. HEVWPQR/QC/2618/20/28
Test Description

Identification of WPS followad 004/HEVWPSMIGAS/28 ® Test coupon O Production weld Date weided June 17, 2026

Specification and / grade or UNS Number of base metal(s) SA-36 Thickness 12 mm

Testing Conditions and Qualification Limits

Walding Variables (QW-350) Actual Values Range Qualified
Welding process (es) SMAW SMAW
Type (Lo manual semi-automatic) used Manual Manusal
Backing (with/without) Without With/wathowut
B Pate O Pipe (enter diameter i pipe or lube) t 12 mm t: 24 mm
Base metal P-Numbear to P-Number 101 1-15F 34 41-49
Fider metal or electrode specification(s) (SFA) (info only) 51
Filler metal or elecirode classification(s) (Info only) E 7018.1HAR
Filler metal F-Number(s) “ 4.3.2.1 with backing
Consurmnable insernt (GTAW or PAW) SMAW -

Filier Metal Product Form (QW-404.23) (GTAW or PAW) -
Deposit thickness for each process

Process 1 SMAW 3 layers minsmum W ye={ No 1:12mm t24amm
Process 2 3 layers minimum O yes 00 Neo - -

F D > 24" F:
Position(s) G Grove F HV QD> 2

7/8" < 0D < 24" Fillet FH V
Vaertical progression (uphill or downhill) - E
Type of fuel gas (OFW) - -
Use of backing gas (GTAW. PAW. GMAW) .
Transfer mode (spray, globular, or pulse to short crcult-GMAW) - -
GTAW current type and polarity (AC. DCEP, DCEN)

RESULTS
Visual Examinabon of Compiated Weid (QW-302 4) Satisfactory
O Trensverse face and root bends [QW-462 3{a)] O Longituding! bends [QW-462 3(b)) [ Side bands {QN-462.2)

01 Pipe bend specimen, corrosion-resistant weld metal overlay (QW-482.5(c))
O Piate bend specimen, corresion-resistance weld metal overiay [QW-462.5(d)]

0 Pipe specimen, macto test for fusion [QW-462 5(b)] ) Plate specimen, macro test for fusion [QW-482 5(e)]
Type Result Type l Result Type Result
- Blank
Altemnative Volumeinc examination results (QW-101) Acceptad RTE or UT O (check one)
Filet weld - fracture test (QW-181.2) - Length and parcent of defects
1 Fillet welds in plate [ QW-462 4(D)] ] Fillet welds in pipe [ QW-462 4(c)]
Macro examination (QW-184) - Filet size (in) - x . Concawity/convexity (in) -
Other tasts
GinTor specimens evaluated by  SINARHAN (RT Lavel 11) Compeny, T ACM (Reped He. AGRAT-WATHE-CPIMA
Mechanical tests conducted by Labaratary test no
Weiding superviased by Andhika T e o -
We: certify that the statements in this record are cormect and that the 1est coupons were pr Wipider: e\ BcoorTancs with the

requirements of Section IX af the ASME BOILER AND PRESSURE VESSEL CODE
Organization PT. Hanazono Engineering Indonesia

-
7 Prepared By %W’ Date mzz.zo&
A di

Approved na Do June22.2026 NI, 19830916 207001 1 508
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4.1 WPS And PQR Reference

PT. HANAZONO Engineering Indonesia Welding Procedure Specification
e are aways partner with you (Section IX, ASME Boiler and Pressure Vessel Code, Edition 2025)
WPS NO. 04-WPS-HEI-MIGAS-26 Rev 0 Date : February 27, 2026
Supporting PQR No.{s) : 04-PQR-HEI-MIGAS-26
Welding Process(es) SMAW Type(s) : MANUAL
Applicable Code ASME BPVC IX 2025
JOINTS (QW-402) Joint Detall
Joint Design See Join Detail YA7
Root Spacing See Joint Detail
Backing Yes ] No [ \ / + ]
Backing Material : Weidmetal *LL—G ? F
Other N/A A= 50° (+10, -5)
F=0-2mm
G=0- 4mm
BASE METAL (QW-403)
P.No. : 1 Group No. 1&2 toP. No. 1 Group No. : 132
Specification Type & Grade : A 36 or Equivalent to A36 or Equivalent
Thickness Range Groove 5 mm - 40 mm Fillet Unlimited
M Pass Thick < 12 in. (13mm) Yes [ No
Other N/A
FILLER METALS (QW-404)
Process SMAW
Spec No. (SFA) 54
AWS. No. (Class) E7018
F. No. 4
A, No. 1
Size of Filler Metals See Below Table
Weld Metal Thckness Range
Groove Max. 40 mm
Fillet Unfimited
Manufacturer Bohler or Equivalent
Brand -
Other N/A
oo ™
Approvals Prepared By Checked By Approved By’/faén;'\.t“‘
Name ANDIISKANDAR RUSNANDI {={ 1IV1
5 Nonjor Registrasi Mld{qt7‘, 1% [
T L//?’ f‘/} P - Sy [t (4
Date February 27, 2026 February 27, 2026

Page 10f 2
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PT. HANAZONO Engineering Indonesia Welding Procedure Specification
*“m mm Jou (Section IX, ASME Boiler and Pressure Vessel Code, Edition 2025)
POSITION (QW-405) POST WELD HEAT TREATMENT (QW-407)
Position of Groove ALL Temperature Range N/A
Welding Progression Up [] bown Time Range N/A
Position of Fillet - All Other N/A
Other N/A
PREHEAT (QW-406) GAS (QW-408)
Preheat Percent composition
Preheat Temp. Min. 10°C Gas(es) (Mixture) Flowrate
Interpass Temp, Max 250*C Shielding N/A N/A N/A
Preheat Maintenance N/A Trailing NIA N/IA N/A
Othe: : N/A Backing N/A N/A N/A
ELECTRICAL CHARACTERISTICS (QW-409)
Process SMAW
Current & Polarity See Below Table
Amps (Range) See Below Table
Vols (Range) See Below Table
Tungsten Electrode Size and Type N/A
Electrode Wire Feed Speec Range N/A
Other N/A
TECHNIQUE (QW-410)
String or Weave Bead Both
Orifice, Nozzle, or Gas Cup Size N/A
Initial & Interpass Cleaning Wire Brush & Grinding
Method of Back Gouging Air Arc Gouging or Grinding if required
Oscillation NIA
Contact Tube to Work Distance N/A
Multiple or single Pass MULTI [] SINGLE
Multiple or single Electrodes 1 MuLT SINGLE
Peening N/A
Other NIA
Filler Metal Travel
Current Wire Feed
Weld Amps Volts Speed
Process | Ciassifi- Dia. Type and Speed Remarks
P Range)| Range) (Range)
a3s(es) cation (mm) Polarity |72 (Range) | phevisres
As Req'd SMAW E7018 25,3240 DCEP 80-150 NIA 20-30 3-8
g Y k) [ . : .
| ] i [ e | RS (ailiir e LT
Remarks :
)
Approvals Prepared By Checied By Approved By Mlm b..,f
Name Andi Iskandar Rusnandl I [ —— (= T )
> Nompr Reglstra<‘s Migak* )\ |
Signature A P > /; |
(i ANG -5 - s'bo) O25I L
/
Date February 27, 2026 ¥ebruary 27, 2026

page20of 2
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BT, HANAZONO Engieering Indonesia i oo i
| Weare avays prter with oo T 52 RSATRSOMAIAS G/47
email . proect@banaiene. oo &
PAGE: 1 OF 2
PROCEDURE QUALIFICATION RECORDS (PQR)
{See QW-200.1 Section IX, ASME Boiler and Pressure Vessel Code, Edition 2025)
Company Name PT. HANAZONO ENGINEERING INDONESIA Sub Contractor Name -
Procedure Qualification Record No. 04-PQR-HEI-MIGAS-26 Date February 27, 2026
WPS No,  04-WPS-HEI-MIGAS-26 Date February 27, 2026
Welding Process (es) SMAW
Types (Manual, Automatic, Semi-Auto) Manual
JOINTS (QW-402) 2l
20 mm \ / A3E
Al
s
Q-2 mm
(For combination qualifications, the deposited weld metal thickness shall be recorded for each filler melal and process used)
BASE METALS (QW-403) POSTWELD HEAT TREATMENT (QW-407)
Material Spec. A3l6 Temperature NA
Type/Grade, or UNS Number - Time NA
P.No. 1 Group No. 1 to P-No 1  Group No 1 Other NA
Thickness of Test Coupon 20 mm
Diameter of Test Coupon None
Maximum Pass Thickness 2 mm
Other GAS (QW-408)
Percent Composition
Gas (es) (Mixture) Flow Rate

Shielding NA
FILLER METALS (QW-404) SMAW Tralling NA
SFA Specification 5.1 Backing NA
AWS Classification E7018 Other NA
Filler Metal F- No 4
Weld Metal Analisys A-No. 1 ELECTRICAL CHARACTERISTICS [(QW-409)
Size of Filler Metal See Table Current DC
Filler Metal Product Farm N/A Polarity EP
Suppiemental Filler Metal NA Amps. See table Volts See Table
Electrode Flux Classification NA Tungsten Electrode Size N/A
Flux Type NA Mode of Metal Transfer for GMAW (FCAW) NA
Flux Trade Name NA Heat Input NA
Weld Metal Thickness 20 mm Other NA
Other
POSITION (QW-405)
Position of Groove 3G TECHNIQUE (QW-410)
Weld Progression (Uphill, Downhill) Uphill Travel Speed See Table
Other NA String or Weave Bead Weave

Oscillation NA
Multipass or Single Pass (per side) Multiple
PREHEAT (QW-406) Single or Multiple Electrodes Single
Preheat Temp. 33°C Other NA £ \’. 3\{3
Interpass Temp. 202°C NG
Other NA .
Nemer-Registrasiiiske— <"/ |
=
- 7 . 34
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Head Office - Il Ruya Bojonegara-Serdang No. 24 AT. OD1/RW.001
¥ L % Kab

PT- HANuo"o Ergilm'l '"U Ijmma‘ Dess " Serang
Banten, Indonesa {42414)
We ae aays parer i jou By oo
PAGE : 2 OF 2
PQOR No. 04-PQR-HEI-MIGAS-26
Welding Parameter
Weid Procask Flller Metal Current Voltage Travel Speed Heat input
Layers Class Dia. (mm) Polarity | Ampere (A) v) (mmimin) (Kj/imm)
1 SMAW E7018 32 DCEP 100 20 37,36 3,21
2 SMAW E7018 3.2 DCEP 120 22 52,36 3,03
2 SMAW E7018 3.2 DCEP 120 22 43,60 3,63
2 SMAW E7018 3.2 DCEP 124 25 55,05 3,38
2 SMAW E7018 32 DCEP 124 25 64,10 2,90
3 SMAW E7018 32 DCEP 122 24 58,82 2,99
4 SMAW E7018 32 DCEP 122 24 68,97 2,56
5 SMAW E7018 32 DCEP 122 24 65,22 2,69
6 SMAW E7018 3.2 DCEP 120 24 69,44 2,49
Tensile Test (QW-150)

Specimen Width Thickness Area Ultimate Ultimate Unit Stress Type of Failure
No. (mm) (mm) (mm’) | Total Load (kN) (N/mm?) and Location
™ 19,49 19,54 380,83 193,77 509 Ductile (Base Metal)
T2 19,45 19,56 380,46 192,54 506 Ductile (Base Metal)

Guided - Bend Test (QW-160)
Type and Figure No. Result

Side Bend (SB1) No Open Di ity was observed

Side Bend (§B2) No Open Discontinuity was observed

Side Bend (SB3) No Open Discontinuity was observed

Side Bend (SB4) No Open Di: tinuity was observed

Toughness Tests (QW-170)
Specimen Natch Specimen Test Impact Values
’ No. Location pSIxs Temperature | ft-lborJ % Snoapra Mils (in.) or mm Ko ¢ Beaak (Y/N)
Comments : NA
Fillet - Weld Test (QW-180)
Result - Satisfactory : Yes NA No. NA Penetration into parent metal : Yes NA No. NA
Macro - Result NA
Other Tests
Type of test NA
Deposit Analysis NA
Radiographic Result Accepted Report No.  01/RT/RPD/IN26
Other NA
Welder's Name  : SAHRUL Clock No. Stamp No. SR-0804
Test conducted by : PT. Hi-Test Laboratory Test No. HT/JKT/0226/0245
Date February 23, 2026

We certify that the statements in this record are correct and that the test welds were prepared, welded, and tested in
accordance with the requirements of Section IX of the ASME Boller and Pressure Vessel Code.

Prepared By. Reviewed By, Approved By,
e MIGAS
;;,}_J[ ,0@7 Nomor Registrasi Migas * \_| £
=z = ‘ " — """\‘.f""f'_‘ /
Andi Iskandar A\‘(’ b ﬂoloz sl (Lo

Date : February 27, 2026 Date : February 27, 2026 Date :

3¢
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/) PT. HANAZONO Engineering Indonesia
We are always partner with you

Office & Work Shop Address: I|. Raya Bojonegara - Serdang RT/RW. D01/001 No .44

Desa Kartasana, Kec. Bojonegars, Kab Serang, Banten - Indonesia 42854
Phone : #62-254-7850344/5/6, Fax : +62-254-785037

WELDING PROCEDURE SPECIFICATION {WPS)
In accordance with
ASME Section 1X:2021 Boiler and Pressure Vessel Code

Page No:10of3

Organization Name

PT. HANAZONO ENGINEERING INDONESIA

By

Quality Departement

Welding Procedure Specification No.
Revision No. o

00B/HEI/WPS/MIGAS/21 Date 23/08/2021 Supporting PQR No.{5) 008/HEI/WPS/MIGAS/21

Date 19/08/2021

Welding Process (es)

SMAW Type (s)

Manual

(Automatic, Manual, Machine or Semi-Auto)

JOINT (QW - 402)
Joint Design

See joint Detail

Details

Root Spacing

See joint Detail

Backing

With / Without

wruneified

Backing Material (Type)

as per joint details

See Joint Detalis

sketches, production Drawings, Weld Symbols oc Writen Description
Should show the general arrangement of the parts to be welded, Where
appiicable, the root spacing and the details of weld groove mayhe

Sketches may be attached to iliustrate joint design, weld layers, and
bead sequence (e.g,, fot thoughness procedures, for muitiple process

Other

procedures etc |
*BASE METALS {QW - 403)
P. No. 1 Group No. 1 te P. No. 1 Group No. 1
—r—
Specification type, grade, or UNS SA 516
to Specification type, grade, or UNS Gr.70
OR
Chem. Analysis and Mech, Prop -
to Chemn. Analysis and Mech. Prop
Thickness Range :

Base Metal : Groove 5 mm ~ 50 mm Fillet All
Maximum Pass Thickness <% in. [13mm) (Yes) Vi (No} -
Other

“FILLER METALS (QW - 404) 1
SMAW
Spec. No. (SFA) AS.1
AWS No. {Class) E7018-1
F - No. -
A - No. 1
Size of Filler Metals ®32~40mm
Weid Metal
Deposit Thickness
Groove Max 50mm
Fillet All
Electrode Flux (Class) N/A
Flux Type Low Hydrogen
Flux Trade Name N/A
Consumable Insert N/A

Manufacturer : BOHLER

Electrode Name : Bohler S EMK 6 & Fox S EV 50-1

*Each base metal-filler metal combination should be specified individually.

ANG -o3081 / 00rr /o
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PT. HANAZONO Engineering Indonesia

We are always partner with you

U

Office & Work Shop Address: JI. Raya Bojonegara - Serdang RT/RW. 001/001 No.44
Desa Kertasana, Kec. Bojonegarz, Kab Serang, Banten - indongsia 42454
Phone - +62-254-7850344/5/6, Fax : +62-254-785037

WELDING PROCEDURE SPECIFICATION (WPS)
In accordance with

ASME Section 1X:2021 Boiler and Pressure Vessel Code PageNo:20of 3

Welding Procedure Specification No. : 008/HEI/WPS/MIGAS/21 REV. 0
POSITIONS (QW - 405) POSTWELD HEAT TREATMENT (QW - 407)
Position(s) of Groove All Temperature Range N/A
Welding Progression Uphill Time Range N/A
Position(s) of Fillet All t=up to 2* - 1 Hour / inch, 15 minute minimum
t=over 2"to5" -2 Hour + 15 minute for each additional inch, over 2"
PREHEAT (QW - 406) GAS (Qw - 408)
Preheat Temp. Min 55°C Persent Composition
Interpass Temp. Max. 230°C Gas (es) Mixture Flow Rate
Preheat Maintenance 55 °C of minimum Shielding None None None
Temperature shall be applied for thickness 1 1/4" and over Trailing None None None
(Continuous or special heating, where opplicuble, should specified) Backing None None None
Other None None None
ELECTRICAL CHARACTERISTIC (QW - 409 )
Onher o g
- aks,
) Filler Metal Current Wire Feed | E7erRY Travel | commomn
Weld Amps or Volts Mot Wive
Process Type & Speed Speed At
Pass(es) ) bolati (Range) (Range) Power | (Range) R Teihmm
Class Dia ity g (Range) angali| oo,
Lzb ot |
Root SMAW E7018-1H4R | 3.2, 40 DCEP 85100 - - 23~25 60~75
Fill SMAW E7018-1H4R | 3.2/4.0 DCEP 100~ 115 - 24~ 26 65~ 87 =
Cap SMAW E7018-1H4R | 3.2/4.0 DCEP 110~125 24~27 70~30

Amps and Volts, or power or energy range, should be specified for each electrode size, position, and thickness, etc.

N/A Heat Input (max.) 2.9Kj
N/A
{Pure Tungsten, 2% Thotiated, et}

N/A

{Spray Arc, Shor-Circulting Arc, etc.}

Pulsing current
Tungsten Electrode Size and Type

Mode of Metal transfer for GMAW (FCAW)

Other N/A

TECHNIQUE (QW - 410)
String or Weave Bead Stringe and or weave

N/A

Initial and Interpass Cleaning (Brushing, Grinding, etc.)

Method of Back Gouging

Orifice, Nozzle, or Gas Cup Size

Brushing and Grinding

Back Grinding / Back Gouging

Oscillation N/A

Contact Tube to Work Distance N/A

Multiple or Single Pass (Per Side) Single or Multi

Muitiple or Single electrode Single

Electrode Spacing N/A

Peening N/A

Other Welds shall be cleaned between each pass. When completed, remove

all slag & projection with grinding and brushing

AL ;gL [2AQ/ 10
LU L2200 T A~ 3 7 A ¢ .
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) PT. HANAZONO Engineering Indonesia
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WELDING PROCEDURE SPECIFICATION (WPS)
In accordance with

ASME Section IX:2021 Boiler and Pressure Vessel Code PageNo:3of 3
Welding Procedure Specification No. : 008/HEI/WPS/MIGAS/21 REV. 0
JOINT DETAILS
DOUBLE VEE GROOVE SINGLE BEVEL-CORNER JOINT
T=t T=t
t
Welded from two side Welded from one side OR |
80" both side Back Grinding )
T
L 15 mm
25 men = 1~2 mm —
3 ALK T I~
AN A - ks
60
SQUARE BUTT SINGLE VEE GROOVE
T=t 60°+5
Welded from BOTH SIDES, T=6 mm Max Welded from one side OR O
Root gap. 0-t/2 both side
o I S
-3
£ 3]
1/2
: |t |
FILLET
UNLIMITED

- b - s

For Non-impact tested applications only, the foollowing AWS/SFA clasification can be used with this procedure :
SMAW : E7018-1H4R / 5.1

Weld loint description shown are not inclusive of all of those found on job site. Weld joint design reference in an
engineering specification or design shall take precedence over weid joint shown in this WPS.

Prepared By, l Reviewed By, | Reviewed By, Verified by,
PT Hanazono Engineering Indonesia MIGAS
QC Manager
AtG -p3ow /bsﬁ/u‘.f
. /
Bayu Satrio Utomo ““Ahdi Iskandar Y Rusnandi
Date: No/ 0%, 202| |[Date: Aiov'3 z02i  |pate: A} O\) 02, 3c2 ) [pate:
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//-) PT. HANAZONO Engineering Indonesia

& ﬂ We are always partner with you
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PROCEDURE QUALIFICATION RECORD (PQR)
Record Actual Conditions Used to Weld test Coupon

Page No:10of 3

Organization Name  PT. HANAZONO ENGINEERING INDONESIA

Procedure Qualification Record No.  OD8/HEI/PQR/MIGAS/21

Date October 11, 2021

WPS No.

008/HEI/WPS/MIGAS/21

Welding Process {es)

SMAW

fypes (Manual, Automatic, Semi-Automatic)

Manual

JOINTS (QW - 402) o
15 ewn
o men e 142 e
8 mm

[
PN N
60"

Groove Design of Test Coupun
(For combination qualifications, the deposited weld metal thickness shall be recorder for each filler metal and process used.)

BASE METAL (QW - 403)
Maaterial Spec. SA 516

Type or Grade, or UNS Number

Grade 70N

P-No.1 - Group No. 1 to P-No.1 - Group No. 1

POST WELD HEAT TREATMENT (QW - 407)
Temperature Range N/A
Time N/A

t=upto 2”- 1 Hour /inch, 15 minute minimum

T=over 2"te 5" - 2 Hour + 15 minute for each additional inch, over 2*

Thickness of Test Coupuri 25mm
Diameter of test Coupun N/A
Maximum Pass Thickness <% in. (13mm)

Other N/A

FILLER METAL (QW - 404)

GAS {QW - 408)
Persent Composition
Gas (es) Mixture Flow Rate
Shielding None None None
Trailing None None None
Backing None None None

ELECTRICAL CHARACTERISTIC (QW - 409)

SFA Specification A5.1
SWA Specification E 7018-1H4R
Filler Metal F-No 4
Weld Metal Analysis A-No. 1
Size of Filler Metal P 3.2mm & ® 4.0mm
Filler Metal Product Form N/A
Supplemental Filler Metal N/A
Electrode Flux Classification N/A
Flux Type N/A

Flux Trade Name N/A

Weld Metal Thickness N/A
Other N/A

POSITION {QW - 405)

Current DCEP

Polarity See Table Welding Parameter

Amps See Toble Welding Parameter
Waveform Control N/A

Power or Energy N/A

Arc Time N/A

Weld Bead Length N/A

Tungsten Electrode Size N/A

Mode of Metal Transfer for GMAW (FCAW) N/A
Heat Input See Table Welding Parameter
Other N/A

Position(s) of Groove 3G
Weld Progression {Uphill, Downhill) Uphill
Other N/A

PREHEAT (QW - 306)

Preheat Temperature 55 °C
Interpass Temperature 230°C
Other N/A

TECHNIQUE {QW - 410)

Travel Speed See Table Welding Parameter
String or Weave Bead Weave
Osciliation N/A

Multipass or Single Pass (Per Side) Multipass
Single or Multiple Electrodes Single
Other N/A

Ao -0r081 [/ 000/
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PROCEDURE QUALIFICATION RECORD (PQR)
Record Actual Conditions Used to Weld test Coupon

Page No:2of 3

Procedure Qualification Record No. : 008/HEI/PQR/MIGAS/21 Rev. 0
WELDING PARAMETER
Weld eldi Fiter Metal T |
Weiding - ypf! Ampere Volt Trne Speed_ Heat Input (Kj)
No. Process Class Dia. Polarity Range (mm/min)
Front Side
1 96 24 67 2,06
2 102 26 68 2,34
3 110 25 74 2,23
SMAW E7018-1H4R| 3.2 mm | DCEP
4 114 24 71 2,31
5 118 25 74 2,39
6 122 27 82 2,41
Back Side
7 110 26 82 2,08
8 SMAW E7018-1H4R | 4.0 mm | DCEP 122 27 84 2,35
9 124 26 85 2,28
TENSILE TEST (QW - 160)
Specim Width Thickness Area Ultimate Total Load Ultimate Unit Strength Type Failure &
en No. (mm) (mm)} (mm?} (kN) (N/mm?) Location
T1 19,57 24,6 481,42 261,4 543 Ductile (base metal
T2 19,53 24,55 479,46 262,47 547 Ductile (base metal
GUIDE BENT TESTS (QW - 160)
Type and Figure No. Resuilt
Side Bend (SB1) No open discontinuity was observed
Side Bend {SB2) No open discontinuity was observed
Side Bend (SB3) No open discontinuity was observed
Side Bend (SB4) No open discontinuity was observed
TOUGHNESS TESTS (QW -170)
p : | TS
Specimen N et Spec.lmen Test temp. Toughness Values Drop Weight Break
No. Size ("C) % Shear] Mils {in.} or mm (Y/N}
N/A N/A N/A N/A N/A N/A
Comments

= =
AYG - 08T 0OTT/ ot
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PROCEDURE QUALIFICATION RECORD (PQR)
Record Actual Conditions Used to Weld test Coupon Page No: 3 of 3

Procedure Qualification Record No. : 008/HEI/PQR/MIGAS/21 Rev. 0

FILLET-WELD TEST (QW - 180)

Result - Satisfactory :  Yes NA  No NA  Penetration into Parent Metal :  Yes NA No NA
Macro - Result None
HARDNESS TESTS
Vickers Hardness Value HV 10, Kgf/mm?
Test No Test Location 12" Remarks
Line 1 Line 2 Line 3
—Blank— N/A N/A N/A N/A
Other Tests

Type of Test None

Depaosit Analysis  None
Other  Radiographic Examination, Result : PASS, Report No. : 002/RT/WPS/HEI/IX/21 by PT. Rire Sanjaya Sakti

Welder's Name ASMURI Clock Na. = Stamp No. AM-1703
Test Conducted by : PT. Hi-Test Laboratory Test No. : HT/JKT/1021/0095

We certify that the statements in thiS record are correct and that the test welds were prepared, welded, and tested in
accordance with the
requirements of Section IX of the ASME Boiler and Pressure Vessel Code

Prepared By, l Reviewed By, I Reviewed By, Verified by,

PT Hanazono Engineering Indonesia MIGAS

WS, QC Manager

———

00 1/IWE 0489 /

/. : / &+
(H Aoartasin) ) /L ; At - 078! /DETL. wy

Bayu Satrio Utomo = \andidskanday/ s/ " Rusnandi

Date: NoV 03,6 2024 Date : WOV 2. 20247 Date: NOV, O3 , 222 |
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WELDING PROCEDURE SPECIFICATION
In accordance with
AWS D1, 1 Structure Welding Code Steel, 2020 Edition
PT. Hanazono Engineering Indonesia HEI-WPS-AWS-FC-01 0 April 15.2023
Cunptuy Name WPS No. Rev. No. Date
April 15.2023 HEI-PQR-AWS-FC-01
Authorized by Date Supporting PQR(s)
s Type or AWS BASE METAL
BASE Mctals Specification Grade Group No. - GE As-Welded With PWHT
Matcrial ASTM A36 n CIP Groove Welds (mm) 32-50 mm =
[Welded To ASTM A6 1 CIP Groove wiCVN - -
[Backing Materin! = - - PIP Groove Welds ALL (V) .
Applicable Code AWSDIL1(2015) | AWS D11 12015) |AWSDL1(2015)] | Fillet Welds ALL(Y) .
[Other - =SR] 1] DIAMETER = = 24" ( 600 mem ) -
JOINT DETAILS JOINT DETAILS (Sketeh)
Giroove Type Double V-Groove unit in mm 60"
Groave Anplc 6015 /’\
Openiag (mm) 2 -5 mm
Root Face ( mm ) 2- 3 mm
Backgosging Yes 15mm
Metihod Arc Alr Gouging and Grinding sy T:25mm
Smm
POSTWELD HEAT TREATMENT o 3
Temperature Nong 8e° \
Time at Temperature Noue T:25mm
Other None
PROCEDURE
Weld | averis) i 3 J&é6 4°&7
Weld Fass(es) Root Hot Fill Cap
Process TCAW FUAW FCAW FCAW
| ype (Manual | Semicadomatic, efe. ) SemEtomsiie Semiautomatic Semiautomatic Semiautomatic
{Pasition 3G 3G 3G 3G
mﬂﬁcd Progression 1 Iphill 1 phill Uphill Uphill
[Filler Metal (AWS Spec 1 A520 A 5.20 AS520 AS520
AWS Clusification ETIT-1C ETNT-1C E 7T1T-1C E1T-1C
Wire size « Dia 1 1.2 mm 1.2 mm 12 pm 1.2 mm
Manutzcturer /| rade Naune KISWEL or Equivalent KISWEL or Equivalent KISWEL or Equivalent KISWEL or Equivalent
Shiclding Gas (Composition) CO2 COo2 co2 CcO2
Flow Rate 20 L/Min. 20 L/Min. 20 1/Min 20 | Min.
Nozzie Size | mun ) - - - -

1 None for T 3mm to | 9mm el None for T 3mm o 19men el | Sovse or 1 fenm to | mes mel Neme e T Jmmsjo 19em e
JEINON: Thapuidtans Min. 66 *C for T 19mm-Unlimsted | Mo 66°C for T _19mm-Usnlimited [\ 66°C for T 1vm- Unbsied M 66°C for T - 19mun-Unlimited
Interpasy | emperative 250°C \an 250°C Max. 250°C Max 2500C Max
E ical Charaeteristics 1

‘urrent | ype & Polurity DUER DCEP DCEP | DCEP
| runsfer Mode - - - | =
Power Sourve 1 ape (ce, oy, ete.) o cc (=3 ot
[Carrent o Amps 120- 180 145 - 215 154-231 155 -235
[Arc Voltage 15-22 19-29 21 -31 20-30
[ Wire Feed Spoed - = - =
Travel Speed « mmvmin ) 82-123 96 - 147 97 - 149 96 - 148
Meaocimur fleat lopst (Kifmm 1.31-193 1.72 - 2.51 2.0 -2.58 1.93-285
Ihthniqur - - -
|Stringer o Wesve Stringer & Weave Stringer & Weave Stringer & Wease Stringer & Weave
Mulii or Siogle Pass (< side) Muln Multi Muli Ml
Oscillation (Mechanized/A = } = = .
Number of Blectrodes Single Single Single Single
(Contact Tube to Work Dist. 15-25mm 1< 2% mm 15 - 25 mm 15 - 25 mm
ecening - -
Interpass Cleaning hippine. Brushing & Grind Chipping. Brushing & Ceinding Chipping. B!
Other - .
Prepared By Reviewed By | Reviewed By
FT. HANAZONO ENGINEERING INIDONES HANAZONO ENGINEERING INDONESIA |

WELDING INSP.
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PROCEDURE QUALIFICATION RECORD (PQR)
In accordance with
AWS D1. 1 Structure Welding Code Steel, 2015 Edition
[PT. H Engincoring Ind HEEPQR-AWS-FC-01 0 April 15.2023
:ompm:y Name PQR No Rev. No. Date
Autharized by
3 [ype AWSN Thickness Size X
BASE Metals Specification Grade Groun No. (e § NPS) Schedule Diameter
Pase Material AST™M A36 a 25 mm — — —r
Welded lo AST™M A6 " 25 mm — - =
Hackmg Materal -_ — - — — — —
(her
JOINT DETAILS JOINT DETAILS (Sketch)
Croove Type Double V-Groove
Lironve Angle 62" \/’u;w
Root Opening (mm) 2-3mm Q —
Root Face { mm ) 2-3nm NS 7
Hackgouging Yes ; "_}_ - 25mm
Metlnwd Arc Alr Gougling and Grinding o—ﬁﬂ mm
T
POSTWELD HEAT TREATMENT o=\
l'cperature Nope '\M
Time ot lemperuture None g
Uther None T: 25mm
|PrOCEDURE
Weld Laverts) 1 2 3 4 5 6 7
Weld Passies) Root Hot Fill CIP. Cap. HiL Lap
|Process FCAW FCAW FCAW FCAW FCAW FCAW FCAW
[l ype { Movmal . Semiautomatic, etc. ) Semismtomatic |  Semisutomatic Scminutomatic Semimstomntic Seminutomutic Semiautomic Semin i
|Fositian 3G G 3G 3G 3G G G
I\ ertivil Progression L pini) Uphill Uphill 1 phill Uphili Upshull 1 phil)
|¥ iiter Metal (A\WS Spec,) AS2o A 5.20 AS20 AS20 AS20 AS520 A 520
AWS Clasification EIT-IC E71T-1C ENT-IC | ETITIC ETNT-IC E7NT-IC E 71T-1C
W ire size | Dia ) 1.2 wm 1.2 mm 1.2 oun 1.2 mm 1.2 wm 1.2 wun 1.2 mm
Manufacturer | rade Name KISWEL KISWEL RISWEL KISWEL KISWEL KISWEL KISWEL
Shickling Gas (Composition) Co2 (o] Co2 | co2 co2 02 Co2
I low Rate 20 L/Min. 20 L/Min. 200Min. | 201 Min 20 L/Min. 20 L Min 20 L/Min.
Novzle Size |t ) - - - - - - =
Prehey Temperature - - - . - - .
|interpass Temperature 45°C 10s°¢ 120°C 112°C 134°C 150°C 165°C
{Electrical Characteristics
Current Tspe & Polarity DCEP DCEP DCEP DCEP DCEP DCEP DCEP
| ransfer Mode - = - - - " X
PPower Source 11pe (ec. ov, ¢ic,) [ o < ¢ cc cc oc oc
Current In Amps 150 180 192 iR | 191 192 194
Are Voltage 18 24 27 n 24 24 27
Wire Feed Speed = o s = > -
Iravel Speed ( mmmin | 102 120 128 128 104 106 128
Muximum Heat tnput (Kimm ) 1.5v 2,16 246 Lie 2.8 Y | 240
1echnigue
SMringer or Weave Weave Weayve Weave Weave Weave Weave Weave
Multi or Single Pass (per side) Mult Mults Mulu Muln Mum Muln Multi
Uscillistin (Mechanized/Automstic) * - e = . - -
Numrher of Electrodes Single Single Single Single Smgle Single Senw be
Contact T ube to Work Dist. 19 - 20 mm 19 - 20 mm 14 = 20 mm 19+ 20 mm 19~ 10 mm 19~ 20 mm 19 - 20 mun
Peening - - - - o - -
Interpass Cleaning Chipping. Brushung & Grinding
s Sa— : x = I : I S
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PROCEDURE QUALIFICATION RECORD (PQR)
In accordance with
AWS D1. 1 Structure Welding Code Steel, 2020 Edition
B TENSILE TEST
Specimen . Ultimate Uttimate Character of Fallure
Width {(mm Thickness (mm) 2
Number (i) () | | Aresmen) Tensile Load (N) | Unit Stress (N/mm?) | and Location
751 20.12 25.63 515.67 258565 501 Ductlle, Base Metal
Ts-2 20.08 505 503.00 253270 629 Ductile, Base Metal
GUIDE BEND TEST
Specimen | PR ——
Number Type of Bend Observation Result
SB1 Side Bend 1 No Open Discontinuity was Observed Accepted
SB2 Side Bend 2 No Open Discontinuity was Observed Accepted
SB83 Side Bend 3 No Open Discontinuity was Observed Accepted
SB4 Side Bend 4 No Open Discontinuity was Observed Accepted
TOUGHNESS TEST DETAILS
Test
Specimen Notch Specimen Absorbed Percent Lateral
Number Location Size Tam;;;nure Energy Shear (%) Expansion Amrage
N/A N/A N/A N/A N/A N/A N/A N/A
VISUAL INSPECTHON
Appearance Acceptable Radiographic -Ultrasonic examination
Undercut None RT reportno. : 001/RT/Iv/2003 Result : Accepted
Piping porsity None UT report no. * - Result -
Convexity None FILLET TEST RESULT
Test Date April 10. 2023 Minimum size multi pass Maximum size single pass
Macroetch Macroetch
1. - : 1. 3
2. 2.
OTHER TEST : All weld metal tension test
Tension strength, N/mm2 501 & 629 N/mm2
Yield point/strength, psi -
Elongationin 2 in, % =
Laboratory test no. LP-1462-IDN
Welder's name Sahrul Clock no. - Stamp No. SR-0904
Testconducted by  PT. Detech Profesional Indonesia Laboratory
Test number DE.1/0423/1389, 10f2& 2 of 2
Per >
We, the undersigned, certify that the statements in this record are corect and that the test welds were prepared, welded, and tested in accodance
with the requirements of AWS D1.1 2020, Structural Welding Code-Steel
Prepared By Reviewed By Reviewed By
|PI. BANAZONO ENGINEERING INDONESL T 116, LA N AZONO ENGINEERING INDONESIA
CENY W
VARIESY HUSEN e
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4.2 Welding Record of Qualification
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WELDING RECORD OF QUALIFICATION TEST

TEST NO - QC-WT-2502-01 PREPARED BY ﬁ@lDHO
TEST DATE : November 11, 2025 /
REVIEWED BY Variesty H
WELDER NAME  :YODI
(1.D.NO.) YD-1138 :
WPS NO. | 00BIHEIWPS/MIGAS/21 APPROVED BY SNANDI
SKETCH (Pass Sequence) MATERIAL : SA38
THICKNESS : T12mm
SHIELDING GAS | NIA
GAS FLOW RATE NIA
TUNGSEN ELECTRODE : NIA
£ ] ‘a? WELDING POSITION . 3G (VERTICAL)
= ) ELECTRICAL CHARACTERISTIC : DCEP
TECHNIQUE . String & Weave Bead
OTHERS . Brand Name Filler Metal |
SMAW E7018-1H4R
BOHLER
ELECTRODE SiZE/ PREHEAT/
P | erons | TRADE NAME/ LOT NO. OF INTER AMP VOLT ;‘;‘;ﬁﬁ) HEAT INPUT (KJ/mm)
: AWS NO. ELECTRODE TEMP.
1 SMAW | E7018-14HR 2 3.2/A102943 32°C 102 19 6,32 18,40
2 SMAW | E7018-14HR @ 3.2/A102943 120°C 123 22 14,26 14,42
3 SMAW | E7018-14HR @ 3.2/A102943 116°C 125 20 11,04 13,59
4 SMAW | E7018-14HR @ 3.2/A102943 132°C 122 22 11,14 14,46
5 SMAW | E7018-14HR @ 3.2/A102943 162°C 125 20 11,22 13,37
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WELDING RECORD OF QUALIFICATION TEST

TEST NO. | QC-WT-2502-05 PREPARED&Y;;:__% &
sty 4
TEST DATE : November 11, 2025 { !
ReviEWED BY = MKy Jowatty H
WELDER NAME : YODI ; 4
(1D.NO) YD-1138 :
WPS NO. - 00BMHEIMWPS/MIGAS/20 APPROVED BY : prelch
SKETCH (Pass Sequence) MATERIAL : SA-106 GRB
THICKNESS : Pipe2't: 87 mm
__60° #5° SHIELDING GAS . ARGON
/ \ GAS FLOW RATE : ARGON 12 L/Min
N / TUNGSEN ELECTRODE : 1.2~2.4 MM
— : . WELDING POSITION : BG/UPHILL
i' 7 ' ELECTRICAL CHARACTERISTIC : DCEN
8.74mm| | = ‘3 874mm |TECHNIQUE  String & Weave Bead
/" < / OTHERS Brand Name Filler Metal :
y ; GTAW ER70S-6+E7018
_W_ CODE or STANDARD : ASME IX
2-3mm
PREHEAT/
weLDing | ELECTRODE PZE] INTEE};?\T SPEED
PASSNO.| Eri | TRADE NAME / LOT NO. OF PASS AMP. VOLT (mtiny | HEAT INPUT (Jimm)
AWS NO. ELECTRODE L

1 Root GTAW ER 70S-8 @ 2.4/21143 40°C 90 11 8,04 7,39
2Root | GATW ER 70S-6 @2.4/21143 105°C 120 14 10,04 10,04

3 SMAW E7018-14HR @ 3.2/A102943 129°%C 127 22 10,04 18,70

4 SMAW E7018-14HR @ 3.2/A102943 136°C 126 24 10,14 17,89

5 SMAW E7018-14HR @ 3.2/A102943 142°C 129 23 12,22 14,57
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WELDING RECORD OF QUALIFICATION TEST
TEST NO. : QC-WT-2502-02 PREPARED BY
TEST DATE . November 11, 2025 (~ A
REVIEWED BY Ve
WELDER NAME ~ SAHRUL T
(1D.NO.) SR-0904 )
WPS NO. : 008/HEWPS/MIGAS21 APPROVED BY NANDI
SKETCH (Pass Sequence) ]MATER[AL . SA36
THICKNESS S T12mm
SHIELDING GAS CNA
GAS FLOW RATE A
, TUNGSEN ELECTRODE A
B WELDING POSITION : 3G (VERTICAL)
o i) ELECTRICAL CHARACTERISTIC @ DCEP
TECHNIQUE . String & Weave Bead
OTHERS . Brand Name Filler Metal :
SMAW E7018-1H4R
BOHLER
ELECTRODE SIZE/ PREHEAT/
P | eS| TRADE NAME! LOT NO. OF INTER AMP. voLT (2’;5/551) HEAT INPUT (KJimm)
‘ AWS NO. ELECTRODE TEMP.
1 SMAW E7018-14HR @ 3.2IA102943 35°C 110 21 6,32 21,03
2 SMAW E7018-14HR @ 3.2/A102943 120°C 123 24 11,26 15,73
3 SMAW E7018-14HR @ 3.2/A102943 126°C 125 23 11.04 15,63
4 SMAW E7018-14HR @ 3.2/A102943 132°C 126 24 11,14 16,28
5 SMAW | E7018-14HR @ 3.2/A102943 142°C 130 21 11,22 14,60
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WELDING RECORD OF QUALIFICATION TEST
TEST NO. | QC-WT-2602-08 PREPARED BY "
(Bep e
TEST DATE : November 11, 2025 .
REVIEWEDBY : .~ N o mesty H
WELDER NAME - SAHRUL
(LD.NO) SR-0904
WPS NO - 006/HE!WPSMIGAS/20 APPROVED BY : prh
SKETCH (Pass Sequence) MATERIAL : SA-108 GRB
THICKNESS . Pipe 2°1:8.7 mm
0° +5° SHIELDING GAS - ARGON
\ GAS FLOW RATE ARGON 12 LMin
N e i i 4 TUNGSEN ELECTRODE © 1224 MM
— e 3 — WELDING POSITION © BGIUPHILL
| ¢ TR 1 ELECTRICAL CHARAGTERISTIC : DCEN
8.7amm| | e |874mm [TECHNIQUE - String & Weave Bead
/ e / OTHERS : Brand Name Filler Metal :
y 1 S - / GTAW ER70S-6+E7018
_,1 e CODE or STANDARD : ASME IX
|
2-3mm
WELDING | ELECTRODE SUZES PTE?;QTI SPEED
PASS NO. METHOD TRADE NAME / LOT NO. OF PASS AMP. VOLT (mm/Min) HEAT INPUT (J/mm)
AWS NO, ELECTRODE i
1Root | GTAW ER 70S-6 @ 2.4/21143 46°C 80 12 9,79 5,88
2Root | GATW ER 70S-6 @ 2.4121143 115°%C 121 14 11,45 8,88
3 SMAW E7018-14HR @ 3.2/A102943 132°%C 125 22 11,24 14,68
4 SMAW E7018-14HR @ 3.2/A102943 146°C 126 24 12,21 14,86
13,03 12,56

5 SMAW E7018-14HR @ 3.2/A102043 152°C 124 22
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WELDING RECORD OF QUALIFICATION TEST
TEST NO. : QC-WT-2502-03 PREPARED BY asﬁmHo
TEST DATE : November 11, 2025 %
REVIEWED BY ariesty H
WELDER NAME ~ ROHIMI
(LD, NO.) RH-1402
WPS NO, 008/HEIWPS/MIGAS/21 APPROVED BY SNANDI
SKETCH (Pass Sequence) MATERIAL : SA36
THICKNESS L T12mm
SHIELDING GAS : NIA
GAS FLOW RATE NIA
| TUNGSEN ELECTRODE L NIA
g WELDING POSITION : 3G (VERTICAL)
s D) ELECTRICAL CHARACTERISTIC : DCEP
TECHNIQUE . String & Weave Bead
OTHERS . Brand Name Filler Metal :
SMAW E7018-1H4R
BOHLER
ELECTRODE SIZE/ PREHEAT/
S | L Ny | TRADE NAME / LOT NO. OF INTER AMP. VOLT (:';Ssﬁ‘) HEAT INPUT (KJ/mm)
AWS NO. ELECTRODE TEMP.
1 SMAW E7018-14HR © 3.2/A102943 34°c 110 20 6,32 20,89
2 SMAW E7018-14HR @ 3.2/A102943 122°C 123 22 11.26 14,42
3 SMAW E7018-14HR @ 3.2/A102943 124°C 127 24 11,04 16,57
4 SMAW E7018-14HR 2 3.2/A102943 130°C 126 23 11,14 15,61
5 SMAW E7018-14HR 3.2/A102943 141°C 132 23 11.22 16,24
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WELDING RECORD OF QUALIFICATION TEST
TEST NO. QC-WT-2502-07 PREPARED BY : m
TEST DATE - November 11, 2025 ;
REVIEWED BY * vanesty H
WELDER NAME : ROHIMI >
(LD.NO.) - RH-1402
WPS NO. . DDB/HEINPSMIGAS/20 APPROVED BY :
v
SKETCH (Pass Sequence) MATERIAL . SA-108 GRB
THICKNESS . Pipa2°t:8.7 mm
SHIELDING GAS : ARGON
GAS FLOW RATE - ARGON 12 L/Min
TUNGSEN ELECTRODE © 1.2~2.4 MM
WELDING POSITION ¢ BGIUPHILL
ELECTRICAL CHARACTERISTIC ;| DCEN
TECHNIQUE . String & Weave Bead
OTHERS . Brand Name Filler Metal :
GTAW ER70S-8+E7018
CODE or STANDARD © ASME IX
2-3mm
BREHEAT/
WELDING | ELECTRODE SIZE/ INTER SPEED
PASS NO. Mmog TRADE NAME / LOT NO. OF PASS AMP VOLT (mm/Min) HEAT INPUT (J/mm)
AWS NO. ELECTRODE TEMP
1Root [ GTAW ER 70S-6 @ 2.4/21143 46°C 80 14 8,04 9,40
2Root | GATW ER 70S-8 @ 2.4/21143 115°C 124 16 11,04 10,78
3 SMAW E7018-14HR @ 3.2/A102843 132°C 126 21 10,04 15,81
“ SMAW E7018-14HR @ 3.2/A102043 146°C 126 22 12,14 13,70
5 SMAW E7018-14HR @ 3.2/A102943 152°C 124 23 12,21 14,01
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WELDING RECORD OF QUALIFICATION TEST
TEST NO : QC-WT-2502-08 PREPARED BY : E’?u"\' duo
TEST DATE : November 11, 2025 .
REVIEWEDBY; « /4 vanesty H
WELDER NAME : MAHMUDI
(1D. NQ.) “MM-0410
WPS NO. | 00BMEIWPSIMIGAS/20 APPROVED BY : (4”""*‘" ’
SKETCH (Pass Sequence) MATERIAL : SA-108 GRB
THICKNESS : Pipe2't:8.7 mm
SHIELDING GAS : ARGON
GAS FLOW RATE . ARGON 12 L/Min
TUNGSEN ELECTRODE © 1.2~24 MM
WELDING POSITION . 6G/UPHILL
ELECTRICAL CHARACTERISTIC : DCEN
TECHNIQUE . String & Weave Bead
OTHERS Brand Name Filler Metal :
, GTAW ER70S-6+E7018
_?_f_ CODE or STANDARD . ASME IX
2-3mm
HEATT
WELDING | ELECTRODE SR PNTER SPEED
PASSNO.| e | TRADE NAME LOT NO. OF DASS AMP. VOLT (mmMin) | HEAT INPUT (/mm)
AWS NO. ELECTRODE T
1Root | GTAW ER 70S-6 @ 2.4/21143 46°C 90 12 9,88 8,56
2Root | GATW ER 70S-6 2 2.4/21143 115°C 126 17 12,14 10,59
3 SMAW E7018-14HR @ 3.2iA102943 132°C 125 22 13,04 12,65
- SMAW E7018-14HR @ 3.2/A102943 146°C 122 20 12,34 11,86
5 SMAW E7018-14HR @ 3.2/A102943 152°C 124 23 13,56 12,62




MO

ENGINEERS

POBOYA 2000 TPD EXPANSION
PROJECT

(© cPM

Otre Faba Wirerahy

(CPM Work No.)

Project Document. No.: E2502-000-PRC-006

Revision No. : C

14898
(Vendor Work No.)
2502 Purchase Order No. : 11580 Page 58 of 105
PT. HANAZONO Engineering Indonesia
We are always partner with you
WELDING RECORD OF QUALIFICATION TEST
TEST NO. | QC-WT-2502-04 PREPARED BY __BENRIDHO
TEST DATE . November 11, 2025 (o
REVIEWED BY
WELDER NAME ~ SUPARLAN
(1.D.NO.) SP-2506
WPS NO. : 008/HEIWPSIMIGAS/21 APPROVED BY RYSNANDI
SKETCH (Pass Sequence) MATERIAL : SA36
THICKNESS S T12mm
SHIELDING GAS . NIA
GAS FLOW RATE o NIA
| TUNGSEN ELECTRODE NIA
e WELDING POSITION . 3G (VERTICAL)
o 1) ELECTRICAL CHARACTERISTIC : DCEP
TECHNIQUE . String & Weave Bead
OTHERS ; Brand Name Filler Metal :
SMAW E7018-1H4R
BOHLER
ELECTRODE SIZE/ PREHEAT/
P | WEr o | TRADE NAME! LOT NO. OF INTER ANP. voLT (2':535]) HEAT INPUT (KJimm)
AWS NO. ELECTRODE TEMP.
1 SMAW E7018-14HR @ 3.2/A102943 33°%C 110 22 6,32 22,97
2 SMAW E7018-14HR @ 3.2/A102843 126°C 123 21 11,28 13,76
3 SMAW E7018-14HR @ 3.2/1A102943 129°C 127 26 11,04 17,95
4 SMAW E7018-14HR @ 3.2/A102943 136°C 126 24 11.14 16.29
5 SMAW E7018-14HR @ 3.2/A102943 142°C 132 23 11,22 16.24
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WELDING RECORD OF QUALIFICATION TEST
TEST NO. 4 PREPARED BY | 7' ¢ BE@%
TEST DATE : December 30, 2025 cr PSS
REVIEWED BY IESTY
WELDER NAME ~ : KOSWARA
(1LD.NO.) TKW-2412
WPS NO.  D4IHEIWPS/MIGAS/26 APPROVED BY RUSNANDI
SKETCH (Pass Sequence) MATERIAL . SA36
THICKNESS © T18mm
SHIELDING GAS : NIA
7 GAS FLOW RATE : NIA
TUNGSEN ELECTRODE :NIA
§ w WELDING POSITION : 3G (Uphill
s SMAW oQ $A36 ELECTRICAL CHARACTERISTIC : DCEP
- TECHNIQUE . String & Weave Bead
v OTHERS . Brand Name Filler Metal :
Y7 SMAW : E7018-1 4HR
ELECTRODE SIZE/ PREHEAT/
il WELDRS | TRADE NAME / LOT NO. OF INTER AMP. voLT SPEED | HEAT INPUT (Kdimm)
: AWS NO. ELECTRODE TEMP. i)
1 SMAW | ET7018-14HR 2 3.2/A102943 32°C 100 20 6.32 18,99
2 SMAW | E7018-14HR @ 3.2/A102943 115°C 110 21 11,26 12,31
3 SMAW E7018-14HR @ 3.2/1A102843 105°C 112 22 11,04 13,39
4 SMAW E7018-14HR @ 3.2/A102843 112°C 124 22 11,14 14,69
5 SMAW | E7018-14HR @ 3.2/A102943 132°C 122 20 11,22 13,05
8 SMAW E7018-14HR @ 3.2/A102943 124°C 122 20 11,02 13,28
7 SMAW | E7018-14HR @ 3.2/A102943 150°C 124 24 11.9 15,01
8 SMAW E7018-14HR @ 3.2/A102943 175°%C 100 23 11,9 11,60
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WELDING RECORD OF QUALIFICATION TEST
TEST NO. : 10A PREPARED BY o %’é NR‘IDHO
TEST DATE ; April 09, 2026 te\o. ot )
REVEWEDBY ‘. VARIESTY
WELDER NAME ~ : RAHMATULLAH —
(1.D.NO.) ' RM-2601
WPS NO. | 04/HEWWPS/MIGAS/26 APPROVED BY RUYSNANDI
SKETCH (Pass Sequence) MATERIAL . SA 36
THICKNESS : T12mm
SHIELDING GAS  NIA
GAS FLOW RATE N
TUNGSEN ELECTRODE o NIA
gﬁ‘ % WELDING POSITION : 2G (Horizantal)
81 <) ELECTRICAL CHARACTERISTIC | DCEP
TECHNIQUE . String & Weave Bead
OTHERS : Brand Name Filler Metal :
SMAW : E7018-1 4HR
ELECTRODE SIZE/ PREHEAT/
Pr:\gs mg’;ag’g TRADE NAME / LOT NO. OF INTER AMP. VOLT (3:5551) HEAT INPUT (KJ/mm)
' AWS NO. ELECTRODE TEMP.
1 SMAW E7018-14HR @ 3.2/A102943 32°C 100 20 6,32 18,99
2 SMAW E7018-14HR @ 3.2/A102943 115°C 120 21 11,26 13,43
3 SMAW E7018-14HR @ 3.2/A102943 105°C 110 23 11,04 13,75
4 SMAW | E7018-14HR @ 3.2/A102943 112°C 124 22 11,14 14,69
5 SMAW E7018-14HR @ 3.2/A102943 132°C 124 24 11,22 15,91
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WELDING RECORD OF QUALIFICATION TEST

o “SE’%IDHO

TEST NO, 10 PREPARED BY ,
TEST DATE : April 09, 2026 [
REVIEWED BY  'VARIESTY
WELDER NAME ~ : RAHMATULLAH : :
(1.D.NO.) : RM-2601
WPS NO. : D4/HEIWPSIMIGAS/26 APPROVED BY RU$NANDI
SKETCH (Pass Sequence) MATERIAL : SA36
THICKNESS : T18mm
SHIELDING GAS © NIA
GAS FLOW RATE © NIA
TUNGSEN ELECTRODE : NIA
s WELDING POSITION : 3G (Uphill)
= ELECTRICAL CHARACTERISTIC : DCEP
3 TECHNIQUE : String & Weave Bead
OTHERS . Brand Name Filler Metal :
SMAW : E7018-1 4HR
ELECTRODE SIZE/ PREHEAT/
P:gs xg#a’gg TRADE NAME / LOT NO. OF INTER AMP. VOLT {f:nsﬁ% HEAT INPUT (KJ/mm)
: AWS NO. ELECTRODE TEMP.
1 SMAW E7018-14HR @ 3.2/A102943 32°% 100 20 6,32 18,99
2 SMAW E7018-14HR @ 3.2/A102943 115°C 120 21 11,26 13,43
3 SMAW E7018-14HR @ 3.2/A102943 105°C 110 23 11,04 13,75
4 SMAW E7018-14HR @ 3.2IA102943 112°% 124 22 11,14 14,69
5 SMAW E7018-14HR @ 3.2/A102943 132°C 124 24 11,22 15,91
8 SMAW E7018-14HR @ 3.2/1A102943 124°C 122 20 11,02 13,28
7 SMAW E7018-14HR @ 3.2/A102943 150°C 124 22 11,9 13,75
8 SMAW E7018-14HR @ 3.2/A102943 175°C 120 23 11,9 13,92
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WELDING RECORD OF QUALIFICATION TEST
TEST NO 11 PREPARED BY BENRIDHO
TEST DATE : April 09, 2026
REVIEWED BY VARIESTY
WELDER NAME  : HIDAYATULLAH
(1LD.NO)) - RM-2602
WPS NO. - 04/HEIWPSIMIGAS/26 APPROVED BY RUSNANDI
SKETCH (Pass Seguence) MATERIAL : SA36
THICKNESS L T18mm
SHIELDING GAS : NIA
7 GAS FLOW RATE © NIA
TUNGSEN ELECTRODE © NIA
s w WELDING POSITION : 3G (Uphill)
= o ELECTRICAL CHARACTERISTIC : DCEP
SMAW .
1 SASG TECHNIQUE : String & Weave Bead
v OTHERS . Brand Name Filler Metal :
Y1 SMAW : E7018-1 4HR
ELECTRODE SIZE/ PREHEAT/
g VJE'}%‘S TRADE NAME / LOT NO. OF INTER AMP. VOLT (2?55?\) HEAT INPUT (KJ/imm)
AWS NO. ELECTRODE TEMP.
1 SMAW E7018-14HR @ 3.2/A102943 35°C 100 20 6,32 18,99
2 SMAW E7018-14HR @ 3.2/A102943 115°C 120 21 11,28 13,43
3 SMAW E7018-14HR @ 3.2/A102843 115°C 118 22 11,04 14,11
4 SMAW E7018-14HR @ 3.2/A102943 122°C 119 20 11,14 12,82
5 SMAW E7018-14HR @ 3.2/A102943 142°C 124 24 11,22 15,91
6 SMAW E7018-14HR @ 3.2/A102843 154°C 122 20 11,02 13,28
7 SMAW E7018-14HR @ 3.2/A102943 186°C 120 24 11,9 14,52
8 SMAW E7018-14HR @ 3.2/A102943 178°C 119 21 11,9 12,60
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WELDING RECORD OF QUALIFICATION TEST

TEST NO. t11A PREPARED BY BENRIDHO
TEST DATE : April 09, 2026 ?0‘/‘
REVIEWED BY VARIESTY
WELDER NAME ~ : HIDAYATULLAH
(1D, NO.) - HD-2602 /LE/
WPS NO. : 04/HEIWPS/MIGAS/26 APPROVED BY RUSNANDI
SKETCH (Pass Sequence) MATERIAL : SA36
THICKNESS CT12mm
SHIELDING GAS L NIA
GAS FLOW RATE © N/A
\ TUNGSEN ELECTRODE 7
£ WELDING POSITION ¢ 2G (Horizantal)
N 1) ELECTRICAL CHARACTERISTIC : DCEP
TECHNIQUE . String & Weave Bead
OTHERS : Brand Name Filler Metal
SMAW : E7018-1 4HR
ELECTRODE SIZE/ PREHEAT/
PASS
i Vag#%’g TRADE NAME / LOT NO. OF INTER AMP. VOLT SPEED  |HEAT INPUT (Kuimm)
‘ AWS NO. ELECTRODE TEMP. (mm/Min)
1 SMAW E7018-14HR @ 3.2/A102043 32°C 100 20 8,32 18,99
2 SMAW E7018-14HR @ 3.2/A102843 115°C 120 21 11,26 13,43
3 SMAW E7018-14HR @ 3.2/A102943 105°C 110 23 11,04 13,756
4 SMAW E7018-14HR @ 3.2/A102943 112°c 124 22 11,14 14,69
5 SMAW E7018-14HR @ 3.2/A102843 132°C 124 24 11,22 15,91
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TEST NO. - 12 PREPARED BY
TEST DATE : April 09, 2026 7 %‘
REVIEWED BY VARIES
WELDER NAME - ARIFAN
(1D. NO.) TAF-1307
WPS NO.  04/HEIMPSIMIGAS/28 APPROVED BY RUBNANDI
SKETCH (Pass Sequence) MATERIAL : SA36
THICKNESS © T18mm
SHIELDING GAS - NIA
7 GAS FLOW RATE CNIA
TUNGSEN ELECTRODE NIA
§ ‘ WELDING POSITION - 3G (Uphill)
T . ELECTRICAL CHARACTERISTIC : DCEP
3 a TECHNIQUE : String & Weave Bead
OTHERS . Brand Name Filler Metal :
Y7 SMAW : ET018-1 4HR
ELECTRODE SIZE/ PREHEAT
Pr:\gs ‘:’Agﬂ'gg TRADE NAME / LOT NO. OF INTER AMP. VOLT SP?S.D HEAT INPUT (KJ/mm)
: AWS NO. ELECTRODE TEMP. {mmivin)
1 SMAW E7018-14HR @ 3.2/A102843 38°C 100 20 6,32 18,89
2 SMAW E7018-14HR @ 3.2/A102843 100°C 120 21 11,26 13,43
3 SMAW | E7018-14HR @ 3.2/A102943 103°%C 118 22 11,04 14,11
4 SMAW | E7018-14HR @ 3.2/A102943 122°%C 120 20 11,14 12,93
5 SMAW E7018-14HR @ 3.2/A102843 134°¢C 120 22 11,22 14,12
6 SMAW | E7018-14HR @ 3.2/A102943 134°%C 120 20 11,02 13,07
7 SMAW | E7018-14HR @ 3.2/A102043 160°C 120 24 11,9 14,52
8 SMAW | E7018-14HR @ 3.2/A102943 173°% 119 20 11,9 12,00
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WELDING RECORD OF QUALIFICATION TEST
TEST NO, - 12A PREPARED BY BENRIDHO
TEST DATE : April 09, 2026 ?@/‘-
REVIEWED BY VARIESTY
WELDER NAME ~ : ARIFAN
(1.D. NO.) "HD-2602 17
WPS NO. : 04/HEIWPSIMIGAS/26 APPROVED BY SNANDI
SKETCH (Pass Sequence) MATERIAL . SA36
THICKNESS C T12mm
SHIELDING GAS : N/A
GAS FLOW RATE © N/A
TUNGSEN ELECTRODE © NIA
i % WELDING POSITION - 2G (Horizantal)
5 | ) ELECTRICAL CHARACTERISTIC : DCEP
TECHNIQUE String & Weave Bead
OTHERS ;. Brand Name Filler Metal
SMAW - E7018-1 4HR
ELECTRODE SIZE! PREHEAT/
P:gs ‘ﬁ%z'goe TRADE NAME / LOT NO. OF INTER AMP. VOLT (riiss'?) HEAT INPUT (KJ/mm)
AWS NO. ELECTRODE TEMP. n
1 SMAW E7018-14HR @ 3.2/A102943 32°%C 100 20 6.32 18.99
2 SMAW E7018-14HR @ 3.2/A102943 115°C 120 21 11,26 13,43
3 SMAW E7018-14HR @ 3.2/A102943 116°C 110 21 11,04 12,55
4 SMAW E7018-14HR @ 3.2/A102943 122°C 124 24 11,14 16,03
5 SMAW E7018-14HR @ 3.2/A102943 142°C 130 22 11,22 15,29
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WELDING RECORD OF QUALIFICATION TEST
TEST NO 13 PREPARED BY BENRIDHO
TEST DATE : April 09, 2026
REVIEWED BY VARIESTY
WELDER NAME  : SDARMONO
(.D. NO.) ~SD-2606 /F
WPS NO. : 04/HEIWPS/MIGAS/26 APPROVED BY RUSNANDI
SKETCH (Pass Sequence) MATERIAL : SA36
THICKNESS . T18mm
SHIELDING GAS ¢ NIA
GAS FLOW RATE  NIA
TUNGSEN ELECTRODE © NIA
s WELDING POSITION . 4G (Overhead)
DEO ELECTRICAL CHARACTERISTIC : DCEP
— TECHNIQUE . String & Weave Bead
OTHERS . Brand Name Filler Metal :
SMAW : E7018-1 4HR
ELECTRODE SIZE/ PREHEAT/
oo ﬁ%ﬂgg TRADE NAME / LOT NO. OF INTER AP, VOLT Py |HEAT INPUT (Kiimim)
‘ AWS NO ELECTRODE TEMP. ( n)
1 SMAW E7018-14HR @ 3.2/A102943 33°%c 112 20 6,32 21,27
2 SMAW E7018-14HR 0 3.2/A102943 100°C 121 20 11,26 12,90
3 SMAW E7018-14HR @ 3.2/A102943 103°%C 118 22 11,04 14,11
4 SMAW E7018-14HR @ 3.2/A102943 122°C 120 20 11,14 12,93
5 SMAW E7018-14HR @ 3.2/A102943 134°C 121 22 11,22 14,24
6 SMAW E7018-14HR @ 3.2/A102943 164°C 119 20 11,02 12,96
7 SMAW E7018-14HR @ 3.2/A102943 170°C 124 23 11,9 14,38
8 SMAW E7018-14HR @ 3.2/A102943 183°%C 123 22 11,9 13,64
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WELDING RECORD OF QUALIFICATION TEST
TEST NO. . 13A PREPARED BY BENKIDHO
TEST DATE : April 09, 2026 i
REVIEWED BY ~VARIESTY
WELDER NAME  : SUDARMONO
(1LD.NO.) . HD-2602
WPS NO. : D4/HEIWPS/MIGAS/26 APPROVED BY RUSNANDI
SKETCH (Pass Sequence) MATERIAL : SA36
THICKNESS CT12mm
SHIELDING GAS : NIA
GAS FLOW RATE | NIA
TUNGSEN ELECTRODE . NIA
B % WELDING POSITION © 2G (Horizantal)
54 o) ELECTRICAL CHARACTERISTIC : DCEP
TECHNIQUE : String & Weave Bead
OTHERS . Brand Name Flller Metal :
SMAW - E7018-1 4HR
ELECTRODE SIZE! PREHEAT/
P:‘gs VMVELT%'S TRADE NAME / LOT NO. OF INTER AMP. vOLT (iﬁﬁ?‘) HEAT INPUT (KJimm)
' AWS NO ELECTRODE TEMP.
1 SMAW E7018-14HR @ 3.2/A102943 32° 104 19 8,32 18,76
2 SMAW E7018-14HR @ 3.2/A102943 115°C 124 22 11,26 14,54
3 SMAW E7018-14HR @ 3.2/A102943 116°C 120 21 11,04 13,70
4 SMAW E7018-14HR 23.2/A102943 122°C 128 22 11,14 14,93
5 SMAW E7018-14HR @ 3.2/1A102943 152°C 124 24 11,22 15,91
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WELDING RECORD OF QUALIFICATION TEST
TESTNO 14 PREPARED BY -/ BENRIDHO
TEST DATE April 11, 2026 /2(/,-
REVIEWED BY VARIESTY
WELDER NAME ~ : AGUS P
(1D. NO.) TAP-2607 /k/
WPS NO. | D4/HEIWPSMIGAS/26 APPROVED BY RUSNANDI
SKETCH (Pass Sequence) MATERIAL : SA36
THICKNESS : T18 mm
SHIELDING GAS : NIA
GAS FLOW RATE © NIA
TUNGSEN ELECTRODE : NIA
s WELDING POSITION . 4G (OVERHEAD)
z ELECTRICAL CHARACTERISTIC : DGEP
- TECHNIQUE . String & Weave Bead
OTHERS . Brand Name Filler Metal :
SMAW : E7018-1 4HR
ELECTRODE SIZE/ PREHEAT/
PSSS ‘mgagg’ TRADE NAME / LOT NO. OF INTER AMP. VOLT ;’;’fﬁg) HEAT INPUT (KJ/mm)
; AWS NO. ELECTRODE TEMP.
1 SMAW E7018-14HR @ 3.2/A102943 35°Cc 100 20 6,32 18,99
2 SMAW E7018-14HR 0 3.2/A102943 115°C 120 21 11,26 13,43
3 SMAW E7018-14HR @ 3.2/A102943 116°%C 118 22 11,04 14,11
4 SMAW E7018-14HR @ 3.2/A102943 122°%C 118 20 11,14 12,82
5 SMAW E7018-14HR 2 3.2/A102943 142°C 124 24 11,22 15,91
6 SMAW E7018-14HR @ 3.2/A102043 154°C 122 20 11,02 13,28
7 SMAW E7018-14HR @ 3.2/A102943 166°C 120 24 11,9 14,52
8 SMAW E7018-14HR @ 3.2/A102943 178°C 119 21 11,8 12,60
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WELDING RECORD OF QUALIFICATION TEST
TEST NO. 147 PREPAREDBY 7/ [ BENRIDHO
TEST DATE : April 09, 2026
REVIEWED BY ~ VARIESTY
WELDER NAME ~ :AGUSP
(1.D. NO.) ~AP-2607 q?’
WPS NO. : 04/HEIWWPS/MIGAS/26 APPROVED BY RUSNANDI
SKETCH (Pass Sequence) MATERIAL : SA36
THICKNESS :T12mm
SHIELDING GAS : NIA
GAS FLOW RATE © NA
\ TUNGSEN ELECTRODE NIA
£ WELDING POSITION : 3G (UPHILL)
o | ) ELECTRICAL CHARACTERISTIC : DCEP
TECHNIQUE ¢ String & Weave Bead
OTHERS . Brand Name Filler Metal :
SMAW : E7018-1 4HR
ELECTRODE SIZE/ PREHEAT/
FLa> | WIELDNS | TRADE NAME / LOT NO. OF INTER AMP. VOLT (ﬁﬁsﬁﬁ) HEAT INPUT (KJ/mm)
: AWS NO. ELECTRODE TEMP
1 SMAW E7018-14HR @ 3.2/A102943 32°c 104 19 8,32 18,76
2 SMAW E7018-14HR @ 3.2/A102943 125°C 124 22 11,26 14,54
3 SMAW E7018-14HR @ 3.2/A102943 116°C 120 21 11,04 13,70
4 SMAW | E7018-14HR @ 3.2/A102943 126°C 126 22 11,14 14,93
5 SMAW E7018-14HR @ 3.2/A102943 156°C 124 24 11,22 15,91
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WELDING RECORD OF QUALIFICATION TEST
TEST NO. 15A PREPARED BY // BENRIDHO
TEST DATE : April 09, 2026 < ?0./
REVIEWED BY VARIESTY
WELDER NAME  : JEFRIYAN
(1.D. NO.) - JF-2608
WPS NO. : 04/HE/WPSIMIGAS/26 APPROVED BY RUBNANDI
SKETCH (Pass Sequence) MATERIAL . SA36
THICKNESS : T12mm
SHIELDING GAS :NIA
GAS FLOW RATE ;NIA
I TUNGSEN ELECTRODE . NA
£ WELDING POSITION © 2G (Horizantal)
5 < ELECTRICAL CHARACTERISTIC : DCEP
TECHNIQUE . String & Weave Bead
OTHERS : Brand Name Filler Metal :
SMAW : E7018-1 4HR
ELECTRODE SIZE/ PREHEAT/
pﬁgs VJE;&'&? TRADE NAME / LOT NO. OF INTER AMP. VOLT (2:15,551) HEAT INPUT (KJ/mm)
' AWS NO. ELECTRODE TEMP.
1 SMAW E7018-14HR @ 3.2/A102943 32°% 104 20 6,32 19,75
2 SMAW E7018-14HR 2 3.2/A102943 115°C 120 22 11,26 14,07
3 SMAW E7018-14HR @ 3.2/A102943 116°C 122 22 11,04 14,59
4 SMAW E7018-14HR @ 3.2/A102943 132°C 123 20 11,14 13,25
5 SMAW E7018-14HR @ 3.2/1A102843 182°C 126 24 11,22 16,17
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WELDING RECORD OF QUALIFICATION TEST

TEST NO 115 PREPARED BY BENRIDHO
TEST DATE : April 11, 2026 N /Yd}/
REVIEWED BY “VARIESTY
WELDERNAME  :JEFRIYAN
(1.D. NO.) - JF-2608
WPS NO. - 04/HEINWPSIMIGAS/26 APPROVED BY RUBNANDI
SKETCH (Pass Sequence) MATERIAL . SA36
THICKNESS : T18mm
SHIELDING GAS : NIA
7 GAS FLOW RATE  NIA
TUNGSEN ELECTRODE :NA
% % WELDING POSITION : 3G (UP HILL)
SMAW SA36 ELECTRICAL CHARACTERISTIC - DCEP
3 9 TECHNIQUE . String & Weave Bead
OTHERS . Brand Name Filler Metal :
) ) SMAW : E7018-1 4HR
ELECTRODE SIZE/ PREHEAT/
P,
&8 ﬂ%ﬁ'gg TRADE NAME / LOT NO. OF INTER AMP. VOLT (ﬁf’n’fﬁﬁ HEAT INPUT (Ku/mm)
’ AWS NO. ELECTRODE TEMP. )
1 SMAW E7018-14HR @ 3.2/A102943 34°C 100 19 6,32 18,04
2 SMAW E7018-14HR @ 3.2/A102843 108°C 122 21 11,26 13,65
3 SMAW E7018-14HR @ 3.2/A102943 112°C 118 20 11,04 12,83
4 SMAW | E7018-14HR @ 3.2/A102943 120°C 119 20 11,14 12,82
5 SMAW | E7018-14HR @ 3.2/A102943 132°C 123 21 11,22 13,81
8 SMAW | E7018-14HR @ 3.2/A102943 154°C 122 24 11,02 15,94
7 SMAW | E7018-14HR @ 3.2/A102943 170°C 124 22 11,9 13,75
8 SMAW | E7018-14HR @ 3.2/A102943 172°C 120 21 1.9 12,71
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TEST NO. 116 PREPARED BY _—BENRIDHO
TEST DATE : April 11, 2026 "w"
REVIEWED BY T VARIESTY
WELDER NAME ‘NIRMANUDIN
(I.D.NO.) :NR-2610
WPS NO. : Q4/HEI/WPS/MIGASI26 APPROVED BY RUBGNANDI
SKETCH (Pass Sequence) MATERIAL : SA36
THICKNESS : T18mm
SHIELDING GAS : NA
GAS FLOW RATE : N/A
TUNGSEN ELECTRODE N/A
= WELDING POSITION : 3G (UP HILL)
= ELECTRICAL CHARACTERISTIC : DCEP
3 TECHNIQUE : String & Weave Bead
OTHERS . Brand Name Filler Metal :
SMAW : E7018-1 4HR
ELECTRODE SIZE/ PREHEAT/
Ph?gs vh\/‘/%algg TRADE NAME / LOT NO. OF INTER AMP. VOLT (:‘is’i:?‘) HEAT INPUT (KJ/imm)
3 AWS NO. ELECTRODE TEMP.
1 SMAW E7018-14HR @ 3.2/A102843 34°C 100 18 6,32 18,04
2 SMAW E7018-14HR @ 3.2/A102943 106°C 120 21 11,26 13,43
3 SMAW E7018-14HR @ 3.2/A102843 112°C 118 20 11,04 12,83
4 SMAW E7018-14HR @ 3.2/A102943 122°% 119 20 11,14 12,82
5 SMAW E7018-14HR @ 3.2/A102943 132°C 123 21 11,22 13,81
6 SMAW E7018-14HR @ 3.2/A102943 162°C 120 20 11,02 13,07
7 SMAW E7018-14HR @ 3.2/A102943 174°C 122 21 11,9 12,92
8 SMAW E7018-14HR @ 3.2/A102943 178°C 122 21 11,9 12,92
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WELDING RECORD OF QUALIFICATION TEST
TEST NO. :7A PREPARED BY 2:Ii-RY
TEST DATE : June 16, 2026
REVIEWED BY ANDHIKA
WELDER NAME :SUDARMONO
(1D. NO.) " SD-2606 Q/
WPS NO. : HEI-WPS-AWS-FC-01 APPROVED BY RUSNANDI
SKETCH (Pass Sequence) MATERIAL . SA 36
THICKNESS © T12mm
SHIELDING GAS : NJA
GAS FLOW RATE N/A
| TUNGSEN ELECTRODE : N/A
g WELDING POSITION ! 2G (HORIZONTAL)
o ) ELECTRICAL CHARACTERISTIC : DCEP
TECHNIQUE . String & Weave Bead
OTHERS . Brand Name Filler Metal ;
FCAW : E71T-1C-H8
ELECTRODE SIZE/ PREHEAT/
P:‘gs ﬁ’ég%“g TRADE NAME / LOT NO. OF INTER AMP. VOLT (f‘ff,sa) HEAT INPUT (KJ/mm)
’ AWS NO. ELECTRODE TEMP.
1 FCAW E71T-1C-H8 @ 1.2/2235083 125°C 170 22 12,72 17,64
2 FCAW E71T-1C-H8 @ 1.212235083 125°C 214 22 14,21 19,88
3 FCAW E717-1C-H8 @ 1.2/2235083 132°C 214 24 14,21 21,89
4 FCAW E71T-1C-H8 @ 1.2/2235083 132°%C 213 22 11,22 25,06
5 FCAW E71T-1C-H8 @ 1.2/2235083 152°C 228 24 14.21 2290
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WELDING RECORD OF QUALIFICATION TEST
TEST NO. ' 7 PREPARED BY TERRY
TEST DATE : June 16, 2026
REVIEWED BY | ANDHIKA
WELDER NAME ~ :SUDARMONO \-
(1.D. NO.) - $D-2606 %
WPS NO. : HEI-WPS-AWS-FC-01 APPROVED BY RUSNANDI
SKETCH (Pass Sequence) MATERIAL : SA36
THICKNESS C T12mm
SHIELDING GAS ;NIA
GAS FLOW RATE ' NIA
. TUNGSEN ELECTRODE ;NIA
E WELDING POSITION ! 3G (UP HILL)
o ) ELECTRICAL CHARACTERISTIC : DCEP
S TECHNIQUE : String & Weave Bead
OTHERS . Brand Name Filler Metal :
FCAW : E71T-1C-HB
ELECTRODE Size/ PREHEAT!
p:gs WELDING | TRADE NAME / LOT NO. OF INTER AMP. VOLT (2')55?,) HEAT INPUT (KJ/mm)
' AWS NO. ELECTRODE TEMP. ™
1 FCAW E71T-1C-H8 @ 1.2/2235083 115°C 175 23 12,72 18,99
2 FCAW E71T-1C-H8 @ 1.2/2235083 108°C 212 24 14,21 21,48
3 FCAW E71T-1C-H8 @ 1.2/2235083 112°C 218 24 14,21 22,09
4 FCAW E71T-1C-H8 @ 1.2/2235083 132°C 210 21 11,22 23,58
5 FCAW E71T-1C-H8 @ 1.2/2235083 142°C 227 22 14,21 21,09
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WELDING RECORD OF QUALIFICATION TEST
TEST NO. g PREPARED BY ; TARY |
TEST DATE : June 16, 2026 ,V\‘
REVIEWED BY ANDHIKA
WELDER NAME ~ : SYUKUR
(LD.NO.) TSY-2611 /y/
WPS NO. - 04/HEIWPS/MIGAS/26 APPROVED BY RYSNANDI
SKETCH (Pass Sequence) MATERIAL : SA36
THICKNESS D T12mm
SHIELDING GAS  NIA
GAS FLOW RATE N/A
| TUNGSEN ELECTRODE : NIA
L WELDING POSITION © 26 (Horizantal)
= i) ELECTRICAL CHARACTERISTIC : DCER
TECHNIQUE ' String & Weave Bead
OTHERS : Brand Name Filler Metal :
SMAW : ET0T8-T 4HR
ELECTRODE SIZE/ PREHEAT/
pﬁgs VJE'}E{'C':S TRADE NAME / LOT NO. OF INTER AMP. VOLT ;’;‘f&% HEAT INPUT (KJ/mm)
‘ AWS NO. ELECTRODE TEMP.
1 SMAW E7018-14HR @ 3.2/A102943 32°C 104 19 6,32 18,76
2 SMAW E7018-14HR @ 3.2/A102943 135°C 124 22 11,26 14,54
3 SMAW E7018-14HR @ 3.2/1A102943 128°C 120 20 11,04 13,04
4 SMAW E7018-14HR @.3.2/1A102043 148°¢ 124 23 11,14 15,36
5 SMAW E7018-14HR @ 3.2/A102843 170°C 122 22 11,22 14,35
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WELDING RECORD OF QUALIFICATION TEST
TEST NO. 1A PREPARED BY TERRY
TEST DATE : June 16, 2026
REVIEWED BY ANDHIKA
WELDER NAME  : SYUKUR
(.D. NO.) T SY-2611
WPS NO. : D4/HEI/WPS/MIGAS/26 APPROVED BY RUSNANDI
SKETCH (Pass Sequence) MATERIAL : SA36
THICKNESS S T12mm
SHIELDING GAS : NIA
GAS FLOW RATE © NIA
: TUNGSEN ELECTRODE CNIA
g WELDING POSITION © 3G (UP HILL)
o L D, ELECTRICAL CHARACTERISTIC : DCEP
TECHNIQUE . String & Weave Bead
OTHERS . Brand Name Filler Metal -
SMAW : E7018-1 4HR
ELECTRODE SIZE PREHEAT/
e thg';zg’g TRADE NAME / LOT NO. OF INTER AMP, voLT :pfsp HEAT INPUT (KJ/mm)
' AWS NO. ELECTRODE TEMP. (mm/Min)
1 SMAW | E7018-14HR @ 3.2/A102943 38°C 104 19 6,32 18,76
2 SMAW E7018-14HR @ 3.2/A102843 122°C 124 22 11,26 14,54
3 SMAW | E7018-14HR @ 3.2/A102943 120°C 120 21 11,04 13,70
4 SMAW | E7018-14HR @ 3.2/A102943 128°C 126 22 11,14 14,93
5 SMAW | E7018-14HR @ 3.2/A102943 149°C 124 24 11,22 15,91
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WELDING RECORD OF QUALIFICATION TEST
TEST NO. 12 PREPARED BY = [ TERRY
TEST DATE : June 16, 2026 ' P(V/
REVIEWED BY ANDHIKA
WELDER NAME ;M YUSUF
(1.D. NO,) T SY-2612 ('?/
WPS NO. | D4/HEIMWPSIMIGASI26 APPROVED BY RUSNANDI
SKETCH (Pass Sequence) MATERIAL : SA36
THICKNESS S T12mm
SHIELDING GAS CNA
GAS FLOW RATF © N/A
L TUNGSEN ELECTRODE  NA
E ‘| WELDING POSITION 3G (UP HILL)
S, ) ELECTRICAL CHARACTERISTIC '@ DCEP
TECHNIQUE . String & Weave Bead
OTHERS : Brand Name Filler Metal :
SMAW : E7018-1 4HR
ELECTRODE SizE! PREHEAT/
pﬁgs V&'E'}%‘g TRADE NAME / LOT NO. OF INTER AMP. VOLT (;Pm‘fsg‘) HEAT INPUT (KJ/mm)
' AWS NO. ELECTRODE TEMP.
1 SMAW E7018-14HR @ 3.2/A102943 34°%C 110 19 6,32 19,84
2 SMAW E7018-14HR @ 3.2/1A102843 118°C 130 22 11,26 15,24
3 SMAW E7018-14HR @ 3.2/A102943 120°C 121 21 11,04 13,81
4 SMAW E7018-14HR 2 3.2/A102943 130°C 122 2 11,14 1446
5 SMAW E7018-14HR @ 3.2/A102943 170°C 122 24 11,22 15,66
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TEST NO. :3 PREPARED BY
TEST DATE ; June 16, 2026 M/
REVIEWED BY ANDHIKA
WELDER NAME : MARTIN
(1.D. NO.) : MA-2613
WPS NO. : 04/HEVWPSIMIGAS!26 APPROVED BY RUSNANDI
SKETCH (Pass Sequence) MATERIAL . SA36
THICKNESS P T12mm
SHIELDING GAS . NIA
GAS FLOW RATE * N/A
| . TUNGSEN ELECTRODE . NIA
E f WELDING POSITION ¢ 3G (UP HILL)
& _L ke % ELECTRICAL CHARACTERISTIC | DCER
TECHNIQUE . String & Weave Bead
OTHERS . Brand Name Filler Metal :
SWIAW : E7T018-T 4HR
ELECTRODE SIZe/ PREHEAT/
A
. | WELDNG | TRADE NAME / LOT NO. OF INTER AMP., VOLT SPEED  |HEAT INPUT (Kdimm)
' AWS NO. ELECTRODE TEMP. (m in)
1 SMAW E7018-14HR @ 3.2/A102943 32% 104 19 6,32 18,76
2 SMAW E7018-14HR @ 3.2/A102943 115°C 123 21 11,26 13,76
3 SMAW E7018-14HR @ 3.2/1A102943 120°C 122 20 11,04 13,26
4 SMAW E7018-14HR 2.3.2/A102043 1832% 23 22 11,14 14,57
5 SMAW E7018-14HR @ 3.2/1A102943 165°C 120 22 11,22 14,12
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WELDING RECORD OF QUALIFICATION TEST
TEST NO. 1 3A PREPARED BY TERRY
TEST DATE : June 16, 2026 %/
REVIEWED BY ANDHIKA
WELDER NAME  : MARTIN
(1.D. NO.) MA-2613
WPS NO. : D4/HE!IWPS/MIGAS/26 APPROVED BY RUSNANDI
SKETCH (Pass Sequence) MATERIAL : SA36
THICKNESS :T12mm
SHIELDING GAS NIA
(GAS FLOW RATE - NIA
" TUNGSEN ELECTRODE © N/A
B . WELDING POSITION : 2G (HORIZONTAL)
sl L 0 Ao ELECTRICAL CHARACTERISTIC ; DCEP
TECHNIQUE ! String & Weave Bead
OTHERS . Brand Name Filler Metal :
SMAW : E7T018-1 4HR
ELECTRODE SIZE! PREHEAT/
o | WESDINS | TRADE NAME/ LOT NO. OF INTER AMP. VOLT (S‘Pmsag) HEAT INPUT (KJ/mm)
' AWS NO. ELECTRODE TEMP.
1 SMAW E7018-14HR @ 3.2/A102943 32°% 104 19 6,32 18,76
2 SMAW E7018-14HR @ 3.2/A102943 115°C 124 22 11,26 14,54
3 SMAW E7018-14HR @ 3.2/A102843 116°C 120 21 11,04 13,70
4 SMAW E7018-14HR @ 3.2/A102043 122°%C 12 22 11,14 14,03
5 SMAW E7018-14HR @ 3.2/A102943 152°C 124 24 11,22 15,81
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WELDING RECORD OF QUALIFICATION TEST
TEST NO. 24 PREPARED BY TERRY.
TEST DATE : June 16, 2026 W
REVIEWED BY ANDHIKA
WELDER NAME ~ :LAODE
(1.D. NO.) . LA-2614
WPS NO : 04/HEIAWPS/IMIGASI26 APPROVED BY RUJNANDI
SKETCH (Pass Sequence) MATERIAL . SA36
THICKNESS S T12mm
SHIELDING GAS . NIA
GAS FLOW RATE © NIA
i TUNGSEN ELECTRODE : NIA
E WELDING POSITION : 2G (HORIZONTAL)
o 1) ELECTRICAL CHARACTERISTIC : DCEP
TECHNIQUE ! String & Weave Bead
OTHERS : Brand Name Filler Metal :
SMAW : E7018-1 4HR
ELECTRODE SIZE/ PREHEAT!
Ph?gs mg']:z'gg TRADE NAME / LOT NO. OF INTER AMP. vOLT (ifn%a) HEAT INPUT (KJ/mm)
' AWS NO. ELECTRODE TEMP.
1 SMAW E7018-14HR @ 3.2/A102943 32°C 104 19 6,32 18,76
2 SMAW E7018-14HR O 3.2/A102943 118°C 123 20 11,26 13,11
3 SMAW E7018-14HR @ 3.2/A102943 120°C 122 20 11,04 13,28
4 SMAW E7018-14HR @ 3.2/A102943 130°%C 126 22 11,14 14,93
5 SMAW E7018-14HR @ 3.2/A102943 172°c 124 23 11,22 15,25
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TEST NO. 15 PREPARED BY TERRY
TEST DATE : June 16, 2026 P
REVIEWED BY ANDHIKA
WELDER NAME :FERNANDO
(1.D. NO.) : FR-2615
WPS NO. : D4/HEI/WPS/MIGAS/26 APPROVED BY R ANDI
SKETCH (Pass Sequence) MATERIAL : SA36
THICKNESS o T12mm
SHIELDING GAS : NIA
GAS FLOW RATE - NIA
TUNGSEN ELECTRODE . NIA
E [ u WELDING POSITION : 2G (HORIZONTAL)
o 1' o ELECTRICAL CHARACTERISTIC : DCEP
i TECHNIQUE . String & Weave Bead
OTHERS . Brand Name Filler Metal :

SMAW ; E7018-1 4HR

ELECTRODE SIZE/ PREHEAT/

el b o TRADE NAVE LoT NO.OF INTER AMP. voLT (zﬁa) HEAT INPUT (KJimm)
1 | SMAW | E7018-14HR | @ 3.2/A102943 32°C 104 19 6.32 18,76
2 SMAW E7018-14HR @ 3.2/A102943 119°C 120 20 11,26 12,78
3 | SMAW | E701814HR | @3.2A102843 | 120°C 122 21 11,04 13,92
4 | SMAW | E701814HR | @32/A102943 | 132°C 122 22 11,14 14,46
5 | SMAW | E7018-14HR | @3.2A102943 | 158°C 120 22 1,22 1412




MO

ENGINEERS

POBOYA 2000 TPD EXPANSION
PROJECT

( cPM

(CPM Work No.)

14898

Project Document. No.: E2502-000-PRC-006

Revision No. : C

(Vendor Work No.)

Purchase e
E2502 Order No. : 11580 Page 82 of 105
PT. HANAZONO Engineering Indonesia
We are always partner with you
WELDING RECORD OF QUALIFICATION TEST
TEST NO. 54 PREPARED BY TERRY
TEST DATE : June 16, 2026 I3 W
REVIEWED BY ANDHIKA
WELDER NAME ~ :FERNANDO
(L.D.NO.) “FR-2615
WPS NO. - 04/HEI/WPS/MIGAS/26 APPROVED BY RUBNANDI
SKETCH (Pass Sequence) MATERIAL . SA36
THICKNESS . T12mm
SHIELDING GAS L NIA
GAS FLOW RATE © N/A
i TUNGSEN ELECTRODE © NIA
E 1 : WELDING POSITION © 3G (UP HILL)
5 l ) ELECTRICAL CHARACTERISTIC : DCEP
TECHNIQUE . String & Weave Bead
OTHERS . Brand Name Filler Metal :
SMAW : E7018-1 4HR
ELECTRODE SIZE/ PREHEAT/
osss Vd%ﬂ'gg TRADE NAME / LOT NO. OF INTER AMP. vOLT ( i’;ﬁﬁﬁ‘) HEAT INPUT (KJ/mm)
) AWS NO. ELECTRODE TEMP.
1 SMAW E7018-14HR @ 3.2/A102043 32°C 112 20 6,32 21,27
2 SMAW E7018-14HR @ 3.2/A102943 117°C 120 20 11,28 12,79
3 SMAW E7018-14HR @ 3.2/A102943 126°C 122 22 11,04 14,59
4 SMAW E7018-14HR @ 3.2/A102943 132°C 122 20 11,14 13,14
5 SMAW E7018-14HR @ 3.2/A102943 158°C 120 23 11,22 14,76
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WELDING RECORD OF QUALIFICATION/"TEST
TEST NO. -6 PREPARED BY TERRY
TEST DATE - June 16, 2026 PQ"/
REVIEWED BY ANDHI
WELDER NAME ~ ALFIN
(LD.NO.) AL-2616
WPS NO. : D4/HEIWPSIMIGAS/26 APPROVED BY RUSNANDI
SKETCH (Pass Sequence) MATERIAL : SA36
THICKNESS S Ti2mm
SHIELDING GAS ©NIA
GAS FLOW RATE : NIA
" TUNGSEN ELECTRODE : NIA
E T WELDING POSITION : 3G (UP HILL)
N 1) ELECTRICAL CHARACTERISTIC ; DCEP
TECHNIQUE : String & Weave Bead
OTHERS : Brand Name Filler Metal :
SMAW : E7018-1 4HR
ELECTRODE SIZE/ PREHEAT/
o | WEroos | TRADE NAME / LOT NO. OF INTER AMP. VoLT (fx;ﬁ) HEAT INPUT (KJ/mm)
‘ AWS NO. ELECTRODE TEMP.
1 SMAW E7018-14HR @ 3.2/A102943 32°Cc 104 20 6,32 19,75
2 SMAW E7018-14HR @ 3.2/A102943 120°C 121 22 11,26 14,18
3 SMAW | E7018-14HR @ 3.2/A102943 116°C 122 20 11,04 13,26
4 SMAW | E7018-14HR O 3.2/A102943 132°C 122 23 11,14 15,11
5 SMAW | E7018-14HR @ 3.2/A102943 162°C 122 22 11,22 14,35
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PT. HANAZONO Engineering Indonesia
We are always partner with you
WELDING RECORD OF QUALIFICATION TEST
TEST NO. : 8A PREPARED BY TERRY
TEST DATE - June 16, 2026 fq/_/
REVIEWED BY NDHIKA
WELDER NAME ~ :AGUS P :
(1.D. NO.) ~AP-2607 %
WPS NO. - HEI-WPS-AWS-FC-01 APPROVED BY SNANDI
SKETCH (Pass Sequence) MATERIAL : SA36
THICKNESS : T12mm
SHIELDING GAS : NIA
GAS FLOW RATE . NIA
A TUNGSEN ELECTRODE  NIA
E 2 WELDING POSITION . 2G (HORIZONTAL)
N i ELECTRICAL CHARACTERISTIC : DCEP
TECHNIQUE . String & Weave Bead
OTHERS . Brand Name Filler Metal :
FCAW : E71T-1C-H8
ELECTRODE SIZE/ PREHEAT/
o | Wesmos | TRADE NAME LOT NO. OF INTER AMP. vOLT (f‘issg) HEAT INPUT (KJ/mm)
‘ AWS NO, ELECTRODE TEMP.
1 FCAW E71T-1C-H8 @ 1.2/2235083 115°C 174 22 12,72 18,06
2 FCAW E71T-1C-H8 @ 1.2/2235083 105°C 202 22 14,21 18,76
3 FCAW E71T-1C-H8 @ 1.2/2235083 120°C 225 23 14,21 21,85
4 FCAW E71T-1C-H8 @ 1.2/2235083 142°C 222 24 11,22 28,49
5 FCAW E71T-1C-H8 @ 1.2/2235083 160°C 224 20 14,21 18,92
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PT. HANAZONO Engineering Indonesia
We are always partner with you
WELDING RECORD OF QUALIFICATION TEST
TEST NO. .8 PREPARED BY " | TERRY
TEST DATE . June 16, 2026 = /)D("‘-"
REVIEWED BY ~ ANDHIKA
WELDER NAME ~ :AGUS P
(L.D. NO.) - AP-2607
WPS NO. - HEI-WPS-AWS-FC-01 APPROVED BY RUSNANDI
SKETCH (Pass Sequence) MATERIAL . SA36
THICKNESS : T12mm
SHIELDING GAS : NJA
GAS FLOW RATE - N/A
4 TUNGSEN ELECTRODE © NIA
£ t WELDING POSITION © 3G (UP HILL)
84 1) ELECTRICAL CHARACTERISTIC : DCEP
TECHNIQUE : String & Weave Bead
OTHERS . Brand Name Filler Metal :
FCAW : E7AT-1C-H8
ELECTRODE SIZE/ PREHEAT/
Pﬁgs "M"ga'gg TRADE NAME / LOT NO. OF INTER AMP. VOLT (zﬁﬁ") HEAT INPUT (KJ/mm)
: AWS NO ELECTRODE TEMP.
1 FCAW E71T-1C-H8 @ 1.2/2235083 115°C 182 23 12,72 18,75
2 FCAW E71T-1C-H8 @ 1.212235083 105°C 224 24 14,21 22,70
3 FCAW E71T-1C-H8 @ 1.212235083 112°C 224 24 14,21 22,70
4 FCAW E71T-1C-H8 @ 1.2/2235083 132°C 203 21 11,22 22,80
5 FCAW ET1T-1C-H8 @ 1.2/2235083 142°C 224 24 14,21 22,70
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4.3 NDE Report Radiographic Testing (RT)

NDT INSPECTION & CERTIFICATION
SPECIALIST : F.J K 3
NON DESTRUCTIVE (NDT - POST WELD HEAT TREATMENT (PWHT) - PRESSURE TESTING (PST)
INSPECTION AND CERTIFICATION - TECHNICAL - NDT EQUIPMENT SUPPLIER B < "
Head Office Kp Gunung Buntu, RT 008/ RW. 003, Ds. Banyuwangs. - 2% \_\
Koc Pulo Ampot. Kab. Serang, Prov. Banien - INDONESIA 42455 | prone (0254) 761-8084 3 ‘_',"j
Perumahan Taman Cilegon Cluster Catalonia | E+mail pitianBaS@gmanl com =12 \J"ﬁ, P
Biok G7 No. 18 Kota Clegon. Prov Banten « INDONESIA 42413 17\120. 202 '\A)ul'.u) 5 :;J(‘II!-‘
CLIENT © PT. HANAZONO ENGINEERING INDONESIA
CONTRACTORS : - ____ REPORTNO. : O01TLAIRT-HEVXU2025 PROCEDURE . ASME SEC IX
PROJECT : WELDER TEST POBOYA 2000 EXPANSION DATE : 11 November 2025 ACC. CRITERION : ASMESECIX
LOCATION i CILEGOPtBANTEN ~ CONTRACT NO. SOP. NO. TLA-RT-ASME-003
PERSONNEL ESSENTIAL EQUIPMENT
RT Lev 2/ Intepr. DIDID SUGANDI - . GAMMA RAY MERK Sentinel TYPe Delta 880 SERIAL No. : D12788
RTLev1 DENNIS
PPR ASTRI RAHAYU [[] xrav MERK - TYPE SERIAL No. :
ESSENTIAL SOURCE & SURVEY METER FILM DATA ACESSORIES
1SOTOP IRIDIUM 192 FILM BRAND Fuji QI TYPE [Jasmia  [asmie
SERIAL No AS-708 FILM TYPE D?
CURIE ACT. 12 CURIE ci SIZE 4" x 10" s SHEET  PLACE of iQls [Jrumsioe  [source sioe
SOURGCE SIZE 3x mm SIZE 4" x 15" - SHEET
F.SPOT SIZE 16 mm SIZE 7" x 17" - SHEET  SCREENTYPE Beero [ |raoac
SURVEYMETER : ND2000A  SN: 96785 Process . GTAW/SMAW  SHEET  SCREENTHICK. = FRONT&REAR:1.25mm

YODI/ 6G / A-106B / 11-11- 0 H |yD-1138/ 2~4| & v
1 H 87mm |@2
2025 90 3 YD-1138{ 2~4| 6 v Stan-Stop
¥ i 0 H SR-0904{ 2~4 v
, |SAHRUL/6G/A-106B/11 ) Y .
11-2025 %0 H SR-0904] 2~4 v
7 4 [} ] RH-1402( 2~4| 6 v
3 |ROHIMI/6G/A-1068 /11 ; o |
11-2026 90 3 RH-1402 2~4| 6

86
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NDT INSPECTION & CERTIFICATION
SPECIALIST : pJ K 3
NON DESTRUCTIVE (NDT - POST WELD HEAT TREATMENT (PWHT) - PRESSURE TESTING (PST)
INSPECTION AND CERTIFICATION - TECHNICAL - NOT EQUIPMENT SUPPLIER = aals. .
Head Office  Kp Gunung Buntu. RT 005/ RW. 003, Ds. Banyuwangs IR (. fy
oo Pus Ao, Kab, Serang, Frov. Benkan - INDONESIA 42455 | Prone, (264) 7818065 Iso (4: ) ")/,:,’
Branch Offise Perumahan Taman Ciegon Cluster Cataloni | £ PRRianBas@gmal com 2SI .r,\u?-u ::1 18
Blok G7 No 16 Kota Cllegon, Prov. Bantan - INDONESIA 42413 170202012 B A L S
RADIOGRAPHY TESTING REPORT
CLIENT PT. HANAZONO ENGINEERING INDONESIA
CONTRACTORS :- - REPORT NO. O02ITLA/RT-HEVXU2025 PROCEDURE : ASME SEC IX
PROJECT | WELDER TEST POBOYA 2000 EXPANSION  DATE - 11 November 2025 ACC.CRITERION  : ASME SEC IX
LOCATION ~ : CILEGON-BANTEN CONTRACTNO. ~ sor.No. - TLA-RT-ASME-003
PERSONNEL ESSENTIAL EQUIPMENT
RT Lev 2/ Intepr. DIDID SUGANDI . GAMMA RAY MERK . Sentinel TYPE : Delta 880 SERIAL No. D12788
RT Lev1 : DENNIS )
PPR ASTRI RAHAYU — ] xrar MERK s TYPE . -  SERIALNo.: -
ESSENTIAL SOURCE & SURVEY METER FILM DATA ACESSORIES
1s0TOP : IRIDIUM 192 FILM BRAND : Fuji 1Q1 TYPE [Jasmia  [Jasmie
SERIAL No. AS-708 FILM TYPE : D7
CURIE ACT 12 CURIE ci SIZE 4 x 107 : - SHEET  PLACEO(IQIs [Jrmsios  [Jsource sive
SOURCESIZE : 3Xx mm SIZE 4" x 15" : 3 SHEET
FSPOTSIZE @ 38 mm SIZE 7" x 17" : : suerr  screenTvee  [ieac [ |rapac
SURVEY METER : NDﬁZOOO A SN: 96785  Process © SMAW SHEET SCREEN THICK FRONT & REAR : 1.25 mm

yrem—
1 YODI/ 3G A36/11-11- AB cie | 12w g —— y
2025 2
2 SAHRUL / 3G/ A36/11-11- AB cis | 1am S R, (S i
2025
5 ROHIMI/ 3G/ A36 / 11-11- AB i p— g EFRgyr! Wb e 5
2025 3
-
. A0 7 = e—— - —_—
ANV (2. 785 | w T =

Page 1 REPORT RT
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14898 Project Document. No.: E2502-000-PRC-006 Revision No. : C
(Vendor Work No.) Purchase Order No. : 11580
urcnas rder NO. :
PT. TITIAN LANCAR ABADI
NDT INSPECTION & CERTIFICATION
SPECIALIST : PJ K3
NON DESTRUCTIVE (NOT - POST WELD HEAT TREATMENT (PWHT) - PRESSURE TESTING (PST)
INSPECTION AND CERTIFICATION - TECHNICAL - NDT EQUIPMENT SUPPLIER N 259 e
Mead Office  Kp Gunung Buntu, RT 008/ RW. 003, Ds. Banyuwangs ﬁi’t@-\ { . )
Kec. Pulo Ampel. Kab. Serang. Prov. Banten - INDONESIA 42455 | prone. (0254) 781-80845 g s ot
Perumahan Taman Cilegon Cluster Catalonia E-mail. ptiitiana80goman.com NI 120 D00 2015
Blok G7 No 16 Kota Citegon, Prov, Banten - INDONESIA 42413 170202012 R
RADIOGRAPHY TESTING REPORT
CLIENT - PT. HANAZONO ENGINEERING INDONESIA
CONTRACTORS : - = - REPORT NO. : WT-HEIIXIIE254 PROCEDURE H Ag;MWE_S_VE__C“IvX
PROJECT . WELDER 1:{31 fgﬂ'iYA EMEXPMSIOL DATE $ }0 Desember 2025 ACC. CRITERION : ASME SEQ[X
LOCATION (lLEGON-BANTEN CONTRACT NO. 3 o SOP. NO. . TLA-RT-ASME-003 |
PERSONNEL ESSENTIAL EQUIPMENT
RTLev2/inepr. - EKO SUDJATMONO B caemray  mer<  : Sentinel TYPE :  Delta880 SERIALNo. D12788
RT Lev 1 DENNIS ==+ T
PPR | SAJSABILLA NUUR RADESTYA PUTRI [] xrav MERK . TYPE - -  SERIALNo.:
ESSENTIAL SOURCE & SURVEY METER FILM DATA ACESSORIES
ISOTOP ¢ IRIDIUM 19i FILM BRAND : Fuji QI TYPE DAbTM 1A lASTM 18
SERIAL No. . As708 FILM TYPE : D7
CURIE ACT 20 CURIEV Ci SZE4"x 10" $ - SHEET PLACE of IQls UFILM SIDE lSOURCE SIDE
SOURCE SIZE 3x2 mm SIZE 4" x 18" & 7 SHEET
F.SPOT SIZE 3% am SZET x 17" : - SHEET SCREENTYPE - lLEAD r RADAC
SURVEY METER ND 2000 A SIN - 96785 Process SMAW SHEET SCREEN THICK. FRONT & REAR - 1.25 mm

RESULT

B i AB | cis| 12mm g AH-2501( 24| & v v Por 1 mm
g |[MERONI 3;;;:“' oA AB | Cis| 12mm 5 MR-2509 2~4 | 6 v|v vi] [Primee
3 SUPAR"':’;_’;:)‘:; S AB | cis| 12mm 5 SP-2506| 2~4 | 6 v

4| |WARER lgoczémslso-u- AB | cis| 18mm 5 MH-2505 2~4 | 6 v|v v gl ind
5 KOSWARQ;O‘;’M““‘ AB | CI/S| t8mm S KW-2412 2-4| 6 v

6 Hms":g?;’fz’o:;‘:’““' AB | /8| 18mm 5 HS-1988| 2~4| 6 v v Por 1,5 mm
¥ [AP RWA":%;‘;’ ASHES0 A8 CIS | 12mm § AR-2504) 2~4| 6 v v Vv | IFParicP

2
Mardpn
DATE o 31-Dec-25 th | oam ‘q A 01,7&67 DATE ) DATE :

Vv

Page 1 REPORT RT 8
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E£2502
PT. TITIAN LANCAR ABADI @
NDT INSPECTION & CERTIFICATION
SPECIALIST - p J K 3
NON DESTRUCTIVE (NDT - POST WELD HEAT TREATMENT (PWHT) - PRESSURE TESTING (PST) Al
INSPECTION AND CERTIFICATION - TECHNICAL - NDT EQUIPMENT SUPPLIER D 2s
Head Office  ¥p Gunung Buntu, RT 00% RW 003 Ds Sanyuwang
Kot Pulo Ampel. Kab Serang Prov 8anten - INDONESIA 42358 Prone (0254) TH1 Ho0s
Branch Office Peeumahan Taman Cregon Cluster Catalonis | E-m04 ptilbanBadzEgmail com
Blok G7 No 16 Xota Ceegon Prov. Banton « INDONESIA 42413
RADIOGRAPHY TESTING REPORT

CLIENT : L. o
CONTRACTORS : - REPORT NO. : OOI/TLA/RT-HEVXIN2025 PROCEDURE : ASME SEC IX
PROJECT ; WELDER TEST POBOYA 2000 EXPANSION  DATE : 24 Desember 2025 ACC.CRITERION ~ : ASME SEC IX
LOCATION - CILEGON-BANTEN CONTRACT NO. SOP. NO. : TLA-RT-ASME-003
PERSONNEL ESSENTIAL EQUIPMENT
RTLevZ/Inepr. : RAHMAT SAPUTRA . GAMMA RAY MERK Sentinel 7TvPe : Della 880 SERWALNo. - D12738
RTLev1 O DENNIS - -
PPR . SALSABILLA NUUR RADESTYA PUTRI ] xrav MERK TYPE ¢ - SERIAL No.
ESSENTIAL SOURCE & SURVEY METER FILM DATA ACESSORIES
1SQTOP IRIDIUM 192 FILM BRAND Fuji 1Q1 TYPE | astmia  [fasvn
SERIAL No AS-708 FILM TYPE D7 ‘
CURIE ACT. 12 CURIE i SIZE 4 x 10° : 8 SHEET  PLAcEofials - | |Fumsioe  [ffsource sie
SOURCE S8 3x2  mm SIZE 4 x 15" : - SHEET
£.SPOT SIZE 36 mm SZE 7" x1T" ; o2 sheer  screentvee - [ffean IRADAG
SURVEYMETER - ND 2000 A SIN: 96785 Process GTAW/SMAW  SHEET  SCREENTHICK. : FRONT & REAR:1.25mm

DIDI MUSMULYADI / 6G / A- 0 : DM-2512 2~4
1 H 55mm |@2
1068 / 24-12-2025 90 : DM-2512 2-4 =
SAMAD / 6G / A-1068 / 24~ 0 : .|SM-2402) 2~4 v v SLL:2mm
2 H 55mm |@2
122025 90 : |sm-2402] 2~4 v Por @1 mm
1
5 | MAHMUDI/6G/ A-106B/ 0 i lasnd n_[uu-o«q 2-4 v FiScreth
24-12-2025 30 3 w041 2-4
1
’ 0 . RJ-2403[ 2-4| 6 v
4 | ROJINI6G/A-1068 | 24- 3 PP {
12-2025 . RJ-2403[2~4 | & v v Por 1 mm

RAHMAT SAPUTRA

DATE: 25-Dec-25 th DATE:

DATE

Page 1
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E2502
Report No. KIM-RT-HEI-4-2026.010
PT. KOSTEC INDONESIA MANDIRI
Examination Date 09 Aprll 2026
Kp, Buah Jangkung, Kel. Waringinkurung,
Office:  Kec Waringinkurung, Kab. Serang, Banten, 42153 Report Date 10 April 2026
Phone : (0254) 781 - 3765 Page No: T OF 1
Project Name, No. Customner
POBOYA 2000 TPD EXPANSION PT. HANAZONO ENGINEERING INDONESIA
[Applled Spec. Procedure No, Rev. No
ASME IX 2025 Edition KIM-NDE-ASME-RTP-02 0
itern Name, No. fFI No,
WELDER TEST QC-AFI-RT-CPM-001
H—— [«3 ta (o3 Diameter (DN ) - to - [—] mm
etk piate [7] owe [] Weid Reinforcement Thickness 2 =l mm
0 mm L mm
Aase Materlal Thickness 12 to 12 = Weid Thickness 14 u
] tnen Inch
; [Z] smaw [] saw [7] amaw
Type 2] welds | Casti Welding P : —
itern Typs [#] welding [l ing exiing Process [0 eaw [] roaw
Type sentinel (4] 192 [] coso Manufacturer
Serial No, D17428 X R Serial No.
Y-Ray 5 7 G s W A
Sourca Size 3 x 2 mm Focal Size x Ll mm
Full X050 xD100 | 4x15 Inch 7] Lead Fromt 0,125 mm
Film Brand - T :] & | FLM sze £ " Iscieen 8 "~ (4
[Clacra | [[] o4 Cor | [[] axt0mmen [T Fluorescent Back 0125 [7] mm
= . ] w [] 1 -
Kl Type [7] asm [ | KS(IS) 1 ML 1D Ne, E ;] Q) Placement E Source Side [ Fimside
E s [Jw
Source to Object Distance 342 [«] mm [_| inch
— — Exporsure Time 2 Minutes 30 Second
[Source to Film Distance 356 s mm D inch
5 Exposure D Single-wall expasure r Double-wall exposure Sensitivity z %
e o :
- Viewing [] singo-wal viewing [ Double-wall viewing Ug : 051 mm
[Development Temperature -2°C |Developing Time 5 Minutes FimDensity - 2 ~ 4
Sketch
] A B ] € D E 4 P
"AT® "ed | 7O T AL AL
— D Wil JoN Vil L0
: Type of indication RESULT
Name of Welder 1D Walder | Position UL EO RO IEORECARORECIRCRNC RO RN AR VAR Remarks
P .f S| WP | LF| T jUC|SD|RC|HBT| C S | OT | PASS FAIL
ARIFAN AF-1307 36 A-B 1 v
|
I | K| .
- ==
1A . | - | i .
. — }
TOTAL FILMS ~ | |
Reviewed By Reviewed By
Designation
Neme leForn
Signature <
Do [ 10-04-24
(@) 5D : Surface Defect (9 ¢ : Crack
(8) RC : Raot Concavity @D 51 - Surface Indicater
(3) 87 : Burn-Through (12 o : Others

PT KOSTEC INDONESIA MANDIRT
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urchase Uraer No. :
£2502 Page 91 of 105
Repart No. KIM-RT-HEI-4-2026-009
PT. KOSTEC INDONESIA MANDIRI .
e, Examnination Date 08 April 2026
Kp. Buah Jangkung. Kel Waringinkurung,
Office :  Kec. Waringinkurung, Kab. Serang, Banten, 42153 Report Date 10 April 2026
Phone : |0254} 781 - 3765
Page No. 1 OF 1
Project Name, No. Customer
POBOYA 2000 TPD EXPANSION PT. HANAZONO ENGINEERING INDONESIA
|Applied Spec. Procedure No. Rav. No.
ASME IX 2025 Edition KIM-NDE-ASME-RTP-02 0
item Name, No. fFl Na.
WELDER TEST QC-AFI-RT-CPM-001
s T s to cs Dlameter (DN ) - ta - |:] mm
s T olate [7] ppE [ Weld Reinforcement Thickness 2 ] mm
] mm =l mm
|Base Material Thickness 18 o 18 Weld Thickness 20
[] ineh O inew
SMAW SAwW ] omaw
item Type :;] welding E Casting Welding Process 3 [l] r:l ]
[ eraw [] rcaw
Type Sentinel 1¢-192 [ cos0 | Manufacturer
Serial No, D17428 x R Serial No.
Y-Ray [ 7 G ey [ mA
Source Size 3 x 2 mm Focel Size x L] mm
[ iFun [“Ixpso  T7]xp1o0 [7] 4asinch [Z] lead Front 0,125 [2| mm
Fiim Brand — psau = ALMSIZE = Screen = =t
__IAGFA [7] oa Jo? [T ax10inch [} Fluorescent Back 0,125 [7] mm
' i L 7 S 1<
waityee [Z] astm [ ksins) ] mu DNo. ':.l i) Placement [ source Side O rimside
[ 1 [] 10
Souce to Object Distance | 338 mm L] inch ‘
- - — 1 - — e Exporsure Time 3 Minutes 10 Second
Source to Fiim Distance 356 [7] mm L] inch
Exposure [Z] sigle-wall exposure [] bouble-wall exposure Sensitivity  : 2 %
set — — — . - s E—
: Viewing (7] single-wall viewing [ Double-wall viewing | us . 0,51 mm
Developmant Tomperature 20°C |Developing Time 5  Minutes ] FimDensity : 2 ~ &
etch
[Z] & (108 O ¢ D & E - F
A0 Fad o0 " A F AL
I ]
Type of indication RESULT
Name of Welder o Welder | pusition | umm | @ TG l OREOM @I [GRECH O @""@ T® Remarks
P s |IP * “SD | AC Sl OT | PASS | FAL
ARIFAN AF-1307 26 A-B [ | v v
1 | 4 —
TOTAL FILMS 1
nsoected e Reviewed By Reviewed By
Designation SN ;
Harke B/ N/ IREAL/
| " P73
Signature g 8 A
) T X
Date \‘lA P AT"" ‘ﬂ”" ll) ‘@'ZC
NOTE: (1) P:Porosity #Lack of Fusion (@) D : Surface Defect @0 C: Crack (
@ s : Siag Incius! gsten Inclusion (8) RC : Root Cancavity () 51 - Surface Indicater
@ 1P ; Incomplete Pel Undercut (9) BT : Burn-Through @ o7 : Others

PT. KOSTEC INDONESIA MANDIRI
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E2502
Report No KIM-RT-HEI-4-2026-004
PT. KOSTEC INDONESIA MANDIRI _
A Examination Date 09 April 2026
Kp. Buah Jangkung, Kel. Waringinkurung,
Office :  ¥ec Waringinkurung, Kab. Serang, Banten, 42153 Report Date 10 April 2026
Phone ; |0254) 7B1 - 3765
Page No. 1 OF 1
Project Name, No. Customer
POBOYA 2000 TPD EXPANSION PT. HANAZONO ENGINEERING INDONESIA
[Apptied Spec. Procedure No. Rev. No.
ASME IX 2025 Edition KIM-NDE-ASME-RTP-02 o
Itern Name, No. RFI No.
'WELDER TEST QC-AFI-RT-CPM-001
(=3 to (= |Diameter (DN ) : - o - :' mm
Base Material Type 2
piate[7] PiPE [ Weld Reinforcement Thickness : 2 & omm
[ mm = wm
Base Material Thickness 12 to 12 o Weld Thickness 14
[] inen O inen
SMAW ] Saw [0 emaw
item T <] Weidir [] casti Welding Process e
em Type [Z] viesing "] casting ing [ ot [ roow
Type Sentinel 7] Ir-192 ] coso IManufacmm
Serial No. 17428 XR [serial No.
Y-Ray [ 17 < =y, W mA
SourceSize : 3 x 2 mm Focal Size x Ll mm
s | [_Ixps0  [“]xo10 7] éxi5inct [Z] lead front 0,125
Film Brand |TYPE L] (] AlMsizE =2 gt Screen = o ey R
[Clacea [Josa [Jo7 1 #x10inch (1 Fuorescent Back 0325 [7] mm
] 1 [] 1c
Qi Type  [2] astm [] ksins) [ M 1D No. L Q) Placement Source Side [0 rilmSide
@ 1 [
Source to Object Distance 342 E mm D inch
— — 1 — — Exporsure Time 2 Mirutes 30 Second
[source to Film Distance 356 [v] mm [} inch
A |Expasure E] Single-wall exposure E Double-wal! exposure Sensitivity 1 2%
t e e
R Viewing [Z] singie-wall viewing [] Double-wal viewing Ug 051 mm
Development Temperature 20°C Developing Time 5 Minutes Film Density : 2~ 4
{sketch
A % 18 @ [] ¢ < L] o % & e & ;' L]F
/ ! /% © " \ ; "
: _______Typeaf Indication RESULT
Name of Welder 1D Welder | Pasition uwmr [ TE@TE ‘__N_I_S [CEAECRECN (9“\—09 [DRNER Remarks
P s P | F| T |UC|SD|RC| BT | C OT | PASS FAIL
HIDAYATTULLOH HD-2602 | 36 A-B ‘ [ v
| L - -
|
TOTAL FILMS 1 [ ]
Ins: —— ) Reviewed By Reviewed By
Designation \ z i
Name I3 /
['Repn/
Signature (
/X
iy
Date \ Vv o- "
NOTE: (1) P :Porosily (@ 50 : Surface Defect C:Crack
(@ s: Slag Inclusion (8) RC : Root Concavity (i) 9 : Surface Indicater
(3 1P : Incomplete Penetrat (8) 87 : Burn-Through (2 o7 : Others

PT. KOSTEC INDONESIA MANDIRI
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E2502
Report No. KIM-RT-HE|.4-2026-003
PT. KOSTEC INDONESIA MANDIRI
Exarnination Date 09 April 2026
Kp. Buah Jangkung, Kel. Waringinkurung.,
Office ;. Xer. Waringinkurung, Xab, Serang, Banten, 42153 Report Date 10 April 2026
fhone : {0254) 781 - 3765 Page No. 1 oF 1
Project Name, No. Customer
POBOYA 2000 TPD EXPANSION PT. HANAZONO ENGINEERING INDONESIA
[Applied Spec, Procedure No. Rev. No.
ASME IX 2025 Edition KIM-NDE-ASME-RTP-02 0
Itam Name, No. AFI No,
WELDER TEST QC-AFI-RT-CPM-DO1
e (&9 to (=3 Diameter [DN } . - to - [_] mm
i piate [7] pive [] Wald Aeinforcement Thickness 2 (4]  mm
[] mm E' mm
Base Material Thickness 12 to 12 = Weld Thickness 14 O
L_} inch inch
] smaw SAW ] omaw
ltam Type 3 Welding m Casting Welding Process : I_LE: GIAW g _— L‘J
Type Sentinel 192 ] coso |Manufacturer
Serial No, D17428 X R serial No.
Y-Ray [ 17 a 2 T mA
SourceSize :© 3 x 2 mm Focal Stze x E mm
[ZIrun 1 x0s0 7] %p1g0 | 4x15 Inch Lead Front 0,125
Film Brand = 1‘I'Y!?E _] Li"‘ | FILM SiZE m g Screen m o IZ s
[CJacra [ [CJoe o7 | [] #xt0tnch [ Fuorescent Back 0125 [Z] mm
— 1A ic
1Ql Type <. ASTM [__ KS(S) D MIL 1D No. D D 1Q) Pracement E Source Side D Film Side
1B []
Source ta Object Distance 342 [_-/_J mmm f_] Inch
Exporsure Time 2 Minutes 30 Second
Source to Fim Distance 356 E] mm r'] Inch
|Exposure [4] Smgle-wall exposure [ ] oauble-wall expasure Sensitivity 2 %
f5etup |— .
> Viewing [~ single-wall viewing D Double-wall viewing : 0,51 mm
Development Temperaturs s20°C IDcvelopin;Trme 5 Minutes Film Density T~ & ]
|Sketch
TA % De T < ; Foﬁj,_ﬁj Of & ¢ e« ;
/1\ ( il A AN /!
= e OLY JoXviil JoXs
: WSt __Type of indication RESULT
Nama of Weider ID Weider | Position umt O T TE @G ( [CENCRNCIRONE BEO IR} - Remarks
P | S| ® | 1F| T |UC|SO[RC|BT|[ C | S |OF [PASS| FAL
HIDAYATTULLOH HD-2602 26 A-B | ¥ ‘ | v Por=1mm
B | il
i 1 ]
|
- .
|
\
TOTAL FIUMS 1 |
Inspected By Reviewed By Reviewed By
Designation RT Le!
Nome N\ \RE&V
g /]
Signature f ] = <[ /
(/% )
Date 1 lo-mj-2L
NOTE: (D) P: Porasity v 1f:1a ion () SD ; Surface Defect (0 € : Crack i
@s:sag Inclusion . @ 1L Inclusion (B) RC : Root Concavity @Sl'Suv‘.mu\dzmer
@) 1P : incomplete Penetrat ' LI Wndercut (@) 87 : Bum-Through @ oT - Others

PT. KOSTEC INDONESIA MANDIRI
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E2502
Repart No. KIM-RT-HEI-4-2026-002
PT. KOSTEC INDONESIA MANDIRI :
Examination Date 09 April 2026
Kp. Buah Jangkung, Xel. Wannginkurung,
Dffice:  Kec, Waringinkurung, Kab. Serang, Banten, 42152 Report Date 10 April 2026
Phone | (0254) 781 - 3765 Poge No. T OF 1
Project Name, No. Customer
POBOYA 2000 TPD EXPANSION PT. HANAZONO ENGINEERING INDONESIA
|Applied Spec. Procedure No. Rev. No.
ASME IX 2025 Edition KIM-NOE-ASME-RTP-02 o
item Name, No. RFI No.
WELDER TEST QC-AFI-RT-CPM-001
| T (<3 to (= Diameter { DN ) - to - _l mm
e Yo Pmeg] PIPE C] Weld Reinforcemnent Thickness 2 W mm
[[] mm “l mm
Base Material Thickness 18 to 18 Weld Thickness 20 j
[T] inch Inch
o . o] SMAW SAwW GMAW
Item Type Jl Welding [ | Casting Welding Process 1 [i] D j
= [T eraw [ reaw
Type sentinel  [/] 192 ] cos0 |Manufacturer
Seral No, D17428 x R Serlal No,
Y-Ray [ 7 G 63y [ A
SourceSize : 3 x 2 mm Focal Size x L] mm
JIFus | xpso  [7]xp1o0 4415 Inch | Lead front 0,125
i Beaind —— TYPE - ?’ FILM SIZE @ Sereen [ g [x] w0
CJaGrA [Cloa  [o7 ] aaoiach [] Fluorescent Back 0,125 [4] mm
I [] 1 £
iQiType [2] astm [] wsinsy ] st | 10 o, - = Qi Placement [Z] source side ] #ilmside
[ 18 Jw
|50urce to Object Distance 336 [2] mm [ ine
— Exporsure Time 3 Minutes 10 Second
Source to Fiim Distance 356 E mm LJ inch
» Exposure [“] singie-wall exposure [} Double-wall exposure Sensitivity : 1%
t - —n - - e e e =i A
* Viewing E Single-wall viewing L Double-wall viewing Ug 0,51 mm
Development Temperature L 20°¢C | Developing Time 5  Minutes | Fimoensity : 2 ~ 4
Sketch
ar g [1¢ Te_ & T o . [O0f & ¢  [O°F
A D & | \ of
®E e Yv:i f
= Type of Indication RESULT
Name of Welder o welder | Pesiion | umT D@ @@ Q@ @O [@ W@ W @ = Remarks
Pl s w|iF| mjuclSDIRC[BY| C | S 1 0T ] PASS FAIL
RAHMATULLAK RM-2601 3G A-B v v Par=15mm
: —
- S| S ] (| - !
TOTAL FILMS 1
In —_— Reviewed By Reviewed By
Designation | N y
{i -
Name . « RFAN
g |
Signature / / :d ' > d
=7 3 S ;
Date 10AgiT 2026 /A 10-04-24
NOTE: (1) P:Porosity '_.‘ G\ i Fusion (7) D ; Surface Defect (0 ¢ Crack y
(@ s Stag Inclusion b?‘& Mafgsten Inclusion (8) RC : Root Concavity () St - Surface Indicater
@) 1P ; Incomplete Penstrat : Undercut (9) BT : Bum-Through @ or : Others

PT. KOSTEC INDONESIA MANDARI
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14898
(Vendor Work No.)
Purchase Order No. : 11580 Page 95 of 105
E2502
Repaort No. KIM-RT-HEI-4-2026-001
PT. KOSTEC INDONESIA MANDIRI —
Examination Date 09 April 2026
Kp. Buah Jangkung, Kel. Waringinkurung,
Office :  Kec. Waringinkurung, Kab. Serang, Banten, 42153 Report Date 10 April 2026
Phane : (0254) 781 - 3765 Page o, T oF 1
Project Name, Na. Customer
POBOYA 2000 TPD EXPANSION PT. HANAZONO ENGINEERING INDONESIA
IAnoplied Spec. Procedure No. Rev, No.
ASME IX 2025 Edition KIM-NOE-ASME-RTP-02 0
Itar Name, No. RFI No.
WELDER TEST QC-AF-RT-CPM-001
s b (= o s Diameter (DN ) . o - 1 mm
I apitebliss plate [V} pipe [] Weld Reinforcement Thickness 2 ] mm
I ] mm ~“l mm
Base Material Thickness 12 to 12 Weid Thickness 14 -
[[] inen — inch
SMAW SAW [] Gemaw
Item Type (7] Welding [[] Casting Wekiing Pracess H B O u
— [[] eraw [] rcaw
Tyoe sentinel 4] ir392 [] cosa Manufacturer
Serial No D17428 X R Serial No.
Y-Ray [ 17 =hay W mA
SourceSize : 3 x 2 mm Focal Size B [ mm
[“IFun [ | xoso [Z]xp100 [7] 4xa5inch [V] Lead Front 0,125 [J] mm
Film Brand — TYPE 7 FILMSZE — Screen T
Tlacra []os (o7 [ #aoinen [] ruorescent Back 0125 [J] mm
\ 1A 1c
iaiType [Z] astm [ xsisy [] mn 10 No. U O 10 Pracement [ source side [0 rimside
F s [] 10
ource to Object Distance 382 [4] mem [ ] inch
s x — Exporsure Time 2 Minutes 30 Second
ource to Film Distance 356 [_7| mm D inch
" Exposure [4] Singte-wall exposure ] oouble-wat exposure Sensitivity 2 0%
t U — - o
g Viewing Single-wall viewing [[] Double-wat viewing Ug . 0,51 mm
Development | Temparsture 2 C Developing Time 5 Minutes FlmDensity : 2 =~ 4 -
Sketch
[«] A /Q Lle []c [l o & &% Ll e & ;" LIF f\ F
| 1% R / .
==| © | ® Qo] oX il JoYva
Type of Indication RESULT
Name of Weider ID Walder | Pasition umIT QT E®© @1 6® [ONECRND] @ Remarks
Pl S P | LF] T |UC I SDIRC| BT | C [ SI | OT| PASS FAIL
RAHMATULLAH rM-2601 | 26 As | v \ v Por =1mm
. ‘ ! 1 S
TOTAL FILMS 1
Reviewed By Reviewed By
Designation
Namge e, F?n\/
T
Signature |
Oute lo-0g-2L
NOTE: (1) P : Porosity (@) SO - Surface Defect 0 c: craex |
(@ 5+ Stag Inclusion (®) RC : Root Concavity (¥ 84 : Surface Indicater
(3 1P : incomplete Penetrat UC ; Undercut () BT : Burn-Theough (@ o1 : Others

PT, KOSTEC INDONESIA MANDIRI
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RADIOGRAPHIC EXAMINATION REPORT

Report No, KIM-RT-HEI-4-2026-021
PT. KOSTEC INDONESIA MANDIRI
Examination Date 10 April 2026
Kp. Buah Jangkung, Kel. Waringinkurung,
Office:  Kec. Waringinkurung, Kab, Serang, Banten, 42153 Report Date 11 April 2026
H 7
Phone : (0254) 781 - 3765 paga No. 1 OF 1
Irpject Name, No. Customer
POBOYA 2000 TPD EXPANSION PT. HANAZONO ENGINEERING INDONESIA
Applied Spec. Procedure No. Rev. No.
ASME IX 2025 Edition KIM-NDE-ASME-RTP-02 0
tem Name, Ne RE No.
'WELDER TEST QC-AFI-RT-CPM-002
(o3 to c Diameter ( DN } - to - |___ mm
dase Matera! Type $ -
PlawM PIPE u Weld Reinforcement Thickness 3 2 [Z mm
rJ mm E mim
3ase Matersal Thickness s 18 to 18 = Weld Thickness H 20 D
[ incw ! inch
[7] smaw ] saw M emaw
tem Type 4] welding [ ] casting Welding Process § e = fre
[0 emw [] reaw
Type : sentnel  [4] I-192 [0 cose Manufacturer
Serial No.  : D17428 x Ra Serial No. 3
V-Ray Curie 3 17 a nay kv mA
SourceSize : 3 x 2 mm Focal Size x [j mm
[“]Fus ["1xoso  [7]x0100 21 4x15inch 7] tead front 0,125 [7] mm
FiimBrond TYPE = FILMSIZE — Screen — ==
[Clacra [] s [Joz [] axi0tach [ ] Fluorescent Back 0125 [7] mm
= [ 1 [ 1€ —
10 Type astm [ ] xsuus) [] mn 1D No. - \QU Placement Source Side [] Ffimside
= } [2] 1 []
Source to Object Distance | 33 E] mm u Inch
_— e - - - Exporsure Time 3 Minutes 10 Second
Source to Fiim Distance 356 [2 mim D inch
< Exposure 1:-:] Single-wall exposure D Double-wall exposure Sensitivity ;2 %
Setup — — —— - N — —— —
Viewing [<] single-wall viewing [] Double-wall viewing Ug : 0,51 mm
Development Temperature 1 20°C | Developing Time ;5  Minutes | Film Density Fy S
Sketch
LIa 2 e @ O c O o & ‘ O e 2 L= OF 4 £
N \ C 1Y ! s A
N\ ( ) N \
= — @ /0L 61 AA
- Type of Indication : % RESULT
Name of Welder 1D Welder | Position mr (O QOO0 O 00 0 @ ol@ Remarks
p | s [P | LF| T [uC|SD | RC BT | C | Sl | OT | PASS FAIL
NIRMANUDIN NR-2610 6 A | v | ' [ v Por=1mm
: B — - | .
| | ‘
I B ! L 1 1 1 | =
[ |
|
I |
— — — 4 —
1 |
B | | -
S - - ! . i | ! - =
| \
| ; 1
w }
TOTAL FILMS 1 | | | | |
Reviewed By Reviewed By
Designation
Name Pugen;
Signature /g‘ ' ‘ ‘
o . \ A
. - — i
Oatz \\E,\ ' / s e 73°82C
NOTE: (D) P Porosil ¢’ (@ S0 : Surface Defect 0 ¢ : Crack

@ s : Slag Inclu! “Tungsten Inclusion (8 RC : Root Concavity
@ 1P : Incomplete P, UC : Undercut (8 BY : Bum-Thwough

(1) $ - Surface Indicater
(2 or : Others

PT. KOSTEC INDONESIA MANDIRI
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Project Document. No.: E25
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14898
Vendor Work No.
( )| purchase Order No. : 11580 Page 97 of 105
E2502
Report No. KIM-RT-HEI-4-2026-013
IS PT. KOSTEC INDONESIA MANDIRI
Examination Date 10 April 2026
Kp. Buah Jangkung, Kel. Waringinkurung,
Office:  Kec, Waringinkurung, Kab. Serang, Banten, 42153 Report Date 11 April 2026
Phone : (0254} 781 - 3765 Page No. 1 OF 1
Project Name, No. Customer
POBOYA 2000 TPD EXPANSION PT. HANAZONO ENGINEERING INDONESIA
Applied Spec. Procedure No. Rev. No.
ASME IX 2025 Edition KIM-NDE-ASME -RTP-02 0
iter Noame, No. Rl Na.
WELDER TEST QC-AFI-RT-CPM-002
cs to s Oiameter ( DN ) - to - E mm
Base Matertal Type so
Plate [7] PIPE [ Weld Reinforcement Thickness 2 <] mm
[ | mm Z] mm
Base Materlal Thickness 12 to 12 o Weld Thickness 14
[ neh O inch
1 smaw ] saw M emaw
itern Type [<] welding ] casting Welding Process g E = =
[J emaw [ reaw
Type Sentinel  [4] Ir-292 [0 coso IMImu!uturEr
Serial No D17428 XR Serial No.
Y-Ray oo 17 G ~hay v mA
SourcaSize : 3 x 2 mm Focal She X [—] mm
[ViFun | [Ixoso  [7]xp1oo | [J) axiSinch 7] tead Front 0125 [J] mm
Filrt Brand TYPE 3 = [ LM SIZE — Screen Ty ner
[Jacra [Joa o7 [] #aoinch [ Fluorescent Back 0,125 mm
1A ] 1
1 Type astm [ ] ksinsp ] IC No. L 1Q) Placement [Z] source side [  Filmside
[«] 28 [] 10
Source to Object Distance 342 [2] mm [] inch
- - — = — Exporsure Time 2  Minutes 30 Second
Source to Film Distance 356 |v| mm D inch
i Exposure li] Single-wall exposure D Double-wall exp l it : 2%
et up S — - e ———— —
Viewing /] single-wall viewing ] poublewal viewing | ug : 0,51 mm
Development [Temperature . 20°C [Deveioping Time S Minutes FilmDensity : 2 ~ & =
Sketch
O+ ¢ O Oc 0o = —= T o % %
L@ A5 17°0d R &
—_— \/ JOR WA
oo Typeofindiaion ) RESULT
Name of Welder 1C Weider | Pasition LU RORNOIRCAECHICINCIROREC) ‘ [OREC RO IR ) 3 Remarks
Pl s | w w|mluclso|RE|BT| €[ s | OT [ Pass FAL
SUDARMONO $D-2606 26 a-8 | v 1 ‘ ‘ v Por = 1.5 mm
i N i s il | ] —
[
e — = = g——— S S - ] ! R
| — = i { ]| I I —
|
| |
\
= ‘ = =
|
B - || | I
| | T I R
| | 8
T ‘ T ’—{ B -
— b (I I | |
|| |
- = S —
L
TOTAL FILMS 1 [ |
inspected By, Reviewed By Reviewed By
Designation tﬂi
Name 4
Signature
Date
NOTE ; (@ S0 : Surface Defect {19 ¢ - crack
(8) RC : Root Concavity (@ 51 : Surface Indicater
() BT : Burn-Through (1 OT : Others

PT. KOSTEC INDONESIA MANDIRI
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Purchase Order No. : 11580 Page 98 of 105
E2502
Report No, KIM-RT-HEI-4-2026-014
PT. KOSTEC INDONESIA MANDIRI
|Examination Date 10 Aprli 2026
Kp. Buzh Jangkung, Kel. Waringinkurung,
Office: Kec. Waringinkurung, Kab. Serang, Banten, 42153 Report Date 11 April 2026
Phone : (0254) 781 - 3765 Page No. 1 oF 1
'roject Name, No, Customer
POBOYA 2000 TPD EXPANSION PT. HANAZONO ENGINEERING INDONESIA
\ppiied Spec. Procedure No. Rev. No.
ASME IX 2025 Edition KIM-NDE-ASME-RTP-02 o
£m Naimg, No. R Ro.
WELDER TEST QC-AFI-RT-CPM-002
S 1o (a3 Diameter (DN ) to D mm
iase Material Type - :
Plate [ 7] piee [ Weld Reinforcement Thickness 2 0 mm
[—| mm E] mm
wnse Material Thickness 18 to 18 ' Weld Thickness 20
[] mwech O inch
[71 smaw | SAW ] emaw
em Type 4] Welding [ ] casting Welding Process Rt O £l %
[0 eraw [] reaw
Type sentinel  [/] ir-192 [0 coeo Manufacturer
Seriat No. D17428 XR Serial No.
Y-Ray o TR =hay kv ma
SourceSize : 3 x 2 mm Focal Size x |_] mm
[eun [[]xos0  [“]xp100 | [Z] axisinch [7] tead Front 0125 [Z] mm
ilm Brand e FiLM SIZE Screen e mrany
[CJacra [Jos [Jo7 ‘ [ axtoinch [ ] Fluorescent Back 0125 [J] mm
G e 1a [ 1c | 0
1Qi Type 7] ASTM | KS{us) MiL 10 Na. 101 Placement <] Source Side Film Side
‘ [4] 2 [] 10 o
ource to Object Distance | 33 [7] wm 1 inch
— — Exporsure Time 3 Minutes 10 Second
ource to Film Distance 356 |v| mm D inch
: 1Emowrc !;] Qnglc -wall exposure D Double-wall S ivity 2 %
etup —
| Viewing E] Scngle—wall viewing L Double-wall viewing | Us : 0,50 mm
evelopment |Temperature ; 20°C | Developing Time 5 Minutes | FilmDensity : 2 ~ 3
ketch
EE) ? s . O ¢ 5 0Oe & & [JF
/N (:) % L0 A —f
== @ C oXiil
" » Type ol Indltamn RESULT
Name of Walder 1D Welder | Position LMIT OIECINOIECIES) @ @)] @O @ Remarks
Pl S [P tF| W *Gc‘ sD“ RC Ter | ¢l s | or [ Pass | FALL
SUDARMONO $D-2606 a6 A-B | ‘ [ ‘ | v Film Mark
— | — ]
| |
. 1 1 i - -
] N
\' T T
] Y O
B I B I ]
i i ‘ \
= =t } e
JiL _
— S— 1t ' —
\
- | — -
| |
=f—% —T -
\
TOTAL FILMS 1 | | [ |
Reviewed 8y Reviewed By
Designation
Name
Signature
Date 4 WA M /3- j! 2 é
NOTE - (@) sD : Surface Defect @ C: Crack
(&) RC ; Root Concavity @Sl:Surface Indicater
(3) BT : Bum-Through @ or : Others

PT. KOSTEC INDONESIA MANDIRI,




MO

ENGINEERS

POBOYA 2000 TPD EXPANSION

PROJECT

(& cpm

Cre Fabi Wney

(CPM Work No.)

Project Document. No.: E2502-000-PRC-006

Revision No. : C
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Vendor Work No.)
( Purchase Order No. : 11580 Page 99 of 105
E2502
Report No. KIM-RT-HEI-4-2026-018
PT. KOSTEC INDONESIA MANDIRI
Oate 10 April 2026
Kp. Buah Jangkung, Kel. Waringinkurung,
Office :  Kec. Wannginkurung, Kah. Serang, Banten, 52153 Report Date 11 April 2026
Phone : (0254} 781 - 3765 Page No. 1 OF 1
Project Name, No. [Customer
POBOYA 2000 TPD EXPANSION PT. HANAZONO ENGINEERING INDONESIA
Applied Spec. Procedure No. Rev. No.
ASME IX 2025 Edition KIM-NDE-ASME-RTP-02 0
tem Name, No. RFl Mo,
WELDER TEST QC-AFI-RT-CPM-002
= cs (] [=3 Diameter DN ) - to - r] mm
Base Material Type 2 L)
Plate 7] PIPE | ] Weld Reinforcement Thickness 2 [} om
[ mm [ mm
Base Matenial Thickness 18 o 18 Weld Thickness 20 D
] nch Inch
oz 7] smaw  [] saw GMAW
Item Type 4] weiding ] casting Welding Process B = Pt .
[ eraw  [] reaw
Type sentinel  [Z] 192 [l cos0 |Manufacturar
Serial No, D17428 X R Sarial No.
Y-Ray [ 17 q Y kv mA
SourceSize : 3 x 2 mm Focal Size x E] mm
—_ [7]Fun i [1xos0 [7]xp100 | —— [Z1 “x15inch " 7] tead front 0125 [7] mm
m Brang | | Al — Creen = =
UAGFA ‘ [Joa  [Jo7 | [] axi01nch [J Fuorescent Back 0125 mm
[ 1A ic
1Q) Type ast™ [ kss) [ mn ‘ ID No. U 18 Placement Source Side [] rmsice
[ [2] 1 []
Source to Object Distance 33 [4] mm [ inch
— > — - Exporsure Time 3 Minutes 10 Second
Source to Film Distance 356 D mm D inch
= |Exposure {] single-wall exposure [ ] poublewal exposure Sensitivity 2 0%
Set up - — -
Viewing El Single-wall viewing :] Double-wall viewing Ug 0,51 mm
Development Temperature . 20°C |Deveioping Time 5 Minutes Film Density 2 ~ & ]
Sketch
Ta 0 T o : [Tr
AP ® é 7 X A A
L WA Q il O} &L
. i Type of Indication . o RESULT
Name of Welder 10 Welder | Position umiT ] U @] _Q [OIRORECIROIRC AR VIR ) Remarks
P S| w|E]|T|uUC \ SD | RC | BT | C | & | O | PASS FAIL
JEFRYAN IF-2608 36 A-8 \ \ v
\ l 7
B | S — d S S—
SN R N N N |
T o
I |
- I Y ! =4 | ! il *‘. =
| 1
S S | 1 ,‘;-;,- | | J —_— S
| | - N ]
‘ \
| |
— ! | ! ! ! = -
‘ \ ’ ]
{+— 1
| | '
. } | I S -
| \ \
TOTAL FILMS 1 | | |
Inspe: Reviewed By Reviewed By
Designation BriaEld
Rame AT
7k
Signature | § £
{ 7
| Le
o ETY
NOTE: (D) P Porosiy\\' g (@ 50 : Surlace Defect 0 ¢ Crack
@ S ; Slag Inclus %. RC : Root Concavity @ S1 : Surface Indicater
O IP : Incomplete Pen @ BT : Burn-Through @ OT : Others

PT. KOSTEC INDONESIA MANDIRI
ArA
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RADIOGRAPHIC EXAMINATION REPORT

Report No. KIM-RT-HEI-4-2026-017
KL PT. KOSTEC INDONESIA MANDIRI i e
Xamina
Kp. Buah Jangkung, Kel. Waringinkurung, izt :
QOffice:  Kec. Waringinkurung, Kab. Serang, Banten, 42153 Report Date 11 April 2026
Phi :{0254) 781 - 3765
ond: ) Page No. 1 OF 1
roject Name, No. Customer
POBOYA 2000 TPD EXPANSION PT. HANAZONO ENGINEERING INDONESIA
Applied Spec. Procedure No. Rev. No.
ASME IX 2025 Edition KIM-NDE-ASME-RTP-02 0
1&m Name, No Rl No.
WELDER TEST QC-AFERT-CPM-002
[« to cs Diameter (DN ) : - 10 - D mm
Jase Matenal Type
plate[] pieE [ Weld Reinforcement Thickness : 2 L wm
D mm E mm
3ase Material Thickness : 12 to 12 Weld Thickness § 14 1
D inch L Inch
e [ smaw ] saw ™1 cmMaw
tem Type [«] welding ] casting Wwelding Process s = = o
[0 eraw [] rcAw
Type . Sentinel  [4] 1192 [ coso |Manufacturer
Serial No. @ D17428 X R Serial No, 4
Y-Ray [ : 17 o ~hay kv mA
SourcaSize @ 3 x 2 mm Focal Size * [:' mm
[“1run [Txos0 [=1xp100 | [Z] 4xi5inch 7] tead Font 0125 [J] mm
Fitm Beand TYPE - ALMSZE  — Screen ; e
[Clacra [C] ba [Jor7 [] 4xtoinch ] Fiorescent Back 0,125 [J] mm
.~ | 1A j 1€
i Type [2] astm [ kstns) [ man ‘ 1D No. = r QY Pracemunt Source Side ] rimside
| [ 1 [J 1w
Source to Object Distance 382 [v] om [ inch
— Exporsure Time 2 Minutes 30 Second
Source to Film Distance 356 mm D inch
Exposure Single-wall exposure D Double-wall expe S 2 %
Setup t = ——— — — —
Viewing [Z] single-wall viewing 1 Double-wall viewing ug : 0,51 mm
Development |Temperature s 20°C | Developing Time : 5 Minutes Fllm Density 2 ~ 4
Sketch
A /g Oe O c 0 o - ] 7 OF ¢ -
== ® ® 4 Jf I £ 813
e __Type of indication egrcs T oo RESULT
Name of Welder 1D Welder | Position umr D@ TOT@] [CEEOIRCIROIECINDANY Remarks
p| 5§ | ™| LF| mluc|sp|RC| BT | € | S | OT | PASS FAIL
JEFRYAN JF-2608 26 A-B \ ‘ v
\ |
=— — & i } | ! = -
— —1 =t <l= ,
| 1]
i - S
| |
| | l
- | ‘ 77I | |
— B i E— — 1 ! ! !
|| | L
| \ 1 [ \
= — — 1 1 —T— T -~ t T -
| |
TOTAL FILMS 1 | | |
Reviewed By Reviewed By
Designation oS
Name R
g v
Signature et
Date ﬁ\—, [% 22t
NOTE: (1) P Porosity - Jck of Fusion (@) 5D : Surface Defect (0 C : Crack
@S - Slag Inclusi ungsten (nclusion RC : Root Concavity @3 51 : Surface Indicater
(3) 19 1 Incomplete Penetr, UC: Underast (@) BT : Burn-Through @ OT : Others
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PT. KOSTEC INDONESIA MANDIRI o™ mme =
Date 10 April 2026
Xp. Buah Jangkung, Kel, Waringinkurung,
Office:  Kec. Waringinkurung, Kab. Serang, Banten, 42153 Regort Date 11 April 2026
P : 781 - 3785
hone : (0254) 781 -3 page No. T OF 1
Project Name, No. Customer
POBOYA 2000 TPD EXPANSION PT. HANAZONO ENGINEERING INDONESIA
Applled Spec. |Procedure No. Rev. No.
ASME IX 2025 Edition KIM-NDE-ASME-RTP-02 0
iLEn Naime, No. R 8o,
WELDER TEST QC-AFI-RT-CPM-002
(=] to s Diameter (DN ) - to - D mm
Base Materizl Type — VS
plate[7] PIPE [ Weid Reinforcement Thickness 2 E] mm
£ e =
Base Materizl Thickness 18 to 18 y Weld Thickness 20 D
E_I Inch Inch
/1 smaw T SAW GMAW
Item Type | 4] welding [] Casting Welding Process 3 4 d a
[0 eraw [] rcaw
Type Sentinel  [] Ir-192 [J coe0 Manufacturer
Serial No. D17428 x R Serial No.
V-Ray Curie 17 c =hay kv mA
SourceSize : 3 x 2 mm Focal Size X [_‘ mm
[“1Fusn [1x0s0 [Z]x0100 | [7] 4x15inch [7] resd Front 0,125 [J] mm
FHim 8rand TYPE s FILMSIZE  —— Scraen S
[Cacra | [ os o7 | ] #aoinch [ Fworescent sack 0,125 [J] mm
N . 0 1 [
iType 2] astm [ kspis) [C] mi 1D No, @ r[i‘[ 1 Placernent [Z] sourcesige ] csilmside
1B i
Source to Object Distance | 336 [«] mm [ ineh
- — — Exporsure Time 3 Minutes 10 Second
Source to Film Distance 356 [4] mm D inch
| Exposure [_/__! Single-wall exposure D Double-wall exposure Sensitivity 2 %
Set up = = = R ——
| Viewing [Z] single-wali viewing [ Double-wall viewing ug 0,51 mm
Development | Temperature 20'C Developing Time 5 Minutes Film Density g~ 8
|Sketch
[<] & s Oc [1 o . ] E o G
A ® A i R A X
== ) ol Xl £ 613
e Typeofindication o B RESULT
Name of Welder 1D Welder | Pasition Y0 AN OO IR IROIROCIRCIIOINCIROMIC AN A ] Remarks
P ]S 1? | LF T | UC | SD | RC | BT C S| OT | PASS FAIL
AGUS P AP-2607 a6 A-B ‘ | \ v
- | , B o
| |
| |
S 1 ‘ : — =
|
|
[ || o
‘ |
[
TOTAL FILMS 1 | |
Reviewed By Reviewed By
Dasignation
Name
Signature
Date
(@) 5D : Surface Defact @ - Crack
RC : Root Concavity (D) 51 ; Surface Indicater
(@ &1 : Burn-Through (D o : Othess
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Report No, KIM-RT-HEI-4-2026-015
PT. KOSTEC INDONESIA MANDIRI
Date 10 April 2026
Kp. Buah Jangkung, Kel. waringinkurung,
Office  Kec. Waringinkurung, Kab, Serang, Banten, 42153 Report Date 11 April 2026
Phone : (0254) 781 - 3765
Page No. 1 OF 1
Project Name, No. Customer
POBOYA 2000 TPD EXPANSION PT. HANAZONO ENGINEERING INDONESIA
Applied Spec. Procedure No. Rev. No.
ASME IX 2025 Edition KIM-NDE-ASME-RTP-02 0
item Name, No, RFi No.
WELDER TEST QC-AFL-RT-CPM-002
cs 1o s Dtameter (DN ) : - to D mm
Base Matecial Type
Plate [<] piee [] Weld Reinforcement Thickness : 2 <] mm
[ rm = mm
Base Matesial Thickness 12 o 12 o Wweld Thickness 14 D ;.
O e Inch
7] smaw ] saw M csmaw
Item Type || welding [__\ Casting Welding Process o = e
] omaw FCAW
Type sentinel  [Z] ir-192 E Co-60 Manufacturer 2
Serial No, D17428 X R Sertal No.
Y-Ray o 7O cnaY W mA
SourceSize : 3 x Z mm Focal Size X D mm
I [Tl | [ xos0  [“1xp100 | [2] #x15inch ] tead Front 0425 [7] mm
Film Brand |TY® =5 IMSZE Screen oy
[CJacra | [Joa o [] ax0inch [ ] Fluorescent Back 0,125 [7] mm
3 % m [«
Qi Type [Z) astm [ ] kspus) [] mie 2 No. . L 1QI Placement [7] source Side [] rimside
[F] 1 []Jw
Source to Object Distance 382 [_-'_} mm u Inch {
- — + —_— — Exporsure Time 2 Minutes 30 Second
Source to Film Distance 356 E mm D inch
|Exposure [i! Single-wall exposure j Double-wall exposure Sensitivity : 2 0%
St ! sz SATKO ) eSSl , — ——==
o Viewing [4] single-wall viewing ] poublewall viewing ug . 051 mm
Deveiopment Temperature :20°C | Develaping Time 5  Minutes FilmDensity : 2 =~ 4
Sketch
7] A B c D 4 , E = F
= —. @ O \J :@ | @R Wil J@X =AY
—  wpeotmdieton T ey
Name of Welder ID Welder | Position T O INCINOIECIECNCARO) [EOARKCAROINE) Remarks
5 | s | [ tF | T | UC|SD | RC| BT | C | s | Or | PASS | FAL
AGUS P AP-2607 36 A-B Il ! ‘ | v| v Filem Mark
| | | ‘ { ‘ |
1 || \ | -
) - | | |
== - B N 4‘ — N ‘\ \7 |7 = | S .
i . L N Y I A
o B NN -4 b = e
| | ! I |
—_— HE— — - ) | [N el =1 e e —— o
o | 1 I i e
— — l i S ! — = M s
] | |
— — - = = — 11 . | = = ——— ——
| \
- h - T 1 T—* T 1 | ] o
— — - .l - T R (Y ] S E— — —
|| |
TOTAL FILMS 1 [ \ |
Reviewed 8y Reviewed By
Designation
Name
Signature
M GN\.L.
Date
OTE: (1) P: Poros () 5D : Surface Defect (19 C : Crack
@ 5 : Stag Inch (8) RC : Root Concavity () st : Surface Indicater
@ 1P : Incomplate (3 BT : Burn-Through (@ or : Others
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PT. TITIAN LANCAR ABADI

NDT INSPECTION & CERTIFICATION

Hvad Office

SPECIALIST :
NON DESTRUCTIVE (NDT - POST WELD HEAT TREATMENT (PWHT) - PRESSURE TESTING (PSTY
INSPECTION AND CERTIFICATION - TECHNICAL - NDT EQUIPMENT SUPPLIER
Kp Gunung Bunly, AT, 005/ RW. 003, Da. Banyuwang:
Koo, Pulo Ampel, Kab Serang. Prov. Banten - INDONESIA 42455 Phone (0254) 781.8985

Parumabian Taman Ciegon Cluster Catalonia E:mail. pititanseORgma.com

Blok G7 No 16 Kota Clegon. Prav. Banten - INDONESIA 42413

150 B001 2018
150 1401:2018
150 450017018

RADIOGRAPHY TESTING REPORT

CLIENT . PT. HANAZONO ENGINEERING INDONESIA

CONTRACTORS : - - REPORT NO. - OOATLA/RT-HEUXIII2025 PROCEDURE . ASME SEC IX

PROJECT WELDER TEST POBOYA 2000 EXPANSION  DATE .30 Desember 20256 ACC.CRITERION  : ASMESECIX
LOCATION CILEGON-BANTEN ~ CONTRACTNO. ¢ SOP.NO - TLA-RT-ASME-003
PERSONNEL ESSENTIAL EQUIPMENT

RTLev2/intepr. - EKO SUDJATMONO B comaray  mERK Sentinel TYPE : Delta880 SERWALNo..  D12788
RT Lev . DENNIS o - o == S
PPR SALSABILLA NUUR RADESTYA PUIRI ] X-RAY MERK ‘- TYPE ~ SERMALNo.:

ESSENTIAL SOURCE & SURVEY METER FILM DATA ACESSORIES

ISOTOP IRIDIUM 192 FILM BRAND Fuji 1QI TYPE | lastm 1A Pisme
SERIAL No. AS-708 FILM TYPE D7

CURIE ACT. 20CURIE  Ci SIZE 4* x 10" . SHEET  PLACEofiQls DFILM SIDE .sounce SIDE
SOURCE SIZE 3x2 mm SIZE 47 15" : 7 SHEET

F.SPOT SIZE T mm SIZE 7"x 17" . SHEET  SCREENTYPE lI.EAD Dmmc
SURVEYMETER - ND 2000 A SIN: 96785 Process SMAW SHEET  SCREENTHICK - FRONT & REAR: 1.25mm

g [AMAKHUSNI/3G[A38 30- AB | cis| 12mm | 5 |AH2501| 2~4| & v v Por 1 mm
122025 3
MISROUJI 1 3G | A36 / 30-12- t‘-‘ Por 2 mm, SI
2 iy aB | cis | t2mm | 5 (MR2509 2-4| 6 v|v v o
SUPARLAN / 3G / A36 / 30- p
3 poddhes ag | cis | 12om | 5 |sp2s06( 24| 6 v
MARHANI / 3G / A36 / 30-12] w $11,5mm,
4 G as || emm | % [M-2505 2~4| 6 v|v v o
g || NOSWARNEIREASEEN. AB | cis| emm | 5 kw2414 2-4| 6 v
122025 3
HAMSINUDIN / 3G / A36 / r_'
6 30-12-2025 A-B CI/S | 18mm ; HS-1988| 2~4| 6 v v Por 1,6 mm
od
7 ||[APRONANTOI 3G AN 30- A8 | cis| tzmm | 5 |AR-2504 2-4| 6 v v v | Fporice
12-2025 2
EKO SUDJATMONO ) R - i
DATE 3tDecasho DATE (71.17 0 3- 'Ei-é DATE: - DATE
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