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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 Structure 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 :

Fabrication and Installation Structure for CIL Tank at Vessel Loaded Carbon
Fabrication and Installation Structure for CIL Tank for Trash Screen
Fabrication and Installation Structure for CIL Tank for Loaded Carbon Screen
Fabrication and Installation Structure for CIL Tank for Baren Carbon Screen
Fabrication and Installation Structure for CIL Tank for Carbon Safety Screen
Fabrication and Installation Structure for CIL Tank for Leach Feed Sampler
Fabrication and Installation Structure for CIL Tank for Tailing Sampler

Nogabkowd~

Purpose

This Welder List is mentioned of qualification and capabillity of welder to done the welding
process according requirement and Requisition for Equipment steel structure. This welder
list qualification base Code or Standard AWS D1.1.

Reference

This procedure prepared in accordance with following reference:

- JIS Standards

- ASTM Standards

- ANSI

- AWS D11

- Local Regulation Disnaker/Migas

- Request for Quotation (RFQ) Steel Structure and Plate works Supply and Install
Document No. 2000-4000-STR-RFQ-002
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2. LIST OF WELDER

fr Decument No.|E2601-D-PRO-005
M | L ,
C,D M1, HANAZONO EHQIFEEHHH Indongsi WELDER LIST Date September 08, 2026
1\
| el e it o
i (According to AWS D1.1) Rev. No. 2
Project Name  : POBOYA 2000 TPD EXPANSION PROJECT
P/O No. : 14898
PO Description : STRUCTURE OF CIL TANK AREA
) - .| Pesion Weld TH' Range | Matesial | Filler metal o ACDC
Na. ”e:“ | WesserName | Process | 15T | TEE | oiben | Materal Spec. | G Mo DIA Range (< 247 00) Backing | COSUmable GasBacking | Certfied | CerficteNo |EwpredDaie|  Remak
e. mm) | Pesiton | S mn Pha | FMe et (N or )
Fillet 3 -Unlimited
1| JH1008 | JUHANDA | SMAW 5 26 FH SA 3 1 3- Uniimited 1 4 |Groove 3 Unlimited WithWibout | Withowt | DCEP | WeldMetal |  Migas | 1483ALDMTS026 |Jenueey 28 2029
Driameter Pipe : =600
Fillet 3 -Unlimired
SMAW 5 16 v SA 3 1 3- Uniimited 1 4 |Groove 3 Unlimited WithWibout | Withowt | DCEP | WeldMetdl |  Migas | 1484ALDMTSEO26 |Janueey 28 2029
Diiameter Pipe : 2 600
2 | RS04 | SAWARLL - r?me_
Fillet 3 -Unlimited
SMAW 55 pic v SA 106 GRB I 3~ Unlimited 1 4 |Groove 3 Unlimited WithWikout | Without DCEP | Wield Meta Migas | S900AALIDMTS/2026 | August 07, 2020
Driameter Pipe : =600
Fillet 3 -Unlimited
3 | RMOBIS| ROMUA | SMAW 5 4 | FHNID A3 1 3- Uniimited 1 4 |Groove 3 Unlimited WithWibout | Withowt | DCEP | WeldMetdl |  Migas | 1435ALDMTSZ026 [Jenuey 26, 2029
Driameter Pipe : =600
Fillet 3 -Unlimited
SMAW 5 5F FH o |sA3sesateE| 1 3- Uniimited 1 4 |Groove WA WithWibout | Withowt | DCEP | WeldMetdl |  Migas | 1485ALDMTS026 |Jenueey 28, 2029
Diameter Pipe 18
4 | yDa13s | voD ikt
Fillet 3 -Unlimited
SMAW 55 26 FH | SA106GRB Il 3- Uniimited 1 4 |Groave NA WithWibout | Withcwt | DCEP | WeldMetdl | Migas | SB0UALDMTSZ02 | Augustor, 2029
Diameter Pipe : 1in
Fillet 3 -Unlimited
3 | HAKAO1 |AFIDRUDIANTS SMAW 16 G N A3 n 3 Unlmited 1 4 |Groove 3 -Unlimited WithWikout [ Without DCEF | Weld Metal Migas | SS98ALIDMTSIZ006 | August 07, 2038
Driameter Pipe : =600
Filler 3 -Unlimired.
6 | HAKA2 |ASER SHOHIBI| SMAW % 6 v SA 3 1 3- Uniimited 1 4 |Groove 3 Unlimited WithWibout | Withowt | DCEP | WeldMetdl | Migas | SS99ALDMTSIZ026 | Agustor, 2029
Driameter Pipe : =600
Posifion Weld TH' Range | Matesial | Filler metal ACIDC
Welder 1D TestalT | Test . Consumakle . y
Na. " Vielder Name | Process 0| P Qualified | Material Spec. | Group No. DIA Range (= 24" 00) Backing rserts GasBacking | Certfied | CerfficaieMo | Ewpired Date|  Remark
. o] Positon | ey mn Pho| Fla M (EN or EF)
Fillet :3 -Unlimited.
7 | HADM ARIFIN SMAW 18 6 ) SA % Wi 3- Unbmited 1 4 |Groove :3 Unlimited WithWiout | Without DCEP | Weld Metl Migas | S8GTALDMTSIZ026 | August 07, 2029
Diametar Pipe : =600
REMARKS *{. F=Flat H =Horizontal, V = Verical, 0 = Oveshead Praparediy: y
—a g
*2 5= Spray, G = Glokdar, P = Fusating "t
* 3, Directvisual ConrolNe Automatic Joint Tracking' Aftah
Single pass or Mulfiple passes Date - Jure 1, 2056
44, Plats and Fige (Over 24 OD) Boprovedby: //
5 Overlay " Rusnandi
Date - Jure 1, 20%




OMC

ENGINEERS

POBOYA 2000 TPD EXPANSION

PROJECT @ CPM

(CPM Work No.)
14898

Project Document. No.: E2601-4400-PRO-011

(Vendor Work No.)
E2601

Client Document No. : HNZ-V-PT0061.08-4400-STR-PRO-011

3. WELDER CETIFICATE

Attachment-1 Certificate No.

: 1483/AL/DMTS/2026 (Juhanda)

Lampiran Kualifikasi Ahli Las No. : 0194/AYG/AL/DMT/2026

Tanggal

: 11 Maret 2026

LAPORAN KUALIFIKASI AHLI LAS

Menyatakan bahwa :
Nama
Nomor Registrasi

Tempat dan tanggal lahir

Alamat

Perusahaan
Nomor WPS
Nomor PQR

Standar

Dengan data sebagai berikut

: PT HANAZONO ENGINEERING INDONESIA
Telah dikualifikasi sebagai AhI| Las sesuai dengan :

: 01-WPS-HEI-AWS-MIGAS-26

: 01A-WPS-HEI-AWS-MIGAS-26

: AWS D1.1: 2025

Nomor: 1483/AL/DMTS/2026

: JUHANDA

: TS-390126/29/201887.01

: Serang, 10 Juni 1987

: Kp. Kendal, RT/RW 011/007

Kec. Bojonegara — Kab. Serang

01B-WPS-HEI-AWS-MIGAS-26
01C-WPS-HEI-AWS-MIGAS-26

Material Dasar :

- Desain sambungan
- Diameter inch (mm)
- Tebal (mm)

Bahan Pengisi
Gas Pelindung
Backing Gas
Backing / Backweld

Jenis Pemeriksaan :
- Visual

- Pemeriksaan Tak
Merusak (NDE)

- Uji Rusak (DT)

- Dan lain-lain

Pengujian Lapangan at}san’fsgéllfkasi
Proses Pengelasan SMAW SMAW "~
Sifat Listrik DCEP AC, DC
Posisi/Arah Pengelasan 2G Sesuai Tabel 6.11

Double “V” Groove Sesuai desain sambungan

- Spesifikasi Material Uji

N/A Sesuai Tabel 6.11

SE T 3_mm — Maksimum yang akan
dilas

ASTM A36 Sesuai Tabel 5.6

E7018 (F No. 4, AWS 5.1) F1s.d. F4

Dengan Backing (SMAW) Dengan Backing (SMAW)

Ya

Radiografi

Kualifikasi Ahli Las ini hanya berlaku pada PT HANAZONO ENGINEERING INDONESIA sampai
dengan tanggal 28 Januari 2029. Bila dalam waktu tiga bulan secara terus menerus tidak bekerja
sesuai kualifikasinya maka Kualifikasi Ahli Las ini dianggap tidak berlaku lagi.

196/AL/DMT/2026

Diuji Oleh :
Insp\tur Migas

-

,:.,

Puji'Trijatmiko, ST
NIP 19860617 201101 1003

Revision No. : B

Page 6 of 53
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Attachment-2 Certificate No.

: 1484/AL/DMTS/2026 (Sahrul)

Lampiran Kualifikasi Ahli Las No. : 0184/AYG/AL/DMT/2026

Tanggal

- 11 Maret 2026

LAPORAN KUALIFIKASI AHLI LAS
Nomor: 1484/AL/DMTS/2026

Menyatakan bahwa :

Nama

Nomor Registrasi
Tempat dan tanggal lahir

Alamat : Link. Tegal Wangi Rejane, RT/RW 003/001
Kec. Gerogol - Kota Cilegon
Perusahaan : PT HANAZONO ENGINEERING INDONESIA

Telah dikualifikasi sebagai Ahls Las sesuai dengan :

. SAHRUL
: TS-590126/29/191682.01
. Serang, 09 April 1982

Nomor WPS : 01-WPS-HEI-AV/S-MIGAS-26
Nomor PQR 01A-WPS-HEI-AWS-MIGAS-26
01B-WPS-HEI-AWS-MIGAS-26
01C-WPS-HEI-AWS-MIGAS-26
Standar . AWS D1.1: 2025
Dengan data sebagai berikut_:
Pengujian Lapangan Batasan Kz
Proses Pengelasan SMAW SMAWN_ 116 h27
Sifat Listrik DCEP | AC, DC
Posisi/Arah Pengelasan 3G Sesuai Tabel 6.11
Material Dasar :

- Desain sambungan
- Diameter inch (mm) -

Bahan Pengisi
Gas Pelindung - | -
Backing Gas -

Backing / Backweld
Jenis Pemeriksaan :

"Double “V* Groove

Sesuai desain sambungan
Sesuai Tabel 6.11

- Tebal (mm) 25 mm 3“1'::1 Maksimum yang akan
- Spesifikasi Material Uji | ASTM A36 Sesuai Tabel 5.6

E7018 (F No. 4, AWS 5.1) | F1s.d. F4

Dengan Backing (SMAW)

] Dengan?acking (SMAW) A

- Visual Ya
- Pemeriksaan Tak =

Merusak (NDE) Radiografi

- Uji Rusak (DT) = a
- Dan lain-lain -

Kualifikasi Ahli Las ini hanya berlaku pada PT HANAZONO ENGINEERING INDONESIA sampai
dengan tanggal 28 Januari 2029. Bila dalam waktu tiga bulan secara terus menerus tidak bekerja

sesual kualifikasinya maka Kualifikasi Ahli Las ini dianggap tidak berlaku lagi.

Pujl Tﬂjatrmko, ST
NIP 19860617 201101 1003

196/AL/DMT/2026
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Attachment-3 Certificate No. : 5900/AL/DMTS/2026 (Sahrul)

Lampiran Kualifikasi Ahli Las No. : 0679/AYG/AL/DMT/2026
Tanggal : 27 Agustus 2026

LAPORAN KUALIFIKASI AHLI LAS

Menyatakan bahwa:
Nama

Nomor Registrasi
Tempat dan tanggal lahir
Alamat

Perusahaan

: PT HANAZONO ENGINEERING INDONESIA

Nomor: 5900/AL/DMTS/2026

: SAHRUL

: TS-380826/29/191682.01

: Serang, 09 April 1982

: Link. Tegal Wangi Rejane, RT/RW 003/001

Kec. Gerogol — Kota Cilegon

Telah dikualifikasi sebagai ahli las sesuai dengan :

Nomor WPS : 02-WPS-HEI-AWS-MIGAS-26

Nomor PQR : 02-PQR-HEI-AWS-MIGAS-26 X

Standar : AWS D1.1: 2025 = ( 1)

Dengan data sebagai berikut: ‘\ = \VILEU/™

Pengujian lapangan B‘étﬁggn@ﬁdﬁfikasi

Proses pengelasan SMAW SMAW ——r—"
Sifat Listrik DCEP DCEP
Posisi/Arah pengelasan 2G Sesuai Tabel 10.8

Material Dasar:

- Desain sambungan
- Diameter inch (mm)
- Tebal (mm)

- Spesifikasi Material Uji
Bahan pengisi

Gas pelindung

Backing Gas

Backing / Backweld
Jenis Pemeriksaan :

- Visual

- Uji Tak Merusak (NDT)
- Uji Rusak (DT)

- Dan lain-lain

Double “V" Groove Sesuai desain sambungan

NPS 2 inch (60,3 mm) Sesuai Tabel 10.12

5,54 mm 3 mm—-20 mm

Sesuai Tabel 5.6
F1s.d. F4

SA 106 Gr. B
E 7016 & E 7018
(F No. 4, AWS 5.1)

Tanpa Backing Tanpa/Dengan Backing

Ya
Uji Radiography

Kualifikasi Ahli Las ini hanya beriaku pada PT HANAZONO ENGINEERING INDONESIA sampai
dengan tanggal 07 Agustus 2029. Bila dalam waktu tiga bulan secara terus menerus tidak
bekerja sesuai kualifikasinya maka Kualifikasi Ahli Las ini dianggap tidak berlaku lagi.

678/AL/DMT/2026

Diuji Oleh :
; »Inspekt}qr Migas

' o
s
il .
>
N\

Puji Trijatmiko, ST
NIP 19860617 201101 1003
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Attachment-4 Certificate No. : 1485/AL/DMTS/2026 (Romli)

Lampiran Kualifikasi Ahli Las No. : 0184/AYG/AL/DMT/2026

Tanggal

: 11 Maret 2026

LAPORAN KUALIFIKASI AHLI LAS
Nomor: 1485/AL/DMTS/2026

Menyatakan bahwa :

Nama

Nomor Registrasi
Tempat dan tanggal lahir

Alamat : Kp. Kepaten, RT/RW 003/002
Kec. Bojonegara — Kab. Serang
Perusahaan : PT HANAZONO ENGINEERING INDONESIA

Telah dikualifikasi sebagai AHH Las sesuai dengan :

Nomor WPS : 01-WPS-HEI-AWS-MIGAS-26
Nomor PQR : 01A-WPS-HEI-AWS-MIGAS-26
01B-WPS-HEI-AWS-MIGAS-26
01C-WPS-HEI-AWS-MIGAS-26
Standar . AWS D1.1: 2025

Dengan data sebagai berikut

: ROMLI
: TS-550126/29/111678.01
: Serang, 01 April 1978

Pengujian Lapangan

Material Dasar :

- Desain sambungan
- Diameter inch (mm) -
- Tebal (mm)

- Spesifikasi Material Uji
Bahan Pengisi

Gas Pelindung - -
Backing Gas - -
Backing / Backweld

Jenis Pemeriksaan :
- Visual

- Pemeriksaan Tak
Merusak (NDE)

- Uji Rusak (DT) -
- Dan lain-lain -

Proses Pengelasan SMAW SMAWSFE 7
Sifat Listrik DCEP AC, DC
Posisi/Arah Pengelasan 4G Sesuai Tabel 6.11

Double “V" Groove

| Sesuai desain sambungan

Sesuai Tabel 6.11

95 Fi 3_mm — Maksimum yang akan
dilas
ASTM A36 Sesuai Tabel 5.6

E7018 (F No. 4, AWS 5.1) F1s.d. F4

Dengan Backing (SMAW)

| Dengan Backing (SMAW)

Ya

Radiografi

Kualifikasi Ahli Las ini hanya berlaku pada PT HANAZONO ENGINEERING INDONESIA sampai
dengan tanggal 28 Januari 2029. Bila dalam waktu tiga bulan secara terus menerus tidak bekerja

sesuai kualifikasinya maka Kualifikasi Ahli Las ini dianggap tidak berlaku lagi.

Diuji Oleh :

PUji Trijatmiko, ST
NIP 19860617 201101 1003

196/AL/DMT/2026

,/Ittspyk(gr Migas
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Attachment-5 Certificate No. : 1486/AL/DMTS/2026 (Yodi)

Lampiran Kualifikasi Ahli Las No. : 0194/AYG/AL/DMT/2026
Tanggal : 11 Maret 2026

LAPORAN KUALIFIKASI AHLI LAS
Nomor: 1486/AL/DMTS/2026

Menyatakan bahwa :
Nama

Nomor Registrasi
Tempat dan tanggal lahir

: YODI ARIFIN
: TS-670126/29/112361.01
: Tasik Malaya, 01 November 1961

Alamat : Taman Pesona, RT/RW 011/008
Kec. Taktakan -- Kota Serang
Perusahaan : PT HANAZONO ENGINEERING INDONESIA

Telah dikualifikasi sebagai AhI| Las sesuai dengan :
Nomor WPS : 03-WPS-HEI-AWS-MIGAS-26

Nomor PQR : 03-PQR-HEI-AWS-MIGAS-26
Standar : AWS D1.1: 2025
Dengan data sebagai berikut :
Pengujian Lapangan kaa}pn—lgﬁﬂ)i’flkam
Proses Pengelasan SMAW SMAW
Sifat Listrik DCEP DCEP
Posisi/Arah Pengelasan 5F Sesuai Tabel 10.8
Material Dasar :
- Desain sambungan Fillet Sesuai desain sambungan
- Diameter inch (mm) 60,3 mm Sesuai Tabel 10.12
- Tebal (mm) 5,54 mm 3“11:1 — Maksimum yang akan
- Spesifikasi Material Uji SA 106 Gr. B to ASTM A36 Sesuai Tabel 5.6
Bahan Pengisi E7018 (F No. 4, AWS 5.1) F1s.d. F4
Gas Pelindung - — e
Backing Gas - -
Backing / Backweld Dengan Backing (SMAW) Dengan Backing (SMAW)

Jenis Pemeriksaan :

- Visual

Ya

- Pemeriksaan Tak
Merusak (NDE)
- Uji Rusak (DT)

Penetrant Test

Macroetch

- Dan lain-lain

Kualifikasi Ahli Las ini hanya berlaku pada PT HANAZONO ENGINEERING INDONESIA sampai
dengan tanggal 28 Januari 2029. Bila dalam waktu tiga bulan secara terus menerus tidak bekerja
sesuai kualifikasinya maka Kualifikasi Ahli Las ini dianggap tidak berlaku lagi.

196/AL/DMT/2026

/(

Diuji Oleh :
/I@'s“‘p'ek(ur Migas

“Puji Trijatmiko, ST
NIP 19860617 201101 1003
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Attachment-6 Certificate No. : 5901/AL/DMTS/2026 (Yodi)

Lampiran Kualifikasi Ahli Las No. : 0679/AYG/AL/DMT/2026

Tanggal

. 27 Agustus 2026

LAPORAN KUALIFIKASI AHLI LAS

Menyatakan bahwa:
Nama

Nomor Registrasi
Tempat dan tanggal lahir

Nomor: 5901/AL/DMTS/2026

: YODI ARIFIN
: TS-410826/29/112361.01
: Tasikmalaya, 01 November 1961

Alamat : Taman Pesona, RT/RW 011/008
Kec. Taktakan — Kota Serang
Perusahaan : PT HANAZONO ENGINEERING INDONESIA
Telah dikualifikasi sebagai ahli las sesuai dengan :
Nomor WPS : 02-WPS-HEI-AWS-MIGAS-26 = %
Nomor PQR : 02-PQR-HEI-AWS-MIGAS-26 \OP %6 :
Standar : AWS D1.1: 2025 : T & i
Dengan data sebagai berikut: | = !‘R F
Pengujian lapangan Batasan k(alifikasi

Proses pengelasan SMAW SMAW . i h=/

Sifat Listrik DCEP DCEP

Posisi/Arah pengelasan 2G Sesuai Tabel 10.8

Material Dasar:

- Desain sambungan
- Diameter inch (mm)
- Tebal (mm)

- Spesifikasi Material Uji
Bahan pengisi

Gas pelindung

Backing Gas

Backing / Backweld
Jenis Pemeriksaan :

- Visual

- Uji Tak Merusak (NDT)
- Uji Rusak (DT)

- Dan lain-lain

Double “V” Groove Sesuai desain sambungan

NPS 2 inch (60,3 mm) Sesuai Tabel 10.12

5,54 mm 3 mm-20 mm

SA 106 Gr. B Sesuai Tabel 5.6

E 7016 & E 7018 F1s.d. F4

(F No. 4, AWS 5.1)

Tanpa Backing Tanpa/Dengan Backing

Ya
Uji Radiography

Kualifikasi Ahli Las ini hanya berlaku pada PT HANAZONO ENGINEERING INDONESIA sampai
dengan tanggal 07 Agustus 2029. Bila dalam waktu tiga bulan secara terus menerus tidak
bekerja sesuai kualifikasinya maka Kualifikasi Ahli Las ini dianggap tidak berlaku lagi.

Diuji Oleh :
Inspektur Migas

{ |

y“\\’y/',,r ‘__
“Pufi Trijatmiko, ST
NIP 19860617 201101 1003

678/AL/DMT/2026
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Attachment-7 Certificate No. : 1486/AL/DMTS/2026 (Arifin)

Lampiran Kualifikasi Ahli Las No. : 0679/AYG/AL/DMT/2026

Tanggal

: 27 Agustus 2026

LAPORAN KUALIFIKASI AHLI LAS

Menyatakan bahwa:
Nama

Nomor Registrasi
Tempat dan tanggal lahir
Alamat

Perusahaan

Nomor: 5897/AL/DMTS/2026

: ARIFIN

: TS-220826/29/122084.01

: Serang, 02 Agustus 1984

: Link. Langon ill, RT/RW 001/005

Kec. Pulomerak — Kota Cilegon

: PT HANAZONO ENGINEERING INDONESIA

Telah dikualifikasi sebagai Ahli Las sesuai dengan :

Nomor WPS
Nomor PQR

Standar

: 01-WPS-HEI-AWS-MIGAS-26
: 01A-WPS-HEI-AWS-MIGAS-26

01B-WPS-HEI-AWS-MIGAS-26
01C-WPS-HEI-AWS-MIGAS-26

: AWS D1.1: 2025
Dengan data sebagai berikut:

Pengujian lapangan

B@Wagl‘f‘kasu

Proses pengelasan
Sifat Listrik

Posisi/Arah pengelasan
Material Dasar:

- Desain sambungan

- Diameter inch (mm)

- Tebal (mm)

- Spesifikasi Material Uji
Bahan pengisi

Gas pelindung

Backing Gas

Backing / Backweld
Jenis Pemeriksaan :

- Visual

- Uji Tak Merusak (NDT)
- Uji Rusak (DT)

- Dan lain-lain

SMAW SMAW =
DCEP AC, DC
3G Sesuai Tabel 6.11/ Naik

Double “V" Groove

Sesuai desain sambungan

N/A Sesuai Tabel 6.11
16 mm 3 mm—32 mm
ASTM A36 Sesuai Tabel 5.6

F1s.d. F4

E 7018 (F No. 4, AWS 5.1)

Dengan Backing (SMAW)

Dengan Backing (SMAW)

Ya

Uji Ra

diography

Kualifikasi Ahli Las ini hanya berlaku pada PT HANAZONO ENGINEERING INDONESIA sampai
dengan tanggal 07 Agustus 2029. Bila dalam waktu tiga bulan secara terus menerus tidak
bekerja sesuai kualifikasinya maka Kualifikasi Ahli Las ini dianggap tidak berlaku lagi.

678/AL/DMT/2026

Diuji Oleh :

_Inspektur Migas

~ puji

rijatmiko, ST
NIP 19860617 201101 1003
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Attachment-8 Certificate No. : 5898/AL/DMTS/2026 (Afid Rudianto)

Lampiran Kualifikasi Ahli Las No. : 0679/AYG/AL/DMT/2026

Tanggal

1 27 Agustus 2026

LAPORAN KUALIFIKASI AHLI LAS

Menyatakan bahwa:
Nama

Nomor Registrasi
Tempat dan tanggal lahir

Nomor: 5898/AL/DMTS/2026

: AFID RUDIANTO
: TS-230826/29/161674.01
: Serang, 06 April 1974

Alamat : Link. Leuweung Sawo, RT/RW 002/009
Kec. Purwakarta — Kota Cilegon
Perusahaan : PT HANAZONO ENGINEERING INDONESIA
Telah dikualifikasi sebagai Ahli Las sesuai dengan :
Nomor WPS : 01-WPS-HEI-AWS-MIGAS-26
Nomor PQR : 01A-WPS-HEI-AWS-MIGAS-26
01B-WPS-HEI-AWS-MIGAS-26
01C-WPS-HEI-AWS-MIGAS-26 R\~
Standar : AWS D1.1: 2025 S/
Dengan data sebagai berikut: = (UMTST™
Pengujian lapangan \ ‘Batasan kualifikasi
Proses pengelasan SMAW SMAW-'G A=
Sifat Listrik DCEP AC, DC
Posisi/Arah pengelasan 3G Sesuai Tabel 6.11/ Naik

Material Dasar:

- Desain sambungan

- Diameter inch (mm)

- Tebal (mm)

- Spesifikasi Material Uji
Bahan pengisi

Gas pelindung

Backing Gas

Backing / Backweld
Jenis Pemeriksaan :

- Visual

- Uji Tak Merusak (NDT)
- Uji Rusak (DT)

- Dan lain-lain

Double “V” Groove

Sesuai desain sambungan

N/A Sesuai Tabel 6.11
16 mm 3mm—32 mm
ASTM A36 Sesuai Tabel 5.6

E 7018 (F No. 4, AWS 5.1)

F1s.d F4

Dengan Backing (SMAW)

Dengan Backing (SMAW)

Ya

Uji Ra

diography

Kualifikasi Ahli Las ini hanya berlaku pada PT HANAZONO ENGINEERING INDONESIA sampai
dengan tanggal 07 Agustus 2029. Bila dalam waktu tiga bulan secara terus menerus tidak
bekerja sesuai kualifikasinya maka Kualifikasi Ahli Las ini dianggap tidak berlaku lagi.

678/AL/DMT/2026

Diuji Oleh :
in tur Migas
;?Mf,}%\ g

Puji-Trijatmiko, ST
NIP 19860617 201101 1003
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Attachment-9 Certificate No. : 5899/AL/DMTS/2026 (Asep Sohibi)

Lampiran Kualifik
Tanggal

asi Ahli Las No. : 0679/AYG/AL/DMT/2026
1 27 Agustus 2026

LAPORAN KUALIFIKASI AHLI LAS
Nomor: 5899/AL/DMTS/2026

Menyatakan bahwa:

Nama
Nomor Registrasi

Tempat dan tanggal lahir

Alamat

Perusahaan
Telah dikualifikas
Nomor WPS
Nomor PQR

Standar

Dengan data sebagai berikut: i

: ASEP SHOHIBI
: TS-170826/29/201894.01
: Serang, 10 Juni 1994
: Kp. Ampean, RT/RW 002/001
Kec. Bojonegara — Kab. Serang
: PT HANAZONO ENGINEERING INDONESIA
i sebagai Ahli Las sesuai dengan :
: 01-WPS-HEI-AWS-MIGAS-26
: 01A-WPS-HEI-AWS-MIGAS-26
01B-WPS-HEI-AWS-MIGAS-26
01C-WPS-HEI-AWS-MIGAS-26
: AWS D1.1: 2025

Pengujian lapangan

Proses pengelasan
Sifat Listrik

Posisi/Arah pengelasan
Material Dasar:

- Desain sambungan

- Diameter inch (mm)

- Tebal (mm)

- Spesifikasi Material Uji
Bahan pengisi

Gas pelindung

Backing Gas

Backing / Backweld
Jenis Pemeriksaan :

- Visual

- Uji Tak Merusak (NDT)
- Uji Rusak (DT)

- Dan lain-lain

\\ B ¢
SMAW-"/ MERE S

SMAW ~~
DCEP AC, DC
3G Sesuai Tabel 6.11/ Naik

Double “V” Groove

Sesuai desain sambungan

N/A Sesuai Tabel 6.11
16 mm 3 mm—32 mm
ASTM A36 Sesuai Tabel 5.6

E 7018 (F No. 4, AWS 5.1) F1s.d. F4

Dengan Backing (SMAW) Dengan Backing (SMAW)

Ya

Uji Radiography

Kualifikasi Ahli Las ini hanya berlaku pada PT HANAZONO ENGINEERING INDONESIA sampai
dengan tanggal 07 Agustus 2029. Bila dalam waktu tiga bulan secara terus menerus tidak
bekerja sesuai kualifikasinya maka Kualifikasi Ahli Las ini dianggap tidak berlaku lagi.

678/AL/DMT/2026

Diuji Oleh :
‘4,_lns{p?kt\ur Migas

Puji Trijatmiko, ST
NIP 19860617 201101 1003
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Attachment-10 : WPS and PQR Reference, WQT, NDE RT, Macroetching.

PT. HANAZONO Engineering Indonesia
e reaivays parner withyou

Head Office - JI. Raya Bojonegara-Serdang No. 4 RT. 001/KW.001
Desa i Kabipaten Serang

Banten, Indonesia {42414)
Telp  :462-254-7850344/45/46/47
emal : project@hanarorg.cold

WELDING PROCEDURE SPECIFICATION (WPS)

Applicable Code: AWS D1.1/1,1M: 2125, Structural Welding Code - Stesl

Page 1of 3

0 PREQUALIFIED (Pra-Kualifiasi)

WELDING PROCESS (ES) (Proses Pengelasan)

-

WPS NO. (No. PWPS) . O1WPS-HEI-AWS-MIGAS-28  DATE (Tangaal)
REVISION NO. (Revisi No.) 00 DATE (Tanggal)
. SMAW

[0 QUALIFIED BY TESTING (Kualifikasi dengan Pengujian)

February 01, 2026 SUPPORTING PQR NO.  : VIA-POR-HELAWS-MIGAS 26
{No. PQR Pendukung) 01B-POR-HEFAWS-NIGAS-26
TYPE (S) (Tipe) Manua 01C-POR-HELAWS-NIGAS-26

JOINTS DESIGN USED (Desain Sambungan yang Digunakan)

METHOD (Metodz) : Carbon arc gouging andlor Grinding

TYPE (Tipe) : See Joint Detall

SINGLE £ DOUBLE WELD
BACKING {Backing) : = YES O NO
BACKING MATERIAL (Material Backing) . Weldmetal/Metal/Ceramic
ROOT OPENING (Ukuran Celah Root) . See Joint Detail
ROOT FACE DINENSION (Ukuran Pinggiran Root) . See Joint Detail
GROOVE ANGLE (Sudut Groove) : See Joint Detall
RADIUS (J-U) {Jari-Jari (J-U)) : NIA
BACK GOUGING (Back Gouging) : YES O NO

BASE METAL (Logam Dasar)
MATERIAL SPEC. (Spesifikasi Material)
TYPE OR GRADE (Tipe alau Kalas)

- Group il to Group 1M

JOINT DETAIL (Detail Sambungan)
Seepage 20f 3

THICKNESS (Rentang Ketebalan Logam Dasar)
GROOVE - 3~ Unlimited FILLET - 3 ~ Unlimited ELECTRICAL CHARACTERISTIC (Karakieristik Elektrik)
DIAMETER (PIPE) (Diameter Pipa) 2 00 mm TRANSFER MODE (GMAW) (Mode Transfer (GMAW))
[J SHORT CIRCUITING O GLOBULARFCAW
O sPrAY

FILLER METAL (Logam Pengisi) S CURRENT - [ ac DCEP [ DCEN O PULSED
AWS SPECIFICATION (Spesifikasi AWS) { A51 OTHER NA
AWS CLASSIFICATION (Kasifikasi AWS) - ET018-H4R @ 2.53.2 4.0 TUNGSTEN ELECTRODE (GTAW)
BRAND NAME (Nama Merk) SIZE (Ukuran) N/A

TYPE (Tipe)} NA
SHIELDING (Pelindung) SMAW
FLUX (Flux) NA GAS (Gas) NA
COMPOSITION (Kamposisi) NA TECHNIQUE (Teknik)
ELECTRO - FLUX (CLASS) (Kelas Elektro Fluks) NA STRINGER OR WEAVE BEAD {Lurus atau Mengayun) : Stringer andior weaving
FLOW RATE (Laju Afr) NIA MULTI PASS OR SINGLE PASS (PER SIDE) : Multi or Single
GAS CUP SIZE (Ukuran Nozzle Gas) NA (Satu Pass atau Banyzk Pass (Per Sisi))

NUMBER OF ELECTRODE {Jumlah Elektroda) : Single Electrode
PREHEAT (Pemanasan Awal) ELECTRODE SPACING (Jarak antar Elekiroda)
PREHEAT TEMP. MIN. . See Table-Below LONGITUDINAL N/A
{Ti ir Minirum P Awal) LATERAL NA

m::"::)”n <20 mm [20mm <T s38mm 38 mm < T <65 mm > 65 mm

Min. Temp (*C) 0 10 65 110 ANGLE NIA
INTERPASS TEMP. MAX. : 250°C CONTACT TUBE TO WORK DISTANCE (Jarak NA
(Temperatur Minimum Antar Pass) kontak Tube ke Benda Kerja)

PEENING (Peening) NA
POSITION (Posisi) INTERPASS CLEANING Grnding, Brushing, and
POSITION OF GROOVE (Posisi Groove) : F,H,V,0H [Pembersihan Antar Pass) ipping

F,H,V,0H

POSITION OF FILLET (Posisi Fillet)

VERTICAL PROGRESSION {Pergerakan Vertikal)
up O DOwWN

POST WELD HEAT TREATMENT (Pemanasan,
TEMPERATURE (Temperatur)

TIME (Wakif] = "

PG - &- 569
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1] PT. HANAZONO Engineering Indonesia
We ae alvays partner it you

Telp

Head Office : JI. Raya Bojonegara-Serdang No. 44 RT. 001/RW.001
Desa Kertasana, Kecamatan Bojonegara, Kabupaten Serang
Banten, Indonesia (42414) {

: +62-254-7850344/45/46/47

e-mail : project@hanazono.co.id

WELDING PROCEDURE SPECIFICATION (WPS)

Applicable Code: AWS D1.1/4.1M: 2025, Structural Welding Code - Steel

Page 2of 3
A:ttachment of Joint Detail
A A
\(_7 /
e TF 1l 6 :

A = 45° (+10, -5)
G =0-4mm
F=0-2mm

Y
4

¢ INSp
P

SIM )*
*

Nomor Registrasi Mlg)(b\/s

ANG - B -Sbn [oat [20l
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Vendor Work No. .
( £2601 o) Client Document No. : HNZ-V-PT0061.08-4400-STR-PRO-011 Page 17 of 53

Head Office : il. Raya Bojonegara-Serdang No. 44 RT: 001/RW.001
P2

//~.) PT. HANAZONO Engineering Indonesia Derm Kertazans, Kecamatan Sojonegars. Srang
z :‘uﬂzfig‘adu/asnsuf

We are always partner with you R JES
WELDING PROCEDURE SPECIFICATION (WPS)

Applicable Code: AWS D1.1/1.1M: 2025, Structural Welding Code - Steel

WPS No. : 01-WPS-HEI-AWS-NIGAS-26 Rev : 0 _ page 3013
WELDING PARAMETER
PASS OR FILLER METAL S CURRENT TRAVEL SPEED Heat lnput
WELD |PROCESS VOLT (V) REMARK
LAYER(S) AWS CLASS | DIA (mm) |TYPE & POLARITY AMP (A) (mm/MIN.) (KJ/mm)
FLAT AND HCRIZONTAL %
Root/Hot 70 ~ 100 20 -24 45-85 0,99~32
T Rm SMAW | E7018-H4R | 25,3.2,40 DCEP 110150 | 22-27 | es5-120 | 11-378
 Ccap T 100-130 21-25 | 70-130 097~279 -
VERTICAL
Root/Hot 70~ 105 21~24 40-85 1,36~3,78
T Fm | smaw | E7o1sHer | 25,3240 DCEP © 110-1s0 - 22-27 | e5-120 | t1a-3m |
cap | 90-135 | 20~28 60-120 0.9 ~351
OVERHEAD
Root/Hot 70~90 20~24 35~90 093~3,70
 Fm SMAW | E7018-H4R | 25,3.2,4.0 DCEP 105~130 | 22-25 so-100 | 139-39 |
cp T 100-125 | 21-24 | 60-100 | 1,26-3,3 o

0 February 01, 2026

No. DATE PREFAR'ED/ REVIEWED BY REGISTERED 3Y MIGAS
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BT, HANAZON Enginering Indonesia
Heaeabaps et

Head Office : JI. Reya Bojonegara-Serdang No. 44 RT. 001/RwW.001
DesaKertasana, Serang
Bantan, Indonesia (42414) :

Ip :+62-254-7850344/45/46/47

Tel
emall

ik n.jgrﬂmmn:noxn a
PROCEDURE QUALIFICATION RECORD (1PQR)
Applicable Code: AWS D1.1M/D1.1: 2025, Structural Welding Code - Steel
10of 3
PQR NO. (No.PQR) : 01A-PQR-HEAWS-MIGAS-26  DATE (Tanggal) : February 01, 2026 WPS NO. (No. WPS): 01-WPS-HEI-AWS-MIGAS-26
REV NO. (No. Rev.) 0 DATE (Tanggal) 03
WELDING PROCESS (ES) (°roses Pengelasan) : SMAW TYPE (S) (Tips) : Manual
JOINTS DESIGN USED (Desain Sambungan yang Digunakag) POSITION (Posisi)
TYPE (Tipe) : Double V Groove POSITION OF GROOVE (Posisi Groove) ;26
I SINGLE DOUBLE WELD POSITION OF FILLET (Posisi Fillet) : NA

BACKING (Backing) : YES CJ No VERTICAL PROGRESSION (Pergerakan Vertikal)
BACKING MATERIAL (Materal Backing) : Weld Metal O up ] DOWN
ROOT OPENING (Ukuran Celah Root) :0-1mm ELECTRICAL CHARACTERISTIC (Karakteristik Elektrik)
ROOT FACE DIMENSION (Ukuran Pinggiran Root) ;1 mm TRANSFER MODE (GMAW) (Mode Transfer (GMAW))
GROOVE ANGLE (Sudut Greove) : 45° 0 SHORT CIRCUITING [ GLOBULARFCAW
RADIUS (J-U) (Jari-Jari (J-U)) :NA 0 - SPRAY
BACK GOUGING (Back Gouging) : Oyes NO CURRENT [J AC JDCEP [1 DCEN ] PULSED
METHOD (Metode) : Grinding POWER SOURCE : cc ocev

OTHER NIA
BASE METAL (Logam Dasar) TUNGSTEN ELECTRODE (GTAW)
MATERIAL SPEC. (Spesifikasi Material) : Grup | or I fo Group | or Il SIZE (Ukuran) : NIA
TYPE OR GRADE (Tipe atauKelas) TYPE (Tipe) - NIA
THICKNESS (Rentang Ketebalan Logam Dasar)
GROOVE : 25mm FILLET : NA TECHNIQUE (Teknik)
DIAMETER (PIPE) (Diameter Pipa) : NIA STRINGER OR WEAVE BEAD (Lurus atau Mengayun)  : Stringer

MULTI PASS OR SINGLE PASS (PER SIDE) : Multi Pass
‘FILLER METAL (Logam Pengisi) SMAW (Satu Pass atau Banyak Pass (Per Sisi))
AWS SPECIFICATION (Spesiikasi AWS) A5.1 NUMBER OF ELECTRODE (Jumiah Elektroda) : Single Electrode
AWS CLASSIFICATION (Klasikasi AWS) E7018-H4R ELECTRODE SPACING (Jarak antar Elektroda)
BRAND NAME (Nama merk) Bohler LONGITUDINAL : NIA
SHIELDING (Pelindung) SMAW LATERAL  :NA
FLUX (Flux) :  NA GAS (Gas) NA ANGLE :NIA
COMPOSITION (Komposisi) NA CONTACT TUBE TO WORK DISTANCE : NA
| ELECTRO - FLUX (CLASS) (Velas Elekiro Fluks) NA (Jarak kontak Tube ke Benda Kerja)
FLOW RATE (Laju Allr) NA PEENING (Peening) A
GAS CUP SIZE (Ukuran Nozzis Gas) NA INTERPASS CLEANING (Pemtersihan Antar Pass) ; Grindi in
g!]minn

PREHEAT (Pemanasan Awal)

PREHEAT TEMP. MIN. (Tempzratur :30°C

POSTWELD HEAT TREATMENT (Pemanasan Pasca Las)

Minimum Pemanasan Awal) TEMPERATURE (Temperatur) NA
TIME (Wakiu) NA
INTERPASS TEMP. MAX. (Tenperatur Maksimum Antar Pass) - 248 9C
WELDING PROCEDURE
PASS FILLER METAL CURRENT
] VOLTS | TRAVEL SPEED | HEAT INPUT

ORWELD |PROCESS TYPE & AMPS ) (mmain) (Wmm) JONT.ORTARS

LAYER(S) ouss | O leoumry| )
See Page 2 of 3

SR reLy e s SRR EDER AR IR i

ANG: - & - Sto (0%
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E2601
ML ANAINOEoesig s WPSNO.: 01-WPS-HEI-AWS-MIGAS-26
He e vy e i jou WELDING RECORD OF QUALIFICATION TEST PQR NO. : 01A-PQR-HEI-AWS-MIGAS-26
WELDING PROCESS : SMAW WELDING POSITION : 2G Welding Date : January 20, 2026 (PAGE 2 of 3)
Sketch for joint preparation and passes location
Pass |Filler Metal Typo| Size | Polarity I"“"’(a.,scs)“mp AMP. () X,?m w"(':",:?:,:;ed Hm:":;m /ﬁ\
1 | E7T018-H4R | ©32 | DCEP | AT(30) N 2 032 | 135566 L [
2 | ET01HeR 032 | DCEP | &7 no| 2 | an 195,84 A36 ,‘m e s
3 |ET018HaR | @32 | DCEP | 104 | 75 B | mae | 146975 i =
4 | ET018-H4R | ©32 | DCEP 121 125 % 65 | 244810
5 | E7018H4R | @32 | DCEP 154 | 125 5 | mo | 21312 7] 3mn
6 | ET018-HAR | @32 | DCEP 188 125 % 716 | 259839 EEE
7 | ET018-H4R | @32 | DCEP 24 | 130 2% 4 | 1766,14
8 | E7018-H4R | @32 | DCEP 245 125 % | 106 | 155357 =
o [coonn 02 | oo | m | w | x| wa | e i
10 | E7018-H4R | @32 | DCEP 12 132 % 041 | 1793,32 | *size inmm
11 | ET018-HeR | @32 | DCEP 129 | 1 B | 10 | 182,86 | Kind OfBase Mot - A36toA 36
12 | ET018H4R | ©32 | DCEP 154 12 3 14588 | 1154,49 | Fiter et Tade Name (eker) : ETO18-HAR
13 | E7T018-H4R | @32 | DCEP 172 12 2 | 1383 | 1217,00 | Shielding Gas& FlowRate : NIA
14 | ET018-H4R | 032 | DCEP 19 | 1 % | 12545 | 1342,05 | stckout . NA
SRSHES " BACK SIDE (26) Torch Work Angle . NA
15 | E7018-H4R | @32 | Dcep 6 125 2 w4 | 207320 | Torch Travel Angle . NA -
| 16 | ET018H4R | @32 | DCEP 12 122 % 1259 139539 | Welder Name /D  Juanda \?\\\5 “‘%Q‘
17 | E7018-H4R | @32 | DCEP 129 12 % 151 | 152632 | *AT

TR LT

AXG - B - Sboy (o { Ak,
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KEMENTERIAN ENERGI DAN SUMBER DAYA MINERAL REPUBLIK INDONESIA
DIREKTORAT JENDRAL MINYAK DAN GAS BUMI
LAPORAN PENGUJIAN KUALIFIKASI PROSEDUR i JURU-LAS / OPERATORLAS
Nama Juru Las : JUANDA No. Ujlan -
Perusahaan : PT. HEI Project -
Tempat Pengujian - WORKSHOP PT HEI Tanggad Pengujlan - January 20, 2026
Cilegon WPS No. : 01-WPS-HEI-ANS-MIGAS-26
Standar yang dipakai - AWS D1.1:2025 Supporting PQR No. - 01A-PQR-HEI-AWS-MIGAS-26
Jenis mesin Las : Miller Ampere : See Tabie
Proses Fengelasan . SMAW Voltage: : See Table
Jenis Arus Listrik . DCEP
Gas Pelindung : N/A Serbuk Las Pelindung  : N/A
Batas Alran : NIA
Posisi Pengelasan . 2G Arah Pengelasan - N/A
Jenis Banan : Carbon Steel Plate Pabrik - N/A
(Pipa/Pelat) . A38
Diameter : N/A Tebal Dinding - 25 mm
(Ripa/Peiat) s
Jenis Bahan Pengisi : E7018-H4R Pabrik : NIA
Panjang yang disambung : 350 mm Pembersih : grinding and Brushing
Jenis Klem : None Melepaskan Klem  NFA
Penyerorgan . DOUBLE V GROOVE Sudut Kampuh . 45°
Bukaan Las Muka : 1-2 mm Bukaan Muka Akar : 0-1 mm
Tinggi Les Muka :1-2mm Tinggi Las Akar : 2-3 mm
Pemanasan Muila : Ambient temperature Pemanasan Akhir : NUA
Interpass Temp. Range : SeeTable Backing Plate/Backweld : Backweld
ISKETCH as* SEQUENCE
A36 17 mm|
A36 $t 25 mm A36
T gmm
e = 1mm
No. Lapisan Pada Lasan 1 P 3 4 5 5] 7
Jenis E7018-H4R | E701844R | E7018-H4R | E7018-H4R | E7018-H4R | E7018-H4R | E7018-H4R
Ukuran Kawat Las (mm) 3.2 3.2 32 3.2 3.2 3,2 3.2
Ampere, A 65 70 75 125 125 1256 130
Voit, V 22 22 23 24 25 25 25
Mulai Mengelas 10.44 10.£6 11.05 11.12 11.19 11.26 11.35
Selesai Nengelas 10.50 11.02 11.10 11.17 11.24 11.32 11.41
Durasi Waktu / Lapisan (min) 5,53 5,67 497 4,57 4,43 4,85 3,17
Kec.Pengelasan, mm/min 63,29 61,73 70,42 76,59 79,01 72,16 110,41
Heat input, KJ/mm 1,36 1,50 147 2,35 2,37 2,60 1.77
Suhu Antar Sambungan *C 20 a7 104 121 154 188 224
Setang Waktu Antara Lasan, min 1 6 | | 2 1 2 | 2 | 3 ] 30
No. Lapisan Pada Lasan 8 9 10 11 12 13 14
Jenis E7108-H4R | E7018H4R | E7018-H4R | ET018-H4R | E7018-H4R | E7018-H4R | E7018-H4R
Ukuran Kawat Las (mm) 3.2 3.2 3.2 3.2 3,2 3.2 3.2
Ampere, A 128 130 132 120 122 122 122
Volt, V 25 25 25 23 23 23 23
Mulai Mengelas 11.43 13.10 13.24 13.32 13.38 13.42 13.46
Selesai Mengelas 11.46 13.17 13.28 13.36 13.41 13.45 13.50
Durasi Waktu / Lapisan (min) 2,90 3,47 3,17 2,50 240 2,53 2,79
Kec.Pencelasan, mmimin 120,69 100,38 11041 140,00 145,83 138,34 12545
Heat Inpit, KJ/mm 1,59 193 179 1.18 1.156 1.22 1,34
Suhu Antar Sambungan *C 245 68 112 129 154 172 191
Selang Waktu Antara Lasan, min | 84 | | 4 | 2 | 1 | 1 1 27
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| ; x +ead Office : Il Raya Bojonegara-Serdang No. 44 RT. 003/RW.001
M. HANAZONO Engineering [ndonesia B dorasi LR e b S
e are m Wm o Telp :+62-254-7850344/45/46/47 .
e-mall :projeq@hanarono caid
PQRno: 01A-PQR-HEI-AW3-MIGAS-26
PROCEDURE QUALIFICATION RECORD (PGR)
Agplicable Code: AWS D1.1MID1.1: 2025, Structural Welding Code - Steel
Page 30of 3
TEST RESULT
TENSILE TEST
2 ULTIMATE TENSILE | ULTIMATE UNIT STRESS, | CHARACTER OF FAILURE
SPECIMENNO. WIDTH (mm) |THICKNESS (mm)| AREA (mm°) LCAD, kN Nimm? AND LOCATION
01A-PQR-HE-AWS-NIGAS-28 -T1 20,52 2454 503,56 156,78 510 Base Metal (Ductile)
O1A-POR-HE-AWS-MIGAS-26 -T2 20,54 2457 504,67 25437 504 Base Metal (Ductile)
GUIDED BEND T=ST
SPECIMEN NO. TYPE OF BEND RESULT REMARK
01A-PQR-HELAWS-MIGAS-26-SB1 Side Bending Accepted Discontinuity 1.72 mm of opening was Observed
01A-PQR-HE-AWS-MIGAS-26-582 Side Bending Accepted Di inuity 0,54 mm of opening was Observed
01A-PQR-HE-AWS-MIGAS-25-583 Side Bending Accepted No Open Discontinuity was Observed
01A-POR-HEI-AWS-MIGAS-26-584) Side Bending Accepted . Discontinuity 0,46 mm of opening was Observed
TOUGHNESS TEST
—TEST
SPECIMEN NO. NoTCH NOTCH TYPE TEMPERATURE MEACTVALLE: thowsy REMARK
LOCATION e 1 2 3 Average
NIA
NIA
HARDNESS TEST
Type: Maximum acceptable value:
LINE Obtained Values )
N/A 1 NA
2 NA
3 NA
MACROETCH TEST : NIA
APPEARANCE ; Good RTREPORTNO. : KIM-HEI-RT-01 RESULT : Passed
UNDERCUT . No UTREPORTNO. : NA RESULT : NA
PIPING POROSITY © NIA FILLET WELD TEST RESULTS
CONVEXITY 1 NA MINIMUM SIZE MULTIPASS MAXIMUM SIZE MULTIPASS
TEST DATE + January 20, 2026 MACROETCH MACROETCH
WITNESSED BY 2 1. NA 3.NA 1. NIA 3. NIA
: 2. NJA 2.NIA
OTHER TEST ALL-WELD-METAL TENSION TEST
TENSILE STRENGTH, PSI ;. NA
YIELD POINT/STRENGTH,PSI  : _ NIA
ELONGATIONIN 2 IN., % : NA
LABORATORY TEST NO. : HTIKT0126/0260
WELDER'SNAME JUANDA CLOCK NO. . NA STAMP NO. . JH-1006
TESTS CONDUCTEDBY:  PT. Hi-Test Laboratory z LABORATORY :  PT. Hi-Test - Tangerang
TEST NUMBER : 01A-PQR-HEI-AWS-MIGAS-26
PER ! Hadi Anwar
\WE, THE UNDERSIGNED, CERTIFY THAT THE STATEMENTS IN THIS RECORD ARE CORRECT AND THAT THE TEST WELDS WERE PREPARED, WELDED, AND TESTED IN
CONFORMANCE WITH THE REQUIREMENTS OF SECTION 6 OF AWS D1.1/D1.1M:2025 STRUCTURAL WELDING CDDE - STEEL.
l]lomor Registrasi
0 February 01, 226
" oG B - Sk [T oaﬂ
REV ¥
DATE Revizwed by Registered by MIGAS

NO.
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No. Lapisan Pada Lasan 15 16 17
Jenis E7108-H4R | E7018-H4R | E7018-H4R
Ukuran Kawat Las (mem) 3.2 3.2 3,2
Ampere, A 125 122 122
Volt, V 25 24 24
Mulal Mengelas 1417 13.25 14.33 SR [
Selesai Mengelas 14.22 14.2¢ 14.39
Durasi Wakfu / Lapisan (min) 3,87 2,78 3,03
Kec.Pengelasan, mm/min 90,44 125,90 115,51
Heat Input, KJ/mm 2,07 1.40 1,52
Suhu Antar Sambungan *C 68 112 129
Selang Wakiu Antara Lasan, min | 3 | 2 | | | | |
PENGUJIAN VISUAL
BENTUK CACAT LAS LOKASI UKURAN KETERANGAN
None None None None
MACAM CACAT : Nane
HASIL UJIAN VISUAL : Accepled
PENGUJIAN TIDAK RUSAK : RT
e
HASIZ WJI NO. LAPORAN TANGGAL
RT : Lulus/ Fidak-dulus KIM-HEI-RT-01 January 22, 2026
uT : Lulus/ Tidak Lulus NIA N/A
PT + Lulus/ Tidak Lulus N/A N/A
HASIL UWJI TIDAK MERUSAK : Accepted
PENGUJIAN MERUSAK : Side Bend 4 ea, Tensile Test 2 ea
TENSILE TEST
UKURAN BEBAN
LUAS KUAT TARIK SIFAT CACAT DAN
NO. BATANG UJI LEBAR TEBAL 2 MAKSIMUM 2 LOKASI
(mm) (mm) (mm°) (kN) kgl/imm® (Mpa)
TENSION - 1 2052 2454 503.56 256.78 510 Ductile; Base Metal
TENSION -2 20.54 2457 504,67 254,37 504 Ductile; Base Metal
NICK BREAK TEST BENDING TEST
CACAT CACAT
NO. BATANG UJI UKURAN NO. BATANG UJI UKURAN
HASIL UJ! L UJI
{mm) u (mm) HASE UJ
NICK BREAK -1 N/A SB1 150 mm x 10 mm Accepted
NICK BREAK -2 N/A SB2 150 mm x 10 mm Accepted
SB3 150 mm x 10 mm Accepted
SB4 150 mm x 10 mm Accepted
HASIL PENGUJIAN MERUSAK : "LULUS" Laporan pengufian : HT/JKT/0126/0260
DISIAPKAN OLEH QC DIPERIKSA OLEH IWE DIREVIEW OLEH QAQC DISETUJUI OLEH,
PT. ISTEK PT. ISTEK PT HEI MIGAS
X
< ot
~ % _»-,. La
( Ferdi ) ( Andi Iskandar ) ( Puji Trijatmiko )
23-Jan-26 23-Jan-26 23-Jan-26
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Report No. + KIM-HEI-RT-01
IS PT. KOSTEC INDONESIA MANDIRI
Linglar Selatan Street (Opposite Horison Hotel) inspection Oate.  ; 21 lanuad 2026
Office: RT 005/ RW,002 Desa Harjatani Kecamatan Kramatwatu Serang Banten Report Date . 22 Januari 2026
Phone : (0254) 781 - 3765 Fax : Fex : (0254) 781 - 4752
Page No. 1 of 1
[Customer | BT. HANAZONO ENGINEERINSG INDONESIA item Name  : PLATE
[Project : PWPS DWG. No. e Rev. No Q
Appliad Spec. : AWSD1.1 |Procedure No. : KIM-NDE-AWS-RTP-02 Rev. No. 0
= A28 A-36 Diameter { GO ) ; - ) 4 1
gt Plate piee [ Weld Reinforcement Thickness : 2 [ inen
4 mm | B
Base Material Thickress 5 to 25 ) Waeld Thickness 25
| | inch [ inch
[“Tsmaw | [ saw LI emaw
item Type Welding D Casting Walding Process H GTAW FCAW
Type Sentinel |+ Ir-192 [l coso Manufacturer ;
Serial No.  MCD743 X Sarfal No.
Y-Ray [ 24 5] -Ray mA
Source Size 3 x 3 mm 3 Focal Size X D mm
L_ CARESTREAM L o4 | |_]4x610inch Lead Front 0,125 mm
il nd FILM SIZE 3| Screen
Fim 8end 17 Tagra W e ] I+ [ax18 inch L) Fluorescent gack 0125 [J incy
1A ic
10 Tyoe 2] aste (O wspuesi T mue 10 No. H— = = = i placement | [ Source side Film Side
|50urce to Object Distance - 406 1¢| mm L_l inch Brsose T 10 second
Distance from Source side of object to film 331 ) mm i inch
P Exposure Ii] Single-wall exposure E] Double-wall exposure
» Viewing Single-wall viewing ] rB-oubu.w.u viewing Ug=05
Development Temoerature | 20°C l Developing Time 3 Minutes Film Density « 2~ 4
Sketch
18 3 Lls Ll ¢ - Oe ® £ [ITfr & -
€ 2N S~ T
M — 4 | ) i) | (D B I
- ] \I’-ij (,»_’ / n | _1 / - et A
RESULT Typo of Deftct
Identification No. GRADE D@ T @ OTEO[D @G ] | welder stamp Remarks
ACCEPT | REJECT | P | S | IP| LF | TI | UC| SD RC BT si | or
JUANDA, AB “PASS . JH-1006
OL-WPS-HEI-AWS-MIGAS-26 o =4
— 1 N 1 % = = E—
| = B —
|
] L ——
& 1
Reviewed By Client Representative
[Name v
Designation ———
L&znatm
Date \\ # 222/01/20267 *// ’).1./ \m =YX A
NOTE: @W (@ LF : Lack of Fusion (7) S0 : Surface CWract @ Crack
@ 5: Sagineitsion (B T : Tungsten Inciusion (&) RC: Roat Concavity (D 51 : surface Indicater
() 1P : Incomplete Penetrat ® uc: Undercut &) BT : Burn-Through 82 o1 : others
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3 » 3 Head Office - JI. Rays Bojonegara-Serdang No. 44 RT. 001/RW.001
PT. HANAZONO Engingring Indonesia B o i &4 g i
IWe are abways parne: with you (el 2254 TR AS AS47
PROCEDURE QUALIFICATION RECORD (PQR)
Applicable Code: AWS D1.1M/D1.1: 2025, Structural Welding Code - Steel
Page 1 of 2|
PQR NO. (No.PQR) - 01B-POR-HELAWS-MIGAS-28  DATE (Tanggal) . February 01, 2026 WPS NO. (No. WPS) : 01-WPS-HELAWS-MIGAS-26
REV NO. (No. Rev.} :0 DATE (Tanggal) i=
WELDING PROCESS (ES) (Proses Pengelasan) : SMAW TYPE (S) (Tipe) - Manual
JOINTS DESIGN USED (Desain Sambungan yang Digunakan) POSITION (Posisi)
TYPE (Tipe) : Double V Groove . POSITION OF GROOVE (Posisi Groave) : 3G
O] SINGLE 2 pouBLE WELD POSITION OF FILLET (Posisi Filet) NA
BACKING (Backing) : YES 0 No VERTICAL PROGRESSION (Pergerakan Vertikal)
BACKING MATERIAL (Material Backing) - Weld Metal upP O DOWN
ROOT OPENING (Ukuran Celah Root) : 0-1mm ELECTRICAL CHARACTERISTIC (Karakteristik Elektrik)
ROOT FACE DIMENSION (Ukuran Pinggiran Root) © 1mm TRANSFER MODE (GMAW) (Mode Transfer (GMAW))
GROOVE ANGLE (Sudut Groove) : 45° (m] SHORT CIRCUITING [0 GLOBULAR/IFCAW
RADIUS (J-U) (Jari-Jari {J-U)) . NA (m} SPRAY
BACK GOUGING (Back Gouging) : O YES NO CURRENT O Ac Epcer O DCEN O PULSED
METHOD (Metode) : Grinding POWER SOURCE : = cc ocy
OTHER . NIA
BASE METAL (Logam Dasar) TUNGSTEN ELECTRODE (GTAW)
MATERIAL SPEC. (Spesifikasi Matenal) : A36 to A36 SIZE (Ukuran) : NIA
TYPE OR GRADE (Tipe atau Kelas) 2 TYPE (Tipe) - NIA
THICKNESS (Rentang Ketebalan Logam Dasar)
GROOVE - 25mm FILLET : NA TECHNIQUE (Teknik)
DIAMETER (PIPE) (Diameter Piga) . NIA STRINGER OR WEAVE BEAD (Lurus atau Mengayun) : Weave
MULTI PASS OR SINGLE PASS (PER SIDE) : Multi Pass
FILLER METAL (Logam Pergisi) SMAW (Satu Pass atau Banyak Pass (Per Sisi))
AWS SPECIFICATION (Spesifikasi AWS) AS51 NUMBER OF ELECTRODE (Jumiah Elektroda) : Single Electrode
AWS CLASSIFICATION (Klasifikasi AWS) E7018-H4R ELECTRODE SPACING (Jarak antar Elektroda)
BRAND NAME (Nama merk) Bohler LONGITUDINAL : NIA
SHIELDING (Pelindung) SMAW LATERAL :NIA
FLUX (Flx) = NA GAS (Gas) NA ANGLE : NIA
COMPOSITION (Kamposisi) NA CONTACT TUBE TO WORK DISTANCE o NiA
ELECTRO - FLUX (CLASS) (Kelzs Elektro Fluks) NA {Jarak kontak Tube ke Benda Kerja)
FLOW RATE (Laju Alir) NA PEENING (Pesning) © NiA
GAS CUP SIZE (Ukuran Nozzle Gas) NA INTERPASS CLEANING (Pembersinan Antar Pass) Gri ing. and
chipping
PREHEAT (Pemanasan Awd)
PREHEAT TEMP. MIN. (Temperatur :30°C POST WELD HEAT TREATMENT (Pemanasan Pasca Las)
Minimum Pemanasan Awal) TEMPERATURE (Temperatur) NIA
TIME (Waktu) NIA
INTERPASS TEMP. MAX. (Temparatur Maksimum Antar Pass) RS
WELDING PROCEDURE
ASS FLLER METAL CURRENT
oR weLD |Process e T s Ve | TRAVEL SPERD HEAT U JOINT DETAILS
LAYER(S) CLASS DIA. St @ ) (mmMin) {Wmm)
45*
O .2 L | on o oee | S AR
2 32 145 23 56,18 3.562
3 32 us | 2 s71 | 3687 A6 e
PRSI TCADN .'- — -~ ¢ 3 o A36 4 25 mm
4 32 142
SMAW | E7018-HIR DCEP ——
5 32 148
6 32 110
7 32 110
8 32 108
Back side
9 | swaw | eowsr| 32 | ocee [ 105 |
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3ol . Head Office : J.. Raya Bo -Serdang No. 44 RT. 001/RW.001 -
. HANAZONO e Indonesia T e e tlre, Kt S
nmm ml T?IP 1 #62-254-7850244/45/46/47
s S PQRNo: _01B-PORHELAWS-MIGAS 26
PROCEDURE QUALIFICATION RECORD (PQR)
Applicable Code: AWS D1.1M/D1.1: 2025, Structural Welding Code - Steel
__Page 2012
TEST RESULT
TENSILE TEST
, | ULTIMATETENSILE | ULTIMATE UNIT STRESS, | CHARACTER OF FAILURE
SPECIMEN NO. WIDTH (mm) |THICKNESS (mm)| AREA (mm?) LOAD, kN PR 'AND LOCATION
01B-POR-HELAWS-MI3AS-26 -T1 2047 24,58 503,15 252,01 501 Base Metal
01B-POR-HE-AWS-MIGAS-26 -T2 20,42 2461 502,54 2521 502 Base Metal
GUIDED BEND TEST
SPECIMEN WO. TYPE OF BEND RESULT REMARK
©1B-PQR-HEI-AWS-MIGAS-26-581 Side Bending Accepted No Open Discontinuity was Observed
018-POR-HE|- AWS-MICAS-26-SB2 Side Bending Accepted Discontinuity 0,61 mm of Opening was Observed
018-PQR-HELAWS-MIGAS-26-SB3 Side Bending Accepted No Open Discontinuity was Observed
018-PQR-HE-AWS-MIGAS-25-S84 Side Bending Accepted No Open Discontinuity was Observed
TOUGHNESS TEST
TEST
SPECIMEN NO. NOTCH | yorcH TYPE | TEMPERATURE MPARTNALLE to REMARK
LOCATION ) 1 2 3 Average
NIA
NiA
HARDNESS TEST
Type: Maximum ptable value:
LINE Obtained Values
NIA 1 NA
2 NA
3 NA
MACROETCH TEST : NIA
APPEARANCE : Good RTREPORTNO. @ KIM-HELRT-02 RESULT  : Passed
UNDERCUT . No UTREPORTNO. = NIA RESULT NA
PIPINGPOROSITY  : NA FILLET WELD TEST RESULTS
CONVEXITY ©NA MINIMUM SIZE MULTIPASS MAXIMUM SIZE MULTIPASS
TEST DATE : January 20, 2026 MACROETCH MACROETCH
WITNESSED BY 1. NIA 3.NIA 1. NA 3.NIA
2.NIA 2. NIA
OTHER TEST ALL-WELD-METAL TENSION TEST
TENSILE STRENGTH, PS! N/A
YIELD POINT/STRENGTH, PSI NIA
ELONGATION IN 2IN., % NIA
LABORATORY TEST NO. HTIJKT/0126/0261
WELDER'S NAME SAHRUL CLOCK NO. NA STAMP NO. SR-0904
TESTS CONDUCTED BY : ~ PT. Hi-TestL v - LABORATORY :  PT. Hi-Test - Tangerang
TESTNUMBER :  01B-PQR-HE-AWS-MIGAS-26
PER Hadi Anwar
\WE, THE UNDERSIGNED, CETIFY THAT THE STATEMENTS IN THIS RECORD ARE CORRECT AND THAT THE TEST WELDS WERE PREPARED, WELDED, AND TESTED IN
CONFORMANCE WITH THE FEQUIREMENTS OF SECTION 6 OF AWS DA1.1/D1.1M:2025 STRUCTURAL WELDING CODE - STEEL.
Roglstrasi Mighe? =% »
or stras g\(/ 0
0 | February 01,2026 ot s
PG - % - <onf oo (2096
RUSNANDI
DATE Reviewed by Registered by MIGAS
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KEMENTERIAN ENERGI DAN SUMBER DAYA MINERAL REPUBLIK INDONESIA

DIREKTORAT JENDRAL MINYAK DAN GAS BUMI

PENGUJ ALIFIKASE P /
Nama Juru Las : SAHRUL No. Ujian -
Perusahaan : PT. HEI Project -
Tempat Pengujian - WORKSHOP PT HEI Tanggal Pengujian - January 20, 2026
Cilegon WPS No. . 01-WPS-HEI-AWS-MIGAS-26
Standar yang dipakal : AWS D1.1:2025 Supporting PQR No. - 01B-PQR-HEI-AWS-MIGAS-26
Jenis mesn Las : Miller Ampere : See Table
Proses Pengefasan . SMAW Voltage : See Table
Jenis Arus Listrik : DCEP
Gas Pelfindung : N/A Serbuk Las Pelindung : N/A
Batas Aliran . N/A
Posisi Pengelasan : 3G Arah Pengelasan : Uphill
Jenis Bahan : Carbon Steel Plate Pabrik : N/A
(Ripa/Palat) : A36
Diameter : N/A Tebal Dinding . 25 mm
(Pipa/Pelat) x
Jenis Bahan Pengisi > Pabrik : NUA
Panjang yang disambung : 350 mm Pembersih : grinding and Brushing
Jenis Kiem : None Metepaskan Klem : NVA
Penyerorgan : DOUBLE V GROOVE Sudut Kampuh : 45°
Bukaan Las Muka : 1-2 mm Bukaan Muka Akar : 0-1 mm
Tinggi Las Muka :1-2mm Tinggi Las Akar : 2-3 mm
Pemanasan Mula . Ambient temperature Pemanasan Akhir - NVA
interpass Temp, Range : See Table Backing Plate/Backweld : Backweid
[sxETen e SEQUENCE
== = | 12 mm
T
A36 7 mm
A36 31 | 25 mm A36
i 8 mm
0-1mm -T 1-2 mm

No. Lapisan Pada Lasan 1 2 3 4 5 8 7
Jenis E7018-H4R | E7018-H4R | E7018-H4R E7018-H4R | E7018-H4R | E7018-H4R | E7018-H4R
Ukuran Kawst Las (mm) 3,2 3.2 32 3,2 3.2 3.2 3,2
Ampere, A 74 145 145 142 148 110 110
Volt, V 22 23 24 24 25 22 22
Mulai Mengelas 11.00 11.15 11.27 11.37 13.05 13.21 13.31
Sel i Mengel 11.11 11.23 11.35 11.46 13.19 13.28 13.37
Durasi Waklu / Lapisan (min) 7,72 6,23 6,13 5,75 5,83 5,18 5,17
Kec.Pengelasan, mminin 45,34 56,18 57.10 60,87 60,03 67.57 67.70
Heat Inpit, KJ/imm 2,15 3,66 3,66 Z,36 3,70 2,15 2,14
Suhu Antar Sambungan *C 30 a7 104 <21 154 188 224
Selang Waktu Antara Lasan, min | 4 | 4 | 2 | 79 1 2 | 3 | s
No. Lapisan Pada Lasan 8 9
Jenis E7018-H4R | E7018-H4R
Ukuran Kawat Las (mm) 3,2 3,2
Ampere, A 108 105
Vobt, V 22 22
Mulai Mengelas 13.42 14.20
Selesai Mengelas 13.50 14.30
Durasi Waktu / Lapisan (min) 4,73 3,97
Kec.Peng , mmimin 74,00 88,16
Hesat Input, KJ/mm 1.93 1.57
Suhu Antar Sambungan “C 245 68
Sefang Waktu Antara Lasan, min | 30 | | | 1 { |

Palu Minerals
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Repert No. + KIM-HEI-RT-02
PT. KOSTEC INDONESIA MANDIRI
LingkarSelatan Street (Opposite Horison Hotel) Inspection Date  ; 21 Januari 2026
Office : RT 005 [ AW.002 Desa Harjatan | Kecamatan Kramatwatu Serang Banten Report Date . 22 Januari 2026
Phone : (0254) 781 - 3765 Fax ; Fax : (0254) 781 - 4752
Page No. : 1 of 1
Customer : PT. HANAZONO ENGINEERINGG INDONESIA [temName  : PLATE
Project : PWPS DWG. No. Rev. No. L}
Applied Spec. : AWSD1.1 Procedure No, : KIM-NDE-AWS-RTP-02 Rev. No. 0
E— A-36 to A-36 Diameter { OD | ; - 1O - A mm
I > baterilives Plate PIPE [:l Weld Roinforcement Thickness : 2 D inch
Base Material Thickness 25 LT - 28 L mm
ase Material Thicknes: © I | inch el ickness D inch
] [“T smaw | T saw LT emaw
Item Type Weiding D Casting Welding Process GTAW FCAW
Type santinel | ] 1192 L) cos0 Manufacturer
Serialtlo.  HCD743 X Serial No.
Y-Ray [Gne 34 ci -Ray kv mA
SourceSize 3 x 3 mm 3 Focal Size x 1 mm
S L_ cagesrream = Ll os - |_] 4x610inch L Lead Front  0.125 [ mm
MRS TiTacra | o7 1 laxasimen |0 LI Fiuorescent seck 0225 [ inch
i type [ asta [ ksps) O ma D Ne. ~l——m B— 1y Placement | [ source sice Film Side
Source to Object Distarce 406 [v] mmD inch
: 10 d
Distance from Source sde of object to film | 381 A mm e inck s e g
!Enposum li] Single-wall exposure D Double-wall exposure |
jSetup -
Viewing Single-wall viewing 1 [ bouble-wall viewing Ug=05
Development Temnperature 20°C | Developing Time 3 Minutes Film Density =2~ 4
Jsketeh
A s L]a LIc > I Tog (_9 Oe ® - Lr & &
/N = & ! e . Rl oo o
—— L J (i) \__‘10 Hy ) & ‘ﬂ { > Q
RESULT . Type of Defect
\dentification ho. GRADE DO O@OO[@ @@ [W[E]G7| weder stamp Remnarks
ACCEPT| REJECT | P | S | P| LF | MJUC|SD|RC| BT | C | Sl |OT
SAHRUL A-B PASS - v l SR-0504 PeZmm
| 01-WPS-HEI-AWS-MIGAS-26 |
- | | N
k2 |
Il | . ! | |
| [ ' |
= | 1 | | |
- [ 1 | |
| ] |
— - —Ae -—
— T
: |
- -+
o= : ) | iy
| T
|nl£‘fp¢!led By RQVIAU » By Reviewed By Client Representative
Neme %\'_‘O“fp N\ NN A.
T e N W g TR E j6e
Gy ) —
[Date 22/ 5an [ 2026 i v Lol
NOTE : (&) LF : Lack of Fusion () S0 : Surface Dfect (0 c: crack
®s: Slac Inclusicn (3 71 : Tungsten Inclusion RC : Root Concavity (@D 8l : Surface Indicater
@ 1P : Incomplete Penet at (® uc:undercut @) B1: Burn-Through ({2 OT : Others
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HANAZO 0 % F m g Head Offics :g.'Ru r Bojonegara-Serdang No. 44 ﬁT. OEURW.DM
rt: B A o S
PT. HANAZONO Engineering Indonesia G s
W are always partner with you Telp - 461.254-TAS0S44/d5/46/47
PROCEDURE QUALIFICATION RECORD (PQR)
Applicable Code: AWS D1.1M/D1.1: 2025, Structural Welding Code - Steel
P. 1of 2
PQR NO. (No.PQR) - (1C-PORHEFAWSMIGAS-28  DATE (Tanggal) : February 01,2026 WP NO. (No. WPS) : 01-WPS-HEI-AWS-MIGAS-26
REV NO. (No. Rev.) 0 DATE (Tanggal) i-
WELDING PROCESS (ES) (Proses Pengelasan) - SMAW TYPE (S) (Tips) : Manual
JOINTS DESIGN USED [Desain Sambungan yang Digunakan) POSITION |Posisi)
TYPE (Tipe) : Double V Groove POSITION OF GROOVE (Posisi Groove) - 4G
O SINGLE DOUBLE WELD POSITION OF FILLET (Posisi Fillat) NA
BACKING (Backing) : YES O NO VERTICAL PROGRESSION (Pargerakan Vertikal)
BACKING MATERIAL (Material Backing) - Weld Metal O wp O DOWN
ROOT OPENING (Ukuran Celah Root) 0-1mm ELECTRICAL CHARACTERISTIC (Karakteristik Elekirik)
ROOT FACE DIMENSION (Lkuran Pinggiran Root) : 1mm TRANSFER MODE (GMAW) (Mode Transfer (GMAW))
GROOVE ANGLE (Sudut Groove) . 45° ] SHORT CIRCUITING [0 GLOBULARIFCAW
RADIUS (J-U) (Jari-Jari (J-U)| : NA (m] SPRAY
BACK GOUGING (Back Gouging) : O YES NO CURRENT [ Ac EDCEP O DCEN [ PULSED
METHOD (Metode) : Grinding POWER SOURCE : cc ocv
OTHER © NIA
BASE METAL (Logam Dasar) TUNGSTEN ELECTRODE (GTAW)
MATERIAL SPEC. (Spesifikasi Material) : A36 to A36 SIZE (Ukuran| NA
TYPE OR GRADE (Tipe atau Kelas) - TYPE (Tipe) - NA
THICKNESS (Rentang Ketetalan Logam Dasar)
GROOVE : 25mm FILLET : NA TECHNIQUE (Teknik)
DIAMETER (PIPE) (Diameter Pipa) : NIA STRINGER OR WEAVE BEAD (Lurus atau Mengay : Weave
MULTI PASS OR SINGLE PASS (PER SIDE) : Multi Pass
FILLER METAL (Logam Pengisi) SMAW (Satu Pass atau Banyak Pass (Per Sisi))
AWS SPECIFICATION (Spesifiasi AWS) AS.A NUMBER OF ELECTRODE (Jumlah Elektroda) : Single Electrode
AWS CLASSIFICATION (Klasifikasi AWS) E7018-H4R ELECTRODE SPACING (Jarak antar Elekiroda)
BRAND NAME (Nama merk) Bohler LONGITUDINAL : NIA
SHIELDING (Pelindung) SMAW LATERAL  :NA
FLUX (Flux) : NA GAS (Gas) NA ANGLE :NIA
COMPOSITION (Komposisi) NA CONTACT TLBE TO WORK DISTANCE NIA
ELECTRO - FLUX (CLASS) (Kelas Elektro Fluks) NA {Jarak kontak Tube ke Benda Kerja)
FLOW RATE (Laju Alir) NA PEENING (Peening) NIA
GAS CUP SIZE (Ukuran Nozile Gas) NA INTERPASS CLEANING (Pembersihan Antar Pass) : Gl:imﬁ and
PREHEAT (Pemanasan Awal)
PREHEAT TEMP. MIN. (Temoeratur 31°C POST WELD HEAT TREATMENT (Pemanasan Pasca Las)
Minimum Pemanasan Awal) TEMPERATURE (Temperatury NIA
) TIME (Wakiu) NIA
INTERPASS TEMP. MAX. (Temperatur Maksimum Antar Pass)
1 243°C
WELDING PROCEDURE
PASS FILLER METAL CURRENT
ORWELD |PROCESS PEL | ANFS ‘V%';JTS TRA[‘I";LI;: )EED ”E(A;r:‘“*;m JOINT DETAILS
LAYER(S) CLASS | DA Jpouamry| (A)
1 3 80 2 31,47 3.356 2
__’2___ = - E SN i acin (SRR (‘\7
2 32 108 2 43,83 3.253 "
RO T N s T WIS 7o e A36 19 e
B o O L 14 ad st ] 2 A36 5 25 mm
4 32 118 25 46,71 3,789 ! sar)
——— SMAW |ETOTSHAR|— —— DCEP e e - — P
5 32 120 25 47,82 3764 )
6 32 112 2 83,23 1.857
R 32 14 P 76,71 2051
e 32 115 2 81,32 1952
Back side '
9 | smaw ]Em&mnl 32 | ocep | 115
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Mead Office : JI. Raya Bojonegara-Serdang No. 44 RT. 001/RW.001 p

February 01, 2026

DATE

2- HANAZONO E”rgmeenng Indonesia e ey L
an Telp  :462-254-7850344/45/46/47
sk i s o PQRNo: _01C-POR-HE-AWS-MIGAS-26
PROCEDURE QUALIFICATION RECORD (PGR)
Applicable Code: AWS D1.1M/D1.1: 2025, Structural Welding Code - Steel
Pige 20f 2
TEST RESULT
TENSILE TEST
SPECIMENNO. | WIDTH (mm) [THICKNESS (mm)| AREA (mm’) ULTITSL%,T;;E:SILE U”"‘”fu‘::r'} STRESS, CHAR:&CJE;?AFTT::‘LURE
01C-PQR-HEFAWS-MIGAS-25 T1 2048 24,56 502,99 25567 508 Base Metal
01C-PQR-HEI-AWS-MIGAS-26 -T2 20,52 245 504,79 2571 509 Base Metal
0 GUIDED BEND TEST
SPECIMEN NO. TYPE OF BEND RESULT REMARK
01C-POR-HE-AWS-MIGAS-26 -$81 Side Bending Accepted Discontinuity 1,34 mm of Opening was Observed
01C-PQR-HEI-AWS-MIGAS-28 -$82] Side Bending Accepted Discontinuity0,44 mm of Opening was Observed
01C-PQR-HEI-AWS-MIGAS-25 83| Side Bending Accepted Discontinuity 0,27 mm of Opening was Observed
01C-POR-HELAWS-MIGAS-26 B4/ Side Bending Accepted . Discontinuity 0,51mm of Opening was Observed
E:TOUGHN ESS TEST
T
SPECIMEN NO. Loonay | woten Tvee T - "P: EENNIE ;Jw'e) e REMARK
NA
NIA
HARDNESS TEST
Type: Maximum ptable value:
LINE Obtained Values
N/A 1 NA
2 NA
3 NA
MACROETCH TEST : NA
APPEARANCE ; Good RTREPORTMNO. : KIM-HEI-RT-03 RESULT Passed
UNDERCUT : No UTREPORTNO. : NIA RESULT NA
PIPINGPOROSITY  : NA FILLET WELD TEST RESULTS
CONVEXITY . NA MINIMUM SIZZ MULTIPASS MAXIMUM SIZE MULTIPASS
TEST DATE . January 20, 2026 MACROETCH MACROETCH
WITNESSED BY 1. NA 3. NIA 1. NIA 3. NiA
2.NA 2. NIA
OTHER TEST ALL-WELD-METAL TENSION TEST
TENSILE STRENGTH, PSI NIA
YIELD POINT/STRENGTH, PSI NIA
ELONGATIONIN 2IN., % NIA
LABORATORY TEST NO. : HTIKT0126/0262
WELDER'S NAME ROMLI CLOCK NO. NA STAMP NO. :  RM-0815
TESTS CONDUCTED BY:  PT. Hi-Test Laboratory LABORATORY :  PT. Hi-Test- Tang
TEST NUMBER : 01C-PQR-HEI-AWS-MIGAS-26
PER Hadi Anwar
WE, THE UNDERSIGNED, CERTIFY THAT THE STATEMENTS IN THIS RECORD ARE CORRECT AND THAT THE TEST WELDS WERE PREPARED, WELDED, AND TESTED IN
CONFORMANCE WITH THE REQUIREMENTS OF SECTION 6 OF AWS D1.1/D1.1M:2025 STRUCTURAL WELDING CODE - STEEL. Q\%G maﬁ@“
~ A
(=(IM )=

*

or Registrasi Mlg\u{¢ %

AYG - - Sko ot

RUSNANDI

Reviewed by

Registered by MIGAS
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Tempat Pengujian

Standar yang dipakal

RAN PENG KUALIFIKASI] PR
Nama Juru Las : ROMLI
Perusahaan : PT. HEI

: WORKSHOP PT HEI

Cilegon

: AWS D1.1:2025

KEMENTERIAN ENERGI DAN SUMBER DAYA MINERAL REPUBLIK INDONESIA
DIREKTORAT JENDRAL MINYAK DAN GAS BUMI

DUR / JURULAS /

No, Ujian
Project

Tanggal Pengufian
WPS No.
Supporting PQR No.

: January 20, 2026
: 01-WPS-HEI-AWS-MIGAS-26
: 01C-PQR-HEI-AWS-MIGAS-26

Jenis mesir Las : Miller Ampere : See Table
Proses Pengelasan : SMAW Vokage : See Table
Jenis Arus Listrik : DCEP
Gas Pelindeng : N/A Serbuk Las Pelindung : N/A
Batas Aliran : N/A
Posisi Pengelasan : 4G Arah Pengelasan = N/A
Jenis Bahaa : Carbon Steel Plate Pabrik = N/A
(Ripa/Pelat) . A36
Diameter : N/A Tebal Dinding : 25 mm
(Pipa/Pelat) =
Jenis Bahan Pengisi : Pabrik : NIA
Panjang yang disambung : 350 mm Pembersih : grinding and Brushing
Jenis Klem : None Melepaskan Klem . N/A
Penyerongen - DOUBLE V GROOVE Sudut Kampuh : 45°
Bukaan Las Muka : 1-2 mm Bukaan Muka Akar : 0-1 mm
Tinggi Las Muka :1-2mm Tinggi Las Akar : 2-3 mm
Pemanasan Mula : Ambient temperature Pemanasan Akhir : N/A
Interpass Temp. Range . See Table Backing Plate/Backweld : Backweld
lSKETCH a5+ SEQUENCE
_‘/"/“_“—»1_, | 1-2mm
A36 17 mm
A36 R 3 25 mm
T g mm

——sfe 8z 1mm
No, Lapisan Pada Lasan 1 2 3 4 5 6 7
Jenis E7018-H4R E7018-H4R | E7018-H4R E7018-H4R E7018-H4R E7018-H4R E7018-H4R
Ukuran Kawat Las (mm] 3,2 3.2 3,2 3,2 3,2 32 32
Ampere, A 80 108 120 118 120 112 114
Volt, V 22 22 25 25 25 23 23
Mulal Mengelas 13.56 1417 14.45 14,54 15.11 15.58 16.09
Selesal Mengelas 14.14 14.39 14.52 15.06 15.35 16.08 16,17
Durasi Wakiu / Lapisan (min) 11,12 11,85 6,88 8.25 14,05 8,45 8,02
Kec.Pengelasan, mmymin 3147 43,83 54,31 46,71 47,82 83,23 76,71
Heat Input, KJ/mm 3,36 3,25 3,31 3,79 3,76 1,86 2,05
Suhu Antar Sambungan *C 31 120 165 193 243 121 153
Selang Waktu Antara Lasan, min [ 3 | ] ] 2 | 5 | 23 | 1 ] &
No. Lapisan Pada Lasan 8 ]
Jenis E7T018-+4R E7018-H4R
Ukuran Kawat Las (mm) 3.2 3.2
Ampere, A 116 115
Volt, V 23 23
Mulai Mengelas 16.22 16.54
Selesai Mengelas 16.33 17.00
Durasi Wakts / Lapisan [min) 7.33 4,38
Kec.Pengelesan, mmi/min 81,32 79,91
Heat Input, KJimm 1,95 1,99
Suhu Antar Sambungan °C 203 112
Selang Wakiu Antara Lesan, min | 21 | | | | [ |
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Report Mo, © KIM-HEL-RT-03
K5l PT. KOSTEC INDONESIA MANDIRI
Lingkar Sefatan Strest (Oppesite Horison Hotel] inspection Date  ; 21 Januari 2026
Offize: RT005/RW.00Z Desa H K Serang Banten Report Date : 22 Januari 2026
Phone : (0254) 781 - 3765 Fax : Fax : 0254} 781 - 4752
Page Nov 1 of 1
Customer + PT. HANAZONO ENGINEERINBG INDONESIA Item Name  : PLATE
Project : PWPS DWG. No. Rev. No, 0
Applied fpec. : AWS D11 Pracedure No. : KIM-NDE-AWS-RTP-02 Rev. No, 0
N A-36 to 4-36 Diameter [ OD | : - TO ] mm
I—— plate piee [ Weld Reinforcement Thickness : 2 O inch
G 4 mm
25
laue Maiterial Thickness 25 to 25 I1 e Weld Thickness D tach
7T smaw | | saw LT omaw
Item Type Welding [:] Casting Waeilding Process : 5} GTAW FCAW ook
Type Sentinel || Ir-192 [ cos0 Manufacturer :
Serfal No.  HCD743 X Serial No.
Y-Ray o 4 a -Ray v mA
SourceSize 3 x 3 mm Focal Size x L] mm
Lamssmsw Ll pa | ax613inch Lead Front  0.125 [¥] mm
- —t  FLMSI
itz T"rAGFA e . D7 o 3 14T ax151nch Scrden L] Fluorescent Back  0.125 D Inch
1A 1c
i Type [ astm [ xspus) T me 1D No. = = 1 pracement | [ source side Film Side
Scurce toObject Distance 406 [v] mm[ | inch 7 ® | {5 it
me | "
Distance from Source side of object to film 381 <) mmL inch S
e [Exposure 2] single- wall_u»yomgr_c__[] Double-wall exposure . o
s Viewing [Z] Single-wall viewing | [ pouble-wall viewing Ug=05
Developmant [Tomperature | 200 | Developing Time 3 Minutes Film Density=2~4
Sketch
EO us < % TTog e #  [Jf & *
/ 5 \ —_— ,a PEu ¢ . ~“~N Juca
- BT A »oﬂl o | Ol
=
RESULT "’“’D‘f'“
Icentification No, GRADE [ IOCHOIICIISIICHIEG) G0 G) [ G2 | welder stamp Remarks
ACCEPT | REIECT | P | S | 1P c.sln uc| sb RC BT C | sl |or
_ROMLIA AB PASS . [ s i | RM-0815 P=2mm
| 01-WPS-HE-AWSMIGAS-26 | 1 |
|
s e 1
S D BN ‘
|
| | | |
Reviewed By dient Representative
Name R A AT
Designation 16¢
e L J
Signature
P 1 s
ate L MR 16U
NOTE : (@ LF : Lack of Fusian @ 5D : Surfacd-Hefect 00 C: Crack
@ S : Slag Inclusion @ T1: Tungsten indusion RC : Root Concavity @ S : Surface Irdicater
(3) 1 : Incomplete Penetrat (&) uc: undercut @) BT : Burn-Through §3 o1 : others




ENGINEERS

OMC

POBOYA 2000 TPD EXPANSION
PROJECT

(& cPM

(CPM Work No.)

14898

Project Document. No.: E2601-4400-PRO-011

Revision No. : B

(Vendor Work No.)

E2601

Client Document No. : HNZ-V-PT0061.08-4400-STR-PRO-011

Page 32 of 53

PT, HANAZONO Engineering Indonesia
We arealvays parter with you

Head Office : JI. Raya Bojonegara-Serdang No. 44 RT. 001/RW.001
Desa Kertasana, j Kab
Banten, Indonesia (42414) %
Telp :+62-254-7850344/45/46/47
e-mall : project@hanazor i &

Serang

WELDING PROCEDURE SPECIFICATION (WPS)

Applicable Code: AWS DA1.1/1.1M: 2025, Structural Welding Code - Stee!

Page 1¢f 2
[0 PREQUALIFIED (Pra-Kualifikasi) QUALIFIED BY TESTING (Kualifikasi dengan Pengujian)
WPS NO. (No. PWPS) . 03WPS-HEI-AWS-MIGAS-26  DATE (Tanggal) February 01,2026 SUPPORTING PQRNO. @ 03-PQR-HE-AWS-MIGAS-26
REVISION NO. (Revisi No.) ) DATE (Tanggal) (No. PQR Pendukung)
WELDING PROCESS (ES) (Proses Pengelasan) : SMAW TYPE (S) (Tipe) Manual
JOINTS DESIGN USED (Desain Sambungan yang Digunakan) JOINT DETAIL (Detail Sambungan)
TYPE (Tipe) : Fillet Welds
SINGLE O DOUBLE WELD
BACKING (Eacking) : YES O NO
BACKING MATERIAL (Material Backing) : Base Metal
ROOT OPENING (Ukuran Celah Roof) : NIA
ROOT FACE DIMENSION (Ukuran Pinggiran Roof) : NIA
GROOVE ANGLE (Sudut Groove) : NIA
RADIUS (J-U) (Jari-Jari (J-U)) : NIA [Mmmum i
BACK GOUGING (Back Gouging) : YES NO —3
(Back Gouging) O 7] I'_ s
METHOD (Mztode) : NIA

BASE METAL (Logam Dasar)
MATERIAL SPEC. (Spesifikasi Material)
TYPE OR GRADE (Tipe atau Kelas)

< Group | to Group Il

THICKNESS  (Rentang Ketebalan Logam Dasar)
GROOVE : N/A FILLET : 3 mm ~ Unlimited ELECTRICAL CHARACTERISTIC (Karakteristik Elektrik)
DIAMETER (PIPE) (Diameter Pipa) 20 mm - 100 mm TRANSFER MODE (GMAW) (Mode Transfer (GMAW))
O SHORT CIRCUITING O GLOBULARIFCAW
O SPRAY

FILLER METAL (Logam Pengisi) i CURRENT : [ ac DCEP [J DCEN O PULSED
AWS SPECIFICATION (Spesifikasi AWS) A5.1 OTHER : N/A
AWS CLASSIFICATION (Kiasifikasi AWS) ET018-H4R @ 2,51263.2 40 TUNGSTEN ELECTRODE (GTAW)
BRAND NANE (Nama Merk) SIZE (Ukuran) ; N/A

TYPE (Tipe) : N/A
SHIELDING (Pelindung) SMAW
FLUX (Flux) : N/A GAS (Gas) N/A
COMPOSITION (Komposisi) NIA TECHNIQUE (Teknik)
ELECTRO - FLUX (CLASS) (Kelas Elekiro Fluks) NA STRINGER OR WEAVE BEAD (Lurus atau Mengayun) Stringer or weaving
FLOW RATE (Laju Alir) N/A MULTI PASS OR SINGLE PASS (PER SIDE) : Single
GAS CUP SIZE (Ukuran Nozzle Gas) NA (Satu Pass atau Banyak Pass (Per Sisi))

NUMBER OF ELECTRODE (Jumlah Elektroda) Single Electrode
PREHEAT [Pemanasan Awal) ELECTRODE SPACING (Jarak antar Elektroda)
PREHEAT TEMP. MIN. . See table Below LONGITUDINAL N/A
(Temperatur Minimum Pemanasan Awal) LATERAL N/A

e "e)ss <20 mm [20mm < T <38mm 38 mm<T<65mm >65mm
SRR 0 10 65 110 ANGLE NIA

INTERPASS TEMP. MAX. : NA CONTACT TUBE TO WORK DISTANCE (Jarak : NA
(Temperatur Minimum Antar Pass) kontak Tube ke Benda Kerja)

PEENING (Peening) :  NA
POSITION (Posisi) INTERPASS CLEANING : Gril in
POSITION OF GROOVE (Posisi Groove) : NIA (Pembersihan Antar Pass) ippin
POSITION OF FILLET (Posisi Fillet) : ALL

VERTICAL PROGRESSION (Pergerakan Veriikal)
up O DOWN

POST WELD HEAT TREATMENT (Pemanasa
TEMPERATURE (Temperatur] 3
TIME (W}
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WELDING PROCEDURE SPECIFICATION (WPS)
Applicable Code: AWS D1.11.1M: 2025, Structural Welding Code - Steel
WPS No. : 03-WPS-HE-AWS-MIGAS-26 Psv :0 Page 20of 2
WELDING PARAMETER
PASS OR FILLER METAL CURRENT TRAVEL SPEED |  Heat Input
PROCESS voLT REMARK
u‘é:s, | awscLass | DA (mm) |TvPESPOLARMTY ANP (A) M menn) (Jimm)
™ SMAW | E7018H4R |25/26,3.2,40 DCEP 70-115 20-24 50-110 076-3,31

o %

Nomor Reglstrast Migks\. " *
ke - B - <69 (9178702,

0 February 01, 2026

JES Z——

REGISTERED BY MIGAS
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Y a o Head Office : JI. Raya Bojonegara-Serdang No. 44 RT. 001/RW.001
P, HANAZONO Engineering Indonesia Desa Kertasare, ecamatan serang
e are lvayspartrer with Jou e R
PROCEDURE QUALIFICATION RECORD (PQR)
Applicable Code: AWS D1.1MID1.1: 2025, Structural Welding Code - Steel
10f 2

PQR NO. (No.PQR) © 03PORHEFAWSMIGAS26  DATE (Tanggal) < February 01,2026 WPSNO. (No. WPS) : 03-WPS-HE-AWS-MIGAS-26
REV NO. (No. Rev.) 10 DATE (Tanggal) -
WELDING PROCESS (ES) (Proses Pengelasan) : SMAW TYPE (S) (Tipe) : Manual
JOINTS DESIGN USED (Desain Sambungan yang Digunakan) POSITION (Posisi)
TYPE (Tipe) : Fillet . POSITION OF GROOVE (Posisi Groove) : NA

SINGLE U DOUBLE WELD POSITION OF FILLET (Posisi Fillet) : 5
BACKING (Backing) : YES O No VERTICAL PROGRESSION (Pergerakan Vertikal)
BACKING MATERIAL (Material Backing) : Material uP O DOWN
ROOT OPENING (Ukuran Celah Root) : None ELECTRICAL CHARACTERISTIC (Karakteristik Elektrik)
ROOT FACE DIMENSION (Ukuran Pinggiran Roof) : None TRANSFER MODE (GMAW) (Mode Transfer (GMAW))
GROOVE ANGLE (Sudut Groove) : None =] SHORT CIRCUITING [T GLOBULARIFCAW
RADIUS (J-U) (Jari-Jari (J-U)) : NA o SPRAY
BACK GOUGING (Back Gouging) Oves NO CURRENT .. [ AC [DCEP (] DCEN [] PULSED
METHOD (Metode) : None POWER SOURCE : cc gocv

OTHER ; NA
BASE METAL (Logam Dasar) TUNGSTEN ELECTRODE (GTAW)
MATERIAL SPEC. (Spesifikasi Material) . SA106 to A3 SIZE (Ukuran) : NIA
TYPE OR GRADE (Tipe atau Kelas) : GrB TYPE (Tipe) - NIA
THICKNESS (Rentang Ketebalan Logam Dasar)
GROOVE : NIA FILLET : 5,54 mm TECHNIQUE (Teknik)
DIAMETER (PIPE) (Diameter Pipa) : 2" Sch 80 STRINGER OR WEAVE BEAD (Lurus atau Mengayun) : Weave
ol MULTI PASS OR SINGLE PASS (PER SIDE) . Single Pass
FILLER METAL (Logam Pengisi) SMAW (Satu Pass atau Banyak Pass (Per Sisi))
' AWS SPECIFICATION (Spesifikasi AWS) : A54 NUMBER OF ELECTRODE (Jumlah Elektroda) : Single Electrode
AWS CLASSIFICATION (Klasifikasi AWS) : E7018-H4R ELECTRODE SPACING (Jarak antar Elekiroda)
Bohler LONGITUDINAL : NIA

BRAND NAME (Nama merk)

LATERAL :NA

SHIELDING (Pelindung) SMAW
FLUX (Flux) :_ NA GAS (Gas) : NA ANGLE : NA ;
COMPOSITION (Komposisi) NA CONTACT TUBE TO WORK DISTANCE : NA
ELECTRO - FLUX (CLASS) (Kelas Elektro Fluks) NA (Jarek kontak Tube ke Benda Kerja)
FLOW RATE (Laju Alir) NA PEENING (Peening) : NA
GAS CUP SIZE (Ukuran Nozzle Gas) NA INTERPASS CLEANING (Pembersihan Antar Pass) . Grinding, brushing, and
e chipping
PREHEAT (Pemanasan Awal)
PREHEAT TEMP. MIN. (Temperatur :30°C POST WELD HEAT TREATMENT (Pemanasan Pasca Las)
Minimum Pemanasan Awal) TEMPERATURE (Temperatur) ~ : NA
) TIME (Waktu) : NA
INTERPASS TEMP. MAX. (Temperatur Maksimum Antar Pass)
e —
WELDING PROCEDURE
PASS FILLER METAL CURRENT
ORWELD [PROCESS ST e Ty |[TRARLOPEED| WA JOINT DETAILS
LAYER(S) CLASS DIA. @ v) (mmm/Min) (dimm)
1 32 DCEP 108 24 57,21 2718




COMEO | POBOYA 2000 TPD EXPANSION
MO PROJECT (6 » CPM

ENGINEERS
(CPM Work No.) .
14898 Project Document. No.: E2601-4400-PRO-011 Revision No. : B
(Vendor Work No.) .
£2601 Client Document No. : HNZ-V-PT0061.08-4400-STR-PRO-011 Page 35 of 53
. . . Head Office : JI. Raya Bojonegara-Serdang No. 44 RT. 001/RW.001 - 3
PT: HANAZONO Englneenng Indonesa l;::::::r;;:g:ﬂ:egg::n Bojonegara, Kabupaten Serang
Weare ey e wehyou T e |
N e R PQRno: _03-PQR-HEI-AWS-MIGAS-26
PROCEDURE QUALIFICATION RECORD (PQR)
Applicable Code: AWS D1.1M/D1.1: 2025, Structural Welding Code - Steel
Page 2of 2
TEST RESULT
TENSILE TEST
ULTIMATE TENSILE | ULTIMATE UNIT STRESS, | CHARACTER OF FAILURE
SPECIMEN NO. WIDTH (mm) |THICKNESS (mm)| AREA (mm?) LOAD, kN Nimed 'AND LOCATION

SPECIMENNO. | TYPE OF BEND [ RESULT

TOUGHNESS TEST
Tl
EST IMPACT VALUE (Joul
SPECIMEN NO. NOTCH NOTCH TYPE | TEMPERATURE o] REMARK
LOCATION °C it 2 3 Average i}

HARDNESS TEST
Type: Maximum ptable value:
LINE Obtamsd Values
NIA 3 T
MACROETCH TEST : 4ea
APPEARANCE : Good PTREPORTNO.  : 01/PT-KIMHEI/N-2026 RESULT : Passed
UNDERCUT : No UTREPORTNO. : NA RESULT ¢ NA
PIPING POROSITY : NA FILLET WELD TEST RESULTS
CONVEXITY : NA MINIMUM SIZE MULTIPASS MAXIMUM SIZE SINGLE PASS
TESTDATE : January 20, 2026 MACROETCH MACROETCH
WITNESSED BY 1.N/A 3.NA 1. leg size 6 mm 3. Leg Size 6 mm
2.N/A 2. leg size 5 mm 4. Leg Size 5 mm
OTHER TEST ALL-WELD-METAL TENSION TEST
TENSILE STRENGTH, PSI ;. NA
YIELD POINT/STRENGTH, PSI  : N/A
ELONGATION IN 2 IN., % : NA
LABORATORY TEST NO. . HTIJKT/0126/0264
WELDER'S NAME YODI A CLOCK NO. : NA STAMP NO. . YD-1138
TESTS CONDUCTED BY:  PT. Hi-Test Lab Y LABORATORY :  PT. Hi-Test - Tangerang

TEST NUMBER : 03-PQR-HEI-AWS-MIGAS-26
PER 3 Hadi Anwar

WE, THE UNDERSIGNED, CERTIFY THAT THE STATEMENTS IN THIS RECORD ARE CORRECT AND THAT THE TEST WELDS WERE PREPARED, WELDED, AND TESTED IN
CONFORMANCE WITH THE REQUIREMENTS OF SECTION 6 OF AWS D1.1/D1.1M:2025 STRUCTURAL WELDING CODE - STEEL.

=
0 | February 01,2026 Nomor Registrasi MIL&J
A -5 - b0 [ 0ABT Lns
\ RUSNANDI
';%‘_/ DATE \W/ Reviewed by Registered by MIGAS
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Nama Juru Las
Perusahaan

Tempat Pengujian

KEMENTERIAN ENERGI DAN SUMBER DAYA MINERAL REPUBLIK INDONESIA

DIREKTORAT JENDRAL MINYAK DAN GAS BUMI

: YODIA

HPEHE]

. WORKSHOP PT HEI

No. Ujian
Project

Tanggal Pengujian

LAPORAN PENGUJIAN KUALIFIKASI PROSEDUR / JURU LAS /| OPERATOR LAS

;. January 20, 2026

Cilegon WPS No. : 03-WPS-HEI-AWS-MIGAS-26
Standar yang dipakai : AWS D1.1:2025 Supporting PQR No. : 03-PQR-HEI-AWS-MIGAS-26
Jenis mesin Las . Miller Ampere . See Table
Proses Pengelasan : SMAW Voltage : See Table
Jenis Arus Listrik : DCEP
Gas Pelindung : N/A Serbuk Las Pelindung  : N/A
Batas Aliran : N/A
Posisi Pengelasan : 5F Arah Pengelasan : UPHILL
Jenis Bahan : Carbon Steel Pipe to Plat Pabrik : N/A
(Ripa/Pelat) : SA106 GrB
Diameter : N/A Tebal Dinding : 5,54 mm
(Ripa/Pelat) 3
Jenis Bahan Pengisi . E7018-H4R Pabrik - N/A
Panjang yang disambung : 189,3 mm Pembersih : grinding and Brushing
Jenis Klem : None Melepaskan Klem : N/A
Penyerongan . Fillet Sudut Kampuh - N/A
Bukaan Las Muka . N/A Bukaan Muka Axar . N/A
Tinggi Las Muka : N/A Tinggi Las Akar - N/A
Pemanasan Mula : Ambient temperature Pemanasan Akhir - N/A
Interpass Temp. Range : See Table Backing Plate/Backweld : N/A
SKETCH SEQUENCE 5,54 mm

«

&

g

& \\ I

1 6 mm
A36 25 mm
No. Lapisan Pada Lasan 1
Jenis E7018-H4R
Ukuran Kawat Las (mm) 3,2
Ampere, A 108
Volt, V 24
Mulai Mengelas 10:15
Selesai Mengelas 10:21
Durasi Waktu / Lapisan (min) 3,68
Kec.Pengelasan, mm/min 57,21
Heat Input, KJ/mm 2,72
Suhu Antar Sambungan °C 31
Seslang Waktu Antara Lasan, min | 9 | | | |
PENGUJIAN VISUAL
BENTUK CACAT LAS LOKASI UKURAN KETERANGAN
None None None None

MACAM CACAT : None
HASIL UJIAN VISUAL : Accepted
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Report No. 01/PT-KIM/HEI1-2026
J®| PT. KOSTEC INDONESIA MANDIRI | **
Lingkar Selatan Street (Opposite Horison Hotel) Report Date 21 Januari 2026
Office ~ RT 005 /RW.002 Desa Harjatani Kecamatan Kramatwatu Serang Banten
" Phone : (0254) 781 - 3765 Fax : Fax : (0254) 781 - 4752 Page No. 1 of 2
Email : kostecindo@gmail.com
Customer Item Name, No.
PT. HANAZONO ENGINEERING INDONESIA Plate to Pipe
Project Name, No. DWG. No. Rev. No.
’ p WPS -
Applied Spec. Procedure No. Rev. No.
AWS.D1.1. 2025 Edition KIM-NDE-AWS-PTP-02 0
Material Plate 25 lv] mm Traveller & Step No.
Thekness Pipe 5.54 [] inch
Process Time of Test Surface Conditio L] As Welded || AsCast
D Before Forming D After Forming = i As Forged [ ] AsGround
FHRRER Test Temp. Dry Time & aids after Preparation Drying time & aids After excess Penetrant Removal
Fluorescent - °c - min - min
Maker Type Batch No. 4 Brush Dwell time
encHant Magnaflux SKL-SP2 240104 Apply L] Spray .
o || Immerse 5 min
Maker Type Batch No. || Brush Emulsified time
Eiridlsinee Magnaflux SKC-S 2306009 Apply L] Spray ;
| o || Immerse 1 min
Maker Type Batch No. [] Brush Handwipe
LRemover i ) Apply | Spray
i [] Immerse
Maker Type Batch No. : Brush Development time
Developer | \fagnafiux SKD-S2 2310028 Ay | Lopmy .
i Immerse 10 min
; With Maker . : ft-cd
kBlack Light 51 Without . Serial No. - Intensity - I ar
; Artificial Light —
L | -
Light Source [Z] Natural Light Artificial Light Type
| ial No. [
Lux Meter bk Model & Type senslba {Hlumination - Ix
— Z N I
Icentification No. Accept Reject Interpretation Length of Ind. 1 No. of Ind. Remarks
03-WPS-HEI-AWS-MIGAS-26] v - 5 B - - ACC
YODI
|
T |
P e R l 2
Sketch on line, if necessary. Attached.
Inspected By Evaluated By Reviewed By Client Representative
i May e Rusw 4w « A. RIZKI M.
— e 7N
Designation Effg’w 9712:2012 %}\ 1. Hona Towo- nsc
YRR
LT i
202 U az. gk | 92 fanvery 26
e Y 5 *y
Signature 7 // s R
= - e e s s e e e =
KOSTINDO-PTR-01A ! R PT. KOSTEC INDONESIA MANDIRI
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LIQUID PENETRANT EXAMINATION REPORT

|
No. 01/PT-KIM/HEV1-2026
KO PT. KOSTEC INDONESIA MANDIRI | "™
Lingkar Selatan Street (Opposite Horison Hotel) Report Date 21 Januari 2026
RT 005 / RW.002 Desa Harjatani Kecamatan Kramatwatu Serang Banten
of 2

Office  © by one : (0254) 781 - 3765 Fax : Fax : (0254) 781 - 4752 Page No. 2
Email : kostecindo@gmail.com

PHOTOGRAPH

DEVELOPER

PENETRANT

{

KOSTINDO-PTR-01B

PT. KOSTEC INDONESIA MANDIRI
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TEST N
PR (i { DA/ 7
HI- 55" # ﬂ:\\\://’; VKAN
PT. Hi-Test T e XOMITE AKREDITAS] KASHT
T: Tekno Blok A2 No. 49 % N = Laboraterium Penau
B?nxiager:onn% ngal (BSDD) — Tangerang — Indonesia _ /"/II//\\\\\‘\\ LPAZ2- 10N
Telp : +62 21 75882884 s
E-mail : hi-test@hitestlab.com -
Testing Report
(This Report is issued subject to the terms & conditions set out below)
Customer : PT. Hanazono Engineering Indonesia Job No : B26072
Address : JI. Raya Bojonegara No. 44, Kertasana No. : HT/JKT/0126/0264
Kec. Bojonegara, Kab. Serang, Banten 42454 Total of Page :10of4
Date of Received : 27 January 2026

Reference Code : AWS D1.1:2025
Test Method : ASTM E340-23
Object to be tested : (as received)

: 28 January 2026

Date of Tested
PO No

Project Name HES

Sample Marking : 1.HEI5

One welded carbon steel pipe to plate joint test sample, size: @ 2" SCH 80 (5.54 mm thickness) to 25 mm thickness, material
spec: SA 106 Gr. B to A 36, WPS No. 03-WPS-HEI-AWS-MIGAS-26, PQR No. 03-PQR-HEI-AWS-MIGAS-26, welding process:
SMAW, welding position: 5F, welder name: Khabibi, for Welding Procedure Specification Test.

Type of Test : Macro Examination and Photo
Magnification : 10x (Examination)
Specimen No Thickness (mm) Width (mm) Result
1 5.54 to 25 10 Accepted

Macro - Photography

Remark
Test Conducted By
Witnessed By

Canra Latipolia, ST

Mr. Andi of PT. ISTEK

Mr. Rusnandi of PT. Hanazono Engineering Indonesia
Mr. A. Rizki M. of PT. JGC Indonesia

Appro,véﬂ@@nstory
v \/'}\
(L nd E| e
Suhadi, ST~
Laboratory Manager

Term & Conditions

1. E‘Irer’?f'l?:snv. s prepared for the sole use of the Client and is prepared based upon the item submitted, the Services required by the Client and the conditions under which the Services are performed by
The Report is not intended to be rep 2N of similar or eq Services on similar or equivalent items. The Report does not constitute an endorsement by PT. Hi-Test of the Item.

2. 'F’az.il:‘t::tpgrgr:?? to 1315(; reasonable diligence in the performance cf the Services but no warranties are given and none may be implied directly or indirectly relating to the Services, the Report or the

. Hi-Test '

3. This rgpon shall not be reproduced except in full unless ion fcr the ion of an abstract has been obtained in writing from PT. Hi-Test.

4. _PT. Hi-Test shall under no circumstances be liable to the Client or its agents, servants or i in contract, tort (i i or breach of statutory duty) or otherwise for any direct or
indirect loss or damage suffered by the Cllent, its agents, servants or representatives shows ever arising or whether connected with the Services provided by PT. Hi-Test herein.

“orm No: HT/QM-F/PHOTO-MACRO/Rev.2 Date of Issued 01/02/2023

"ha reenlte rannrted herain hava hasn in an

v's tarms f accraditation under Komite Akreditasi Nasional (ISOAEC 17025:2017)

with tha
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HI-TS2 S AN

PT. Hi-Test el
Taman Tekno Blok A2 No. 49 Z //R\;‘ Laboralorium Pongus
Bumi Serpong Damai (BSD) — Tangerang — Indonesia /,/“,/\\‘\\\\
Telp : +62 21 75882884 il
E-mail : hi-test@hitestlab.com g
Testing Report
(This Report is issued subject to the terms & conditions set out below)
Customer : PT. Hanazono Engineering Indonesia Job No : B26072
Address : JI. Raya Bojonegara No. 44, Kertasana No. : HT/JKT/0126/0264
Total of Page :20f4

Kec. Bojonegara, Kab. Serang, Banten 42454
Reference Code : AWS D1.1:2025
Test Method : ASTM E340-23
Object to be tested : (as received)

Date of Received : 27 January 2026
Date of Tested : 28 January 2026
PO No HES

Project Name HE

Sample Marking : 1. HEI S

One welded carbon steel pipe to plate joint test sample, size: @ 2" SCH 80 (5.54 mm thickness) to 25 mm thickness, material
spec: SA 106 Gr. B to A 36, WPS No. 03-WPS-HEI-AWS-MIGAS-26, PQR No. 03-PQR-HEI-AWS-MIGAS-26, welding process:

SMAW, welding position: 5F, welder name: Khabibi, for Welding Procedure Specification Test.
Type of Test : Macro Examination and Photo
Magnification : 10x (Examination)
Specimen No Thickness (mm) Width (mm) Result
Accepted

2 5.54 to 25 10

Macro - Photography

Remark R
Test Conducted By : Canra Latipolia, ST
Witnessed By ¢ Mr. Andi of PT. ISTEK

Mr. Rusnandi of PT. Hanazono Engineering Indonesia
Mr. A. Rizki M. of PT. JGC Indonesia

App_a v’e?d\Signator)%
ey ———

Suhadi; ST
Laboratory Manager

Term & Conditions
1= The Report is prepared for the sole use of the Client and is prepared based upon the item submitted, the Services required by the Client and the conditions under which the Services are performed by

PT. Hi-Test.
The Report is not it to be ive of similar or equit 1t Services on similar or equivalent Items. The Report does not constitute an endorsement b:
i o : 3 y PT. Hi-Test of the item.
2. PT. Hi-Test agrees to use in the of the ices but no warranties are given and non impli i i
i e o g d e may be implied directly or indirectly relating to the Services, the Report or the
3. This report shall not be repfpduced exceptin full unless for the rep ion of an app abstract has been obtained in writing from PT. Hi-Test.
4, PT. Hi-Test shall under no circumstances be liable to the Client or its agents, servants or representatives, in contract, tort (including negligence or breach of statutory cuty) or otherwise for any direct or

indirect loss or damage suffered by the Client, its agents, servants or representatives shows ever arising or whether connected with the Services provided by PT. Hi-Test herein.

Date of Issued 01/02/2023

Form No: HT/QM-F/PHOTO-MACRO/Rev.2 o
The results ranarted herein have been performed in accordance with the laboratorv's terms of accreditation under Komite Akreditasi Nasional (ISO/EC 17025:2017)




MO

ENGINEERS

POBOYA 2000 TPD EXPANSION
PROJECT

(© cPM

PT Citra Palu Minerals

(CPM Work No.)
14898

Project Document. No.: E2601-4400-PRO-011

Revision No. : B

(Vendor Work No.)

E2601

Client Document No. : HNZ-V-PT0061.08-4400-STR-PRO-011

Page 41 of 53

LAPORAN PENGUJIAN KUALIFIKAS| PROSEDUR / JURU-LAS /| OPERATOR LAS

KEMENTERIAN ENERGI DAN SUMBER DAYA MINERAL REPUBLIK INDONESIA
DIREKTORAT JENDRAL MINYAK DAN GAS BUMI

Nama Juru Las : SAHRUL No. Ujian
Perusahaan PT HEI Project
Tempai Pengujian WORKSHOP PT HEI Tanggai Pengujian July 30, 2026
WPS No. . 02-WPS-HEI-AWS-MIGAS-26
Standar yang dipakai - AWS D1.1: 2025 Supporting PQR No. : 02-WPS-HEI-AWS-MIGAS-26
Jenis mesin Las . Miller Ampere . See Table
Proses Pengelasan . SMAW Voltage : See Table
Jenis Arus Listrik : DCEP
Gas Pelindung : N/A Serbuk Las Pelindung o N/A
Batas Aliran . N/A
Posisi Pengelasan £ 26 Arah Pengelasan :
Jenis Bahan . Carbon Steel Pipe Pabrik . N/A
(PipalPelat) : SA 106 Gr. B
Diameter . NPS 2 INCH Tebal Dinding . 5,54 mm
(PipalPelat) ;

Jenis Bahan Pengisi . E7016 & E7018 Pabrik . N/A
Panjang yang disambung : 60,3 MM Pembersih : Grinding and Brushing
Jenig Klem : None Melepaskan Klem : N/A
Penyerongan . Single V GROOVE Sudut Kampuh . 80°
Bukaan Las Muka :0-1mm Tinggi Muka Akar : 2-3mm
Tinggi Las Muka 2-3 mm Bukaan Las Akar : 2-3mm
Pemanasan Mula . Ambient temperature Pemanasan Akhir - N/A

Ll\terpass Temp. Range : See Table Backing Plate/Backweld : N/A

(|SKETCH - - 60_7 - SEQUENCE - a

S i
W b 2-3mm
\ 7
\ S—
SA 106 Gr. B sA1066Gr.B | | [554mm SA 106 Gr. B SA106Gr. B
—
,._I,,.__ T 0-1mm 2-3mm
2-3mm

No. Lapisan Pada Lasan 1 2 3
Jenis E7016 E7018 E7018
Ukuran Kawat Las (mm) 3.2 3.2 32
Ampere, A 90 108 110
Voit, V' 21 22 22
Mulai Mengelas 09:00 09:20 09:32
Selesai Mengelas 09:12 09:27 09:40
Durasi Waktu / Lapisan (min) 7,24 574 5,65
Kec.Pengelasan, mm/min 8,33 10,51 10,67
Heat Input, KJ/mm 13,62 13,57 13,60
Suhu Antar Sambungan °C 36 94 121
Selang Waktu Antara Lasan, min | 8 ] 5 | | | |

P1:

(

DISIAPKAN OLEH QC
Hanazono Engineering

R PT.ISTEK
Indonesia
//\ [« P
(oo~ [ /./lfJ
¥ (=" 11
Puji Kurniawan ) (Ferdi Iskandar) ( Andi Iskandar)

DISAKSIKAN DAN DIREVIEW OLEH
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KEMENTERIAN ENERGI DAN SUMBER DAYA MINERAL REPUBLIK INDONESIA

DIREKTORAT JENDRAL MINYAK DAN GAS BUMI

LAPORAN PENGUJIAN KUALIFIKASI PROSEDUR / JURU LAS /| OPERATOR LAS

SA 106 Gr. B

Nama Juru Las : YODI No. Ujian -
Perusahaan . PTHEI Project -
Tempat Pengujian : WORKSHOP PT HEI Tanggal Pengujian : July 30, 2026
WPS No. . 02-WPS-HEI-AWS-MIGAS-26
Standar yang dipakai : AWS D1.1: 2025 Supporting PQR No. . 02-WPS-HEI-AWS-MIGAS-26
Jenis mesin Las : Miller Ampere - See Table
Proses Pengelasan . SMAW Voltage . See Table
Jenis Arus Listrik : DCEP
Gas Pelindung . N/IA Serbuk Las Pelindung  : N/A
Batas Aliran . N/A
Posisi Pengelasan : 26 Arah Pengelasan :
Jenis Bahan . Carbon Steel Pipe Pabrik : N/A
(Ripa/Pelat) : SA106 Gr. B
Diameter : NPS 2 INCH Tebal Dinding . 5,54 mm
(Ripa/Pelat) §
Jenis Bahan Pengisi . E7016 & E7018 Pabrik 1 N/A
Panjang yang disambung : 60,3 MM Pembersih . Grinding and Brushing
Jenis Klem : None Melepaskan Klem . N/A
Penyerongan . Single V GROOVE Sudut Kampuh 807
Bukaan Las Muka :0-1mm Tinggi Muka Akar : 2-3mm
Tinggi Las Muka 2-3 mm Bukaan Las Akar 1 2-3mm
Pemanasan Mula . Ambient temperature Pemanasan Akhir . N/A
Interpass Temp. Range . See Table Backing Plate/Backweld : N/A
SKETCH SEQUENCE

2-3mm

SA 106 Gr. B

2-3mm

( Puji Kurniawan )

(Ferdi Iskandar)

No. Lapisan Pada Lasan 1 2 3

Jenis £7016 E7018 £7018

Ukuran Kawat Las (mm) 3.2 32 32

Ampere, A 90 108 110

Volt, V 21 22 22

Mulai Mengelas 09:00 09:17 09:27

Selesai Mengelas 09:10 09:24 09:33

Durasi Waktu / Lapisan (min) 6,54 514 5,20

Kec.Pengelasan, mm/min 9,22 11,73 11,60

Heat Input, KJ/mm 12,30 1248 12,52

Suhu Antar Sambungan °C 36 90 118

Selang Waktu Antara Lasan, min | 8 | | [ | |

DISIAPKAN OLEH QC DISAKSIKAN DAN DIREVIEW OLEH
PT. Hanazono Eng‘meenng PT. ISTEK
Indonesia

4 3 2
"v (L “ L ( / /?/M
3 L,

( Andi Iskandar)
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KEMENTERIAN ENERGI DAN SUMBER DAYA MINERAL REPUBLIK INDONESIA
DIREKTORAT JENDRAL MINYAK DAN GAS BUMI
LAFPORAN PENGUJIAN RUALIFIRASI PROCEDURE/ JURU LAS/CPERATOR LAS
Nama Juru Las ARIFIN No. Uiian = -
Perusahaan + PT HEI Project
Tempat Pengujian . WORKSHOP PT HEI Tanggal Pengujian . July 09, 2026
WPS No. . 01-WPS-HEI-AWS-MIGAS-26
Standar yang dipakai : AWS D1.1: 2025 Supporting PQR No. : 01B-WPS-HEI-AWS-MIGAS-26
Jenis mesin Las . Miller Ampere . See Table
Proses Pengelasan : SMAW Voltage . See Table
Jenis Arus Listrik : DCEP
Gas Pelindung : N/A Serbuk Las Pelindung . N/A
Batas Aliran . N/A
Posisi Pengelasan : 3G Arah Pengelasan : Uphill
Jenis Bahan : Carbon Steel Plate Pabrik . N/A
(Ripa/Pelat) : ASTM A36
Diameter : N/A Tebal Dinding 16 mm
(Pipa/Pelat) :
Jenis Bahan Pengisi - E7018 Pabrik - N/A
Panjang yang disambung : 300 mm Pembersih : Grinding and Brushing
Jenis Klem : None Melepaskan Klem . N/A
Penyerongan . Single V GROOVE Sudut Kampuh 60°
Bukaan Las Muka :0-1mm Tinggi Muka Akar 2-3 mm
Tinggi Las Muka 2-3 mm Bukaan Las Akar 2-3 mm
Pemanasan Mula : Ambient temperature Pemanasan Akhir N/A
Interpass Temp. Range See Table Backing Plate/Backweld Backweld
SKETCH SEQUENCE
60°
\l/~\\-/ 2-3mm
\ / ASTM A36 ASTM A36
ASTM A36 ASTM A36 + 16 mm
—>I—L—= E 0-1mm 23
2-3mm
iNo. Lapisan Pada Lasan i z 3 4 5 6 T
Jenis E7018 E7018 E7018 E7018 E7018 E7018 E7018
Ukuran Kawat Las {mm) 3.2 3.2 3.2 3.2 3.2 3.2 3.2
Ampere, A 105 122 122 122 122 122 122
Volt, V 21 24 24 24 24 24 24
Mulai Mengelas 09:00 09:22 09:36 09:50 10:02 10:14 10:25
Selesai Mengelas 09:15 09:34 09:47 10:00 10:13 10:23 10:35
Durasi Waktu / Lapisan (min) 12,75 11,42 10,72 10,56 10,42 10,41 10,55
Kec.Pengelasan, mm/min 23,53 26,27 27,99 28,41 28,79 28,82 28,44
Heat Input, Kd/mm 5§62 8,68 §,28 §,18 G,10 6,10 G,18
Suhu Antar Sambungan °C 36 84 105 118 126 134 147
Selang Waktu Antara Lasan, min 7 2 3 2 | 1 | 2|
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No. Lapisan Pada Lasan g | 9 10 1"
Jenis E7018 E7018 E7018 E7018
Ukuran Kawat Las (mm) 3.2 3.2 3.2 3.2
Ampere, A 120 120 120 121
Volt, V 23 23 23 23
Mulai Mengelas 10:37 10:49 11.02 11:42
Selesai Mengelas 10:47 11:00 1112 11:54
Durasi Waktu / Lapisan (min) 10,43 10,24 10,82 1,72
Kec.Pengelasan, mm/min 28,76 29,30 27,73 25,60
Heat Input, KJ/mm 576 5,65 5,87 6,52
Suhu Antar Sambungan °C 154 162 171 72
Selang Waktu Antara Lasan, min [ 2 2 5 | [

DISIAPKAN OLEH QC

PT. Hanazono Engineering
Indonesia

( Puji Kurniawan )

DISAKSIKAN DAN DIREVIEW OLEH

PT, ISTEK

{Ferdi Iskandar)

( Andi Iskandar)
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KEMENTERIAN ENERGI DAN SUMBER DAYA MINERAL REPUBLIK INDONESIA
DIREKTORAT JENDRAL MINYAK DAN GAS BUMI
LAPORAN PENGUJIAN KUALIFIKASI PROSEDUR / JURU-LAS /| CRERATORLAS
Nama Juru Las AFID RUDIANTO No. Ujiaii -
Perusahaan PT HEI Project
Tempat Pengujian . WORKSHOP PT HEI Tanggal Pengujian : July 09, 2026
WPS No. : 01-WPS-HEI-AWS-MIGAS-26
Standar yang dipakai . AWS D1.1: 2025 Supporting PQR No. : 01B-WPS-HEI-AWS-MIGAS-26
Jenis mesin Las . Miller Ampere : See Table
Proses Pengelasan . SMAW Voltage . See Table
Jenis Arus Listrik . DCEP
Gas Pelindung : NIA Serbuk Lae Pelindung  : N/A
Batas Aliran . N/A
Posisi Pengelasan 1 36 Arah Pengelasan : Uphill
Jenis Bahan . Carbon Steel Plate Pabrik . NIA
(Ripa/Pelat) . ASTM A36
Diameter N/A Tebal Dinding : 16 mm
(Pipa/Pelat) d
JEfiiS Batiaii Fengisi £7018 Pabiik . N/A
Panjang yang disambung 300 mm Pembersih . Grinding and Brushing
Jenis Klem : None Melepaskan Klem . N/A
Penyerongan : Single V GROOVE Sudut Kampuh . B60°
Bukaan Las Muka :0-1mm Tinggi Muka Akar © 2-3mm
Tinggi Las Muka 2-3 mm Bukaan Las Akar : 2-3mm
Pemanasan Mula . Ambient temperature Pemanasan Akhir . N/A
Interpass Temp. Range . See Table Backing Plate/Backweld : Backweld
SKETCH SEQUENCE
60°
/ \./ 2-3mm
ASTM A36 ASTM A36
ASTM A36 ASTM A36 16 mm
2-3mm
0-1 mm
22 mm
No. Lapisan Pada Lasan 1 2 3 4 5 6 7
Jenis E7018 E7018 E7018 E7018 E7018 E7018 E7018
Ukuran Kawet Las (mm) a2 3.2 3.2 32 332 32 22
Ampere, A 104 120 120 120 120 120 120
Volt, V 22 24 24 24 24 24 24
Mulai Mengelas 09:00 09:18 09:32 09:45 09:57 10:10 10:22
Selesai Mengelas 09:14 09:29 09:42 09:55 10:07 10:21 10:32
Durasi Waktu / Lapisan (min) 12,54 10,72 10,50 10,27 10,54 10,42 10,38
Kec.Pengelasan, mm/min 23,92 27,99 28,57 29,21 28,46 28,79 28,90
Heat Input, KJ/mm 574 6,17 6,05 5,92 6,07 6,00 5,98
Suhu Antar Sambungan °C 36 84 105 118 126 134 147
Selang Waktu Antara Lasan, min | 4 | 3 | 3 | 2 | | |
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No. Lapisan Pada Lasan 8 9 10 11
Jenis E7018 E7018 E7018 E7018
Ukuran Kawat Las (mm) 3.2 3.2 32 3:2
Ampere, A 118 118 118 120
Volt, V 22 22 22 22
Mulai Mengelas 10:40 10:52 11:06 11:40
Selesai Mengelas 10:50 11:03 11:15 11:52
Durasi Waktu / Lapisan (min) 10,77 10,41 10,56 11,72
Kec.Pengelasan, mm/min 27,86 28,82 28,41 25,60
Heat Input, KJ/mm 5,59 5,40 5,48 6,19
Suhu Antar Sambungan °C 155 160 172 68
Selang Waktu Antara Lasan, min | | 2 [ 25 | | |

DISIAPKAN OLEH QC

PT. Hanazono Engineering
Indonesia

rint

( Puji Kurniawan )

DISAKSIKAN DAN DIREVIEW OLEH

PT. ISTEK

‘/'\, [ :

[ A, (
{7 ¢

\ C

(Ferdi Iskandar)

//;,S:-—\j;
=3
\

( Andi Iskandar)

-~

|
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Perusahaan

Tempat Pengujian

KEMENTERIAN ENERGI DAN SUMBER DAYA MINERAL REPUBLIK INDONESIA
DIREKTORAT JENDRAL MINYAK DAN GAS BUMI

Project

: WORKSHOP PT HEI

Tanggal Pengujian

WPS No.

IR AM I ARMMATAR T AN
SEERATON L

D

. July 09, 2026
. 01-WPS-HEI-AWS-MIGAS-26

Standar yang dipakai : AWS D1.1: 2025 Supporting PQR No. . 01B-WPS-HEI-AWS-MIGAS-26
Jenis mesin Las . Miller Ampere . See Table
Proses Pengelasan : SMAW Voltage . See Table
Jenis Arus Listrik : DCEP
Gas Palindung : NIA Serbuk Las Pelindung  : N/A
Batas Aliran . N/A
Posisi Pengelasan : 3G Arah Pengelasan : Uphill
Jenis Bahan . Carbon Steel Plate Pabrik . N/A
(RipalPelat) : ASTM A36
Diameter N/A Tebal Dinding : 16 mm
(Pipa/Pelat) 2
JEiiis Baiiaii Fengisi £70108 Pabrik . N/IA
Panjang yang disambung 300 mm Pembersih : Grinding and Brushing
Jenis Klem - None Melepaskan Klem o N/A
Penyerongan : Single V GROOVE Sudut Kampuh : 60°
Bukaan Las Muka :0-1mm Tinggi Muka Akar : 2-3mm
Tinggi Las Muka 2-3 mm Bukaan Las Akar : 2-3mm
Pemanasan Mula . Ambient temperature Pemanasan Akhir : N/A
Interpass Temp. Range : See Table Backing Plate/Backweld : Backweld
SKETCH SEQUENCE
60°
= \ 2-3mm
. T
/ ASTM A36
ASTM A36 ASTM A36 16 mm
K o 2-3mm
2-3mm
No. Lapisan Pada Lasan 1 2 3 4 5 6 7
Jenis E7018 E7018 E7018 E7018 E7018 E7018 E7018
Ukuran Kawat Las (mm) 32 3.2 3.2 32 3.2 3.2 32
Ampere, A 98 122 122 122 122 121 122
Volt, V 22 24 24 24 24 24 24
Mulai Mengelas 09:00 09:20 09:32 09:45 09:57 10:10 10:23
Selesai Mengelas 09:15 09:30 09:42 09:55 10:07 10:21 10:33
Durasi Waktu / Lapisan (min) 12,54 10,72 10,50 10,27 10,54 10,42 10,38
Kec.Pengelasan, mm/min 23,92 27,99 28,57 29,21 28,46 28,79 28,90
Heat Input, KJ/mm 5,41 6,28 6,15 6,01 6,17 6,05 6,08
Suhu Antar Sambungan °C 36 78 94 110 132 144 156
Selang Waktu Antara Lasan, min | 5 [ 2 [ 3 [ 2 | 3 | 2 |
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No. Lapisan Pada Lasan § 8 ] 9 10 11 1
Jenis E7018 E7018 E7018 E7018
Ukuran Kawat Las (mm) 3.2 3.2 3.2 3.2
Ampere, A 115 115 114 119
Volt, V 21 21 21 23
Mulai Mengelas 10:43 11:06 11:18 11:48
Selesai Mengelas 10:54 11:16 11:28 11:58
Durasi Waktu / Lapisan (min) 10,77 10,41 10,56 11,72
Kec.Pengelasan, mm/min 27,86 28,82 28,41 25,60
Heat Input, KJ/mm 520 5,03 5,06 6,42
Suhu Antar Sambungan °C 163 171 184 65
Selang Waktu Antara Lasan, min [ 2 [ 2 [ 20 | [ |
DISIAPKAN OLEH QC DISAKSIKAN DAN DIREVIEW OLEH
PT. Hanazono El?g!neerlng PT. ISTEK
-l dndonesia
/ \’ . o>
/ [ 7\ )
(e L s+
\ C y’/ * ]
( Puji Kurniawan ) (Ferdi Iskandar) ( Andi Iskandar)
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Report No. KIM-HEI-RT-03
KOl PT. KOSTEC INDONESIA MANDIRI = —
Kp. Buah Jangkung, Kel. Waringinkurung,
Office:  Kec. Waringinkurung, Kab. Serang, Banten, 42153 Report Date 30 July 2026
Phone : (0254) 781 - 3765 Page No. 1 OF 1| RANo.
Project Name, No. [Owner : PT.JGCINDONESIA [unit No.
WQT FOR TANGGUH UCC PROJECT - a Customer : PT. HANAZONO ENGINEERING INDONESIA |
|Applied Spec. Procedure No. Rev. No.
AWS D1.1 2025 Edition KIM-NDE-AWS-RTP-02 [
item Name, No. DWG. No. Rev. No.
PIPE §2" 26
SA1068 to SA1068 Diameter (DN) 2 1w 2 inch
e Wytend Type! Plate[] PIPE Weld Reinforcement Thickness 2 mm
mm 2 Thickness o mm
Base Material Thickness 55 to 5.5 D G Wel D .
7] smaw SAW GMAW
item Type Welding [ casting Welding Process : E . B s a
Type Sentinel 1r-192 0 cos0 [Manufacturer -
Serial No.  HCD743 Serial No.
Y-Ray |5 10 5] X-Ray [ mA
SourceSize 3 x 2 mm Focal Size x L] mm
[run [1xos0 [7]xp100 40 Inch Lead Front 0125 mm
Film Brand Do TYPE O [Clor FILM SIZE C] seasms screen - ik ot
1aitype [Z] astm [ ksts) (] ML oo :: El i:: 10 Placement Source Side [0 Fimside
Source to Object Distance Film 0 [] mm inch ]
Exporsure Time 3 Minutes
Distance from Source side of object to film 2 [ mm inch
|Exposure: [] single-wall exposure Double-wall exposure _ Senstviy=2% )
FEe Viewing [ single-wall viewing Double-wall viewing Ug=051mm
Development Temperature 20°C Developing Time 5 Minutes Film Density =2~ 4
Sketch
A ® Oe 0O« b, 4 o 6 E & b 4 OF ? ?
A 1 A H A\ /i
= &) O a4l O OH 7y |
[ . Type of Indication RESULT
DESCRIPTION jonTNO |wewerD| umT [T O @ TOTO ©TO QO O O] Remarks
P s w v m uc so R BT C [ S| OF|Acc | Rmecr
SAHRUL SR-0904 o v | | ACC Porosity
T e Y] ‘ H | ace T ey |
ca— S (SR v N _
TOTAL FILMS —— 2
- " Reviewed By Reviewed By
Designation AR "\ JEC -&C (npect,
Name / Stamet privaits \, Ahmgd [u(F 1
Signature '; \
Date 5 %l
NOTE @P:vo@ ] (@) LF : Lack of Fusion WC%SL
@s:st-iw&.ai?: “ (®T :Tungsten inclusion (® RC : Root Conaavity @ s1 : Surface Indicater .
() IP : Incomplete Penetrat @ic:undem (9) BT : Burn-Through @ O : Others
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Report No. KIM-HEI-RT-04
S PT. KOSTEC INDONESIA MANDIRI :
i Examination Date 30 July 2026
Kp. Buah Jangkung, Kel. Waringinkurung,
Office:  Kec. Waringinkurung, Kab. Serang, Banten, 42153 Report Date 30 July 2026
Phone : (0254) 781 - 3765 PageNo, 1 OF 1 RFI No. T
Project Name, No. Owner : PT.JGC INDONESIA Ium: No.
WQT FOR TANGGUH UCC PROJECT - ONSHORE EPCI Customer : PT. HANAZONO ENGINEERING INDONESIA | -
Applied Spec. Procedure No. Rev. No.
AWS D1.1 2025 Edition KIM-NDE-AWS-RTP-02 0
item Name, No. DWG. No. Rev. No.
PIPE § 2" 2G - -
SA 106 B to SA 1068 Diameter (DN ) 2 to 2 inch
Base Material Type
plate[ ] PIPE Weld Reinforcement Thickness 2 mm
mm mm
Base Material Thickness 55 to 5.5 Weld Thickness 7.5 L_..l
] inch inch
SMAW SAW GMAW
Item Type Welding D Casting Welding Process ¥ D D
[0 etaw [ recaw
Type Sentinel 1r-192 D Co-60 {Manufacturer
Serial No. HCD743 X R Serial No.
Y-Ray o 10 ci Eha kv mA
SourceSize 3  x 2 mm Focal Size X [] mm
vJrun | XDS0  [v]XD100 [4] 4x101Inch v| Lead Front 0125 [/] mm
Film Brand e TYPE LI L FILM SIZE ‘—l Screen 4
[CJacra [Joa oz ] axasincn [ Fluorescent Back 0125 [] inch
0 1 1c
1Ql Type AstM [ kspis) [] miL ID No. O 1Ql Placement Source Side []  Filmside
18 [] 10
Source to Object Distance Film 10 [] mm inch
—— Exporsure Time 3 Minutes
Distance from Source side of object to film | 12 D mm inch
Exposure [ single-wall exposure Double-wall exposure Sensitivity = 2%
Set up A3 LACEESAN s — - R s,
Viewing [7] Ssingle-wall viewing [“] Double-wall viewing Ug =0.51 mm
Development Temperature ] 20°C | Developing Time 5 Minutes Film Density =2~ 4§
Sketch
[1a ]c ® [] o & E & s OF & ®
PN g) /] l \ JAN
i [oXYi| O WA
25 __________ Typeofindication 5 = RESULT
DESCRIPTION JONTNO |WELDERID | UMIT | DT @[ O [ @ T ®1® @[ ® Remarks
P s [P | LF T | UC|SD|RC|BT| C | SI | OT | ACC | REJECT
Yobi - YD-1138 o v } \ ‘ ’ | Acc Porosity
- 1 | 1 | 1
90° v | | ACC Porosity
N e e Y I e | SSRGS (SR SR (T iy
|
. | W”' S B I
S sy B | .
|
B !
) . ,,‘,,,, Frrr
[ ‘T I S [ | ) R
i \ ‘ |l | -
| | | -
|
| | | B
o i | [ ‘ | ‘
| |
| — - 1 — 1 = "
| | |
TOTAL FILMS 2 |
Reviewed By Reviewed By
Designation D §C ~ &C Im fec{d/‘
Name Lhract (A iglaba [ g
Signature 3’ g G
e | o7
Date A\ 5301y 2026 T 51 July 202f
NOTE: (D) P Porosity (@) LF : Lack of Fusion (@ 5D : Surface Defect 0 c: crack
@ s :Slaginclusion. — (®) T1 : Tungsten Indusion RC : Root Concavity @D S! : Surface Indicater
@ IP : Incomplete Penetrat @ UC : Undercut @ BT : Burn-Through @ OT : Others

PT. KOSTEC INDONESIA MANDIRI
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Report No. : KIM-HEI-RT-10
KO PT. KOSTEC INDONESIA MANDIRI :
Lingkar Selatan Street (Opposite Horison Hotel) Inspection Date : 10 Juli 2026
Office :  RT005/RW.002 Desa Harjatani Kecamatan Kramatwatu Serang Banten Report Date . 11 Juli 2026
Phone : (0254) 781 - 3765 Fax : Fax : (0254) 781 - 4752
Page No. 1 of 1
Customer : PT. HANAZONO ENGINEERINBG INDONESIA Item Name : PLATE 3G
Project s war DWG. No. i Rev. No. 0
Applied Spec. : AWS D1.1 2025 Edition Procedure No. : KIM-NDE-AWS-RTP-02 Rev. No. 0
Base Material T SA-36 to SA-36 Diameter (0D ) : TO - v mm
ase Material Type
L Plate PIPE D Weld Reinforcement Thickness : 2 D inch
T mm I mm
|Base Material Thickness 16 to 16 Weld Thickness 18 -
| | inch [ inch
[“[smaw T T saw LI emaw
Item Type Weldin Castin, Welding Process
Lid € D e & GTAW FCAW
Type Sentinel | ¥] Ir-192 L—_, Co-60 Manufacturer :
Serial No. HCD743 X Serial No.
Y-Ray  [cie 10 Ci -Ray kv mA
SourceSize 3 x 3 mm Focal Size X D mm
<IFull L] pa |_] ax610inch Lead front  0.125 [v] mm
Film Brand TYPE FILM SIZE Screen
| lagra 7 11 4x15 Inch U Fluorescent Back  0.225 [ inch
1A | | 1C )
1l Type ASTM D KS(JIS) l—| MIL 1D No. D F 1QI Placement Q/bource Side E Film Side
18 L171p
Source to Object Distance 406 ¥ mm[_ inch
3 N —— I Exporsure Time 30  Second
Distance from Source side of object to film 381 mm inch
Sattis Exposure M Single-wall exposure D Double-wall exposure
u hicddabd il S
Viewing Single-wall viewing L] Double-wall viewing Ug=05
Development Temperature 20°C Developing Time 3 Minutes Film Density =2 ~4
Sketch
@A s Oc B3 [ 10g Py e % L3 L & L3
7 S—~ N |
[ X { () { A ¥ ) &
> ; . = Neatl N E ‘ —_—
RESULT ) Type of Defgct )
Identification No. GRADE [OJI6) @O OO ® @ @ ] @)]|welderstamp Remarks
ACCEPT | REJECT | P | S | IP | LF| TI /UC|SD|RC| BT C | SI|OT
ARIFIN AB ACCEPT - | HAD
Interpreted By Evaluated By Reviewed By Client Representative
Name | SlametAdesS
t o Abmad Uitul
Designation PCN RF| Level2 12(? D6C,
Signature )
i
Date 11/07/2026 o 0 34.(1 0
NOTE : @ P Porosity (@) LF : Lack of Fusion (D) 5D : Surface Defect C: Crack
@ S : Slag Inclusion @ Tl : Tungsten Inclusion RC: Root Concavity @ Sl : Surface Indicater
@ IP : Incomplete Penetrat @ UC : Undercut @_) BT : Burn-Through @ 0T : Others
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T Report No. : KIM-HEI-RT-03
SOl PT. KOSTEC INDONESIA MANDIRI : :
Lingkar Selatan Street (Opposite Horison Hotel) Inspection Date : 10 Juli 2026
Office : RT005 / RW.002 Desa Harjatani Kecamatan Kramatwatu Serang Banten Report Date . 11 Juli 2026
Phone : (0254) 781 - 3765 Fax : Fax : (0254) 781 - 4752 3
Page No. 1 of 1
Customer : PT. HANAZONO ENGINEERINBG INDONESIA Item Name : PLATE 3G
Project . wart DWG. No. :- Rev. No. 0
Applied Spec. : AWS D1.1 2025 Edition Procedure No. : KIM-NDE-AWS-RTP-02 Rev. No. 0
) SA-36 to SA-36 Diameter ( OD ) . = TO E T mm
Base Material Type — - ) ) =
Plate [ij PIPE u Weld Reinforcement Thickness : 2 L inch
‘ g i + I mm li] mm
Base Material Thickness 16 to 16 . Weld Thickness 18
| | inch [ inch
[“Tsmaw T Tsaw LT emaw
item Type ~1 Weldin, Castin, Welding Process H
P 4 e O € e [T eraw [ ecaw
Type Sentinel | | Ir-192 [T cos0 Manufacturer :
Serial No. HCD743 X Serial No.
Y-Ray  [curie 10 Gi -Ray KV mA
SourceSize 3 x 3 mm Focal Size X L] mm
14 Fun D 4X610Inch +| Lead Front 0125 [v]
Film Brand ———— TYPE U s FILM SIZE Llinc Screen 2] Som o L] mm
| TacFa D7 [4x15 Inch || Fluorescent gack 0125 [ | inch
1A 1c
1Ql Type E’] ASTM D KS(JIS) I:l MiL 10 No.fSTET 1Q!I Placement D Source Side Fllm Side
Source to Object Distance 406 [+ mm inch _
- - = Exporsure Time 30  Second
Distance from Source side of abject to film | 381 Yl mmlJ inch
st Exposure li_l Single-wall exposure D Double-wall exposure
et up - - —= —— -
Viewing Single-wall viewing 1 Double-wall viewing Ug=05
Development Temperature I 20°C | Developing Time 3 Minutes Film Density =2~ 4
Sketch
@r % e 3 P s [O¢ ARG 3
4 I AN \
LN ! ]
e \
= =
RESULT = Type of Defect i i
Identification No. GRADE QOO ® @ ®]®]@]|a]|d |welder stamp Remarks
ACCEPT | REJECT | P | S | IP [ LF| TI|UC|SD|RC| BT | C | SI |OT
[ e
AFID RUDIANTO AB ACCEPT| - 17 | ’ HAK $=2 mm
S I | .|
| [ | .
| —t
1] | )
t
|
= |
| |
1 m
]
Interpreted By Evaluated By Reviewed By Client Representative
Name SlamgtAde 5
Designation ! PG}D}!H-LBVéI 2
Signature
\\_‘ ==l
Date e
NOTE : @ P: Porosity- (@) LF : Lack of Fusion @) sD : Surface Defect C: Crack
@ S : Slag Inclusion @ Tl : Tungsten Inclusion RC : Root Concavity ® Si: Surface Indicater
(3) IP : Incomplete Penetrat (6) UC: Undercut (9) BT : Burn-Through @OT : Others
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PT. KOSTEC INDONESIA MANDIR]  ferte :@uiems
Lingkar Selatan Street (Opposite Horison Hotel) Inspection Date : 10Juli 2026
Office: RT 005/ RW.002 Desa Harj; i K Kr Serang Banten Report Date . 11 Juli 2026
Phone : (0254) 781 - 3765 Fax : Fax : (0254) 781 - 4752
Page No. 1 of 1
ICustomer : PT. HANAZONO ENGINEERINBG INDONESIA Item Name : PLATE 3G
Project :waQr DWG. No. - Rev. No. 0
[Applied Spec. : AWS D1.1 2025 Edition Procedure No. : KIM-NDE-AWS-RTP-02 Rev. No. o]
E— SA-36 to SA-36 Diameter (0D ) = TO - Y[ mm
ase Material Type = = <
e Plate Ii] PIPE D Weld Reinforcement Thickness : 2 D inch
X T mm ] T4 mm
|Base Material Thickness 16 to 16 . Weld Thickness 18 .
| | inch [ incn
Item T Welding U Casting Welding Process 3 |J| smaw | Tsaw L) omaw
vee . " eraw FCAW
Type sentinel | | Ir-192 D Co-60 |Manufacturer :
Serial No. HCD743 X Serial No.
Y-Ray [cire 0 G -Ray KV mA
SourceSize 3 x 3 mm Focal Size X L_| mm
L Fun | D4 | |ax610inch /] Lead Front 0.125 [~
Film Brand ! TYPE u FILM SIZE % ‘ - ~|Screen . = m
| IaGFA | M D7 7 14X15 Inch | Fluorescent Back 0.125 || inch
1A 1C -
1Ql Type astm [ ksis) ] mic ID No. l‘;]l = H P 1t Placement | [ Source side [Z] Fitm side
Source to Object Distance 406 |<] mm inch % T 30§ g
——— rsure Time econ!
Distance from Source side of object to film 381 . mm inch v
= Exposure [“] " single-wall exposure [ ] Double-wall exposure
u — ]
5 Viewing Single-wall viewing I Double-wall viewing Ug=0.5
Development Temperature | 20°C i Developing Time 3 Minutes | Film Density=2~4
Sketch
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RESULT ) Type of Defect
Identification No. GRADE OIOID@®OI®T® @J@ @ [) @ @ Welder Stamp Remarks
ACCEPT | REECT| P | S| IP|LF| T | UC|[SD|RC| BT [ C | SI|OT
1 1
ASEP SOHIBI AB ACCEPT K i HAK S=1.5mm
1 x ,
t 1 |
|
|
|
- N S = —t | l S
= - )
S S — ! I
| \“ | |
T— | S | e
e cammte 3 = s { =
_ ==
Interpreted By Evaluated By Reviewed By Client Representative
Name Slamet Ade S
Designation PCN RFI Level 2 :
Signature
4 “
Date miJ.V/QZ/ZDIEV d - )
INOTE : @ LF : Lack of Fusion @ SD: Surface Defect @ C: Crack
(S T1: Tungsten Inclusion RC : Root Concavity @) sI : Surface Indicater
@ IP : Incomplete Penetrat (&) UC: Undercut @ BT : Burn-Through @ OT : Others




