K E

| PQRD number
| PQR number
| WPS number

WELDING PROCESSES

| Welding process
Type
BASE METALS
| Product farm
| Materlal control number
| 8peoitioation (type or grade)
Nominal composifion
| Trade name
P number
@ number
AWS group number
Nominal plpe/tube aize
| Schadule
| Length
Width (OD)
Thickneas
JOINT SPECIFICATION

{vaint design

| Baoking:

: Ratainers

| Groove angle
| Raot opening
| Root face

mm| 400
mm| 800
mm 26

Single-bevel-graove
None
None

degy.| 60-70

mm,; 3.2

mm| 2.0

CLEANING/ROOT TREATMENT
| 8urface preparation

| Inllial/interpass oleaning

' Back gouging method

Weldspac 4,16.27985

Catalog n® PQD00006

KNE Ventures Sdn. Bhd.
Lot 32826, Jalan SM 6/8, Kawasan Perindustrian, Serl Manjung, Fasa ll, 32040, Seri Manjung, Perak

AWS D1.1 Welding Procedure Specification (WPS)

PQRD/KNEV/SMAW-001/16
| PQR/KNEV/SMAW-001/16
| WPS/KNEV/ISMAW-001/16

SMAW
Manual

Plate

8275JR

unlisted

0.161C-0.994Mn

Ji Kang Dimensi Sdn. Bhd.

is.omm

Qrinding and wire brushing
| Brushing and Grinding

None

Reviglon 0
Revislon 0
Revielon 0

Date

Walding standard
Company name
| Ta bo tested

Walded to:

0T

2.0mm |

Weldspec

| 26/6/2018

SMAW
Manual

Produat form
Materlal control number
Speoifioation (typa or grade)
| Nominal composition
| Trade name
P number
Q number
| AWS group number
| Nominal pipa/tube size
Sohadule
Length
! Width (OD)
| Thicknaas

6

| AWS D1.1: 2016
! KNE Venlures Sdn. Bhd.
| Without PWHT

SMAW
Manual
| Plate
| S275JR
unlisted
0.1681C-0.994Mn

JI Kang Dimengi Sdn. Bhd.

(c) Copyright 2016 TWI Soltware. All righte reserved worldwide.
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KNE Ventures Sdn. Bhd.

K E Lot 32826, Jalan SM 6/8, Kawasan Perindustrian, Serl Manjung, Fasa Il, 32040, Seri Manjung, Perak
AWS D1.1 Welding Procedure Specification (WPS)
Weldspec

PQRAD number PQRD/KNEV/SMAW-001/16 Revision 0 Date 26/6/2016 |
PASS INFORMATION
§ Pags number | 1 2 34 5-7 8-1 12-15
| Layer number | 1 2 3 4 5 6
WELDING PROCESSES
Welding procesa ' SMAW SMAW SMAW SMAW SMAW ' SMAW
Type Manual Manual Manual Manual Manual 1 Manual
FILLER METALS
Material conlrol number | . < = - . .
SFA spacliication i 6.1 5.1 5.1 5.1 5.1 5.1
AWS Classilication E7018 E7018 E7018 E7018 ! E7018 : E7018
Filler matal F-number | 4 4 4 4 4 _ 4 |
Wald metal A-number I 1 1 1 _ 1 1 | 1 |
Fliler metal nominal composition | 0.3581-0,75Mn 0.358i-0.76Mn 0.3581-0.75Mn 0.35S1-0.76Mn 0358-0.78Mn | 0,3581-0.76Mn |
: Fliler melal rade name I Kobelco Kobelco Kobslco Kobslco Kobelco : Kobelco |
Fller metal size mm| 32 a2 32 a2 a2 ; 32
Lengih of ler melai consumed mmi 102 430 806 1175 1585 | 1610
Deposlied thickness mm| 3.0 3.0 3.0 3.0 3.0 r 3.0
Maximum pass lhickness mm| 3.0 3.0 3.0 3.0 3.0 " 3.0 |
Woeld deposit chemislry | C-Si-Mn C-Si-Mn C-Si-Mn C-8l-Mn C-Sli-Mn . C-Sl-Mn I
POSITION '

g T - 1
: Poslilon of groove 4G 4G 4G 4G ‘ 4G ' 4G |
' Weld progression . . . . . . - |
PREHEAT
i Preheat temperature Ci 65 65 a5 65 ’ 65 65
| Maximum interpass temperalure °Ci 1 130 140 120 ! 162 140
ELECTRICAL '
Filler metal size mm; 3.2 3.2 3.2 3.2 I 3.2 3.2 '
| Amperes Amps 76 | 105 120-130 119-142 115-121 1 113-116 |
Volis Volla: 23 23 28 27-29 L 25-28 g 24-29 |
Travel spesd mmirmin 34.66 56.80 52.93-54.93 53.39-65.18 52.48-109.89 ; 55.78-109.59 I
Maximum heat input Hlimm, 3.026 2.5511 413 4,25 3.87 3.09 ‘
i Current/polarity I DCSP OCEP DCEP DCEP DCEP DCEP |
TECHNIQUE
: String or weave Stringer ! Stringer Slringer Stringer Siringer Slringer |
: Multi/Single pass per side Singlo pass Single pass Mulliple passes Multiple passee Multipte passes ' Multiple passes
{ Peening Not used Not used Not used Not used Not used : Nol used
U Initialfinlerpass cleaning Brushing and Grinding ' Brushing and Grinding Brushing and Grinding 'Brushing and Grinding:Brushing and Grinding ‘ Brushing and Grlnding|
! Back gouglng method None None None None - None : None
PASS PERFORMED/WITNESSED BY
Waelders name Mnr\:_d Noor Firdaus MohoBlidaor Firdaus MoloBlidibor Firdaus MotdoBtidibor Firdaus Mnl'd:ﬂl.mﬁnr Firdaus MohoBUidor Firdaus Mahd Ghan|
Recorded/witnessed by Abul Halim Mahmood Abdul Halim Mahmood Abdul Halim Mahmood Abdul Halim Mahmoed Abdul Halim Mahmood Abdul Halim Mnrmood‘i
Date | 26/5/2016 26/5/2016 26/6/2018 25/5/2018 26152016 ] 26/5/2016 |
Data entry by | Nur Syazana Nur Syazana Nur Syazana Nur Syazana Mur Syazana | NurSyazana i
Weldspec 4.16.27065 (c) Copyright 2016 TWI Software. All rights reserved worldwide.

Catalog n° PQD00006 Page 2 ot 3



K E

KNE Ventures Sdn. Bhd.
Lot 32828, Jalan SM 6/8, Kawasan Perindustrian, Seri Manjung, Fasa I, 32040, Serl Manjung, Perak

Revision 0

5.1
E7018
4
1
0.358i-0.75Mn
Kobelco
32
2020
3.0
3.0
C-Si-Mn

4G

65
145

3.2
114-126
25-38
55.94-116.86
3.84
DCEP

Stringer
Multiple passes
Not usad

'Brushing and @rinding ‘Brushing and Grinding

None

Mol Noor Firdaus MoMoBdadbor Firdaus Mohd Ghant
JAbdul Hallm Mahmood:Abdul Hallm Mahmood)

| PQRD number ! PQRD/KNEV/SMAW-001/16
PASS INFORMATION
Paes number 16-19
| Layer number 7
WELDING PROCESSES
Welding progess SMAW
Type Manual
IFILI.EI’l METALS
| Materlal conlro! number
[ 6FA apeciilcalion 6.1
Clasalfication E7018
Filler matal F-number 4
Weld metal A-number 1
| Flller matat nominal composition 0.3681-0.76Mn
| Flller metal trade name Kobelco
| Flller metal 6ize mm| 3.2
‘ Length of filler metal consumed mm| 1615
| Deposited thickness am ao
| Maximum pass thicknass mm 3.0
| Weld dapost chemistry C-siMn
POSITION
i Positlon of groove 4Q
| Weld prograssion
PREHEAT
Preheat temperature c 65
1] intarp P °C| 135
ELECTRICAL
Flller metal size mm: 3.2
Amperes Amps| 118-118
Volts Volts| 25-26
| Travel speed mm/min| 56.26-121.58
| Maximum heal input lq.urnmf 3.37
! Currant/polarity DCEP
TECHNIQUE
{ Sinng or weave ! Stringer
| Multl/Single pass per slde Multiple passes
| Peening Not used
i Inlilalnterpass cleaning
; Back gouging method None
PASS PERFORMED/WITNESSED BY
| Weldera name
! Recorded/witnessed by
| Date 25/6/2016
Data entry by Nur Syazana

Waldspec 4.16.27965
Catalogn®  PODDOODG

25/5/2016
Nur Syazana

| Date

AWS D1.1 Welding Procedure Specification (WPS)

Weldepec

1 26/6/2016

"(e) Copyright 2016 TWI Software. All rights reserved worldwide.
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KNE Ventures Sdn. Bhd.

E Lot 32826, Jalan SM 6/8, Kawasan Perindustrlan, Seri Manjung, Fasa 1l, 32040, Serl Manjung, Perak
AWS D1.1 Welding Procedure Specification (WPS)
Weldspec

WPS record number WPS/KNEV/SMAW-001/18 Revision 0 :Qualllied to |AWS D1.1: 2015 i
|Date 17/6/2016 | Company name KNE Ventures Sdn, Bhd. ll
! Supporting PQR(s) ‘ PQR/KNEV/SMAW-001/16 - Rev 0 }
| Reference docs. | :
Scope |

| | Graove, illet, no PWHT (As-welded) |
| Joint | Joint detalls for this welding procadure specificalion in: |
| JOINTS section of this WPS i

BASE METALS THICKNESS RANGE QUALIFIED mrrl|
Type S275JR P-no. - Grp-no, - f i As-welded | With PWHT
Welded to S2750R P-no. - apno. - | | Min. Max M. Max
iBackIng: !None P-no. Grp-no. - | Complete pen. 3 i unlimited ; - - |
! Retainers None l Impact tested | - |- | = |
| Noles I Partial pen. - - - - |
! | Fillet welds no min. I no max. | - l . |I
' DIAMETER RANGE QUALIFIED mm
| Aswelded |  With PWHT
E Min. Max. | Min. Max.
Pipe/Tube Diameter Range Qualified Nominal pipe size : 600 I N0 mMax. . - l ]i
FILLER METALS I ATHICKNES.S RANGE QUALIFIED: mm
i ' i | Asweded | WmhPWHT |
| SFA | AWS Classificatlon : F-no. A-no. | Chemical analysis or Trade name e - o e
SMAW 51 |E7018 4 1 |Kobelco 3 nomax. | - 3
| SMAW [s1  |E7018 4 |1 |Kobelco s |romax| - | - |
smaw |54 E7018 a4 |1 |Kobelco 3 | nomax | - - I
WELDING PROCEDURE
| Welding process ' SMAW SMAW ' SMAW
! Type ., Manual | Manual i Manual
Minimum preheat/Interpass temp. "c! 65 65 65
|Maximum interpass lemperalure °Ci 11 ' 130 162 |
| Filler metal size mmi 4.0 max ' 4.0 max . 4.0 max
| Layer number | Root ) Hot ) Fill and Cap i
| Position of groove OH OH OH |
i Weld progression Not applicable Not appiicable ; Not applicable I-
Current/polarity DCSP DCEP ! DCEP |
| Amperes Amps 76 105 , 113-142 i
Volis Valts| 23 23 24-38
Travel speed mm.‘mlni 34,66 ' 56.80 52.48-121.58
| Maximum heat input Kaimm, 3.026 25511 4.25 !
: String or weave Stringer i Stringer Stringer i
! Mutti/Slngle pass par side Single pass Single pass Multiple passes |
Maximum pass thickness mm| 3.0 3.0 3.0 |
Woeld deposit chemlstry . C-8I-Mn C-Si-Mn ' C-Si-Mn
Notes :

Woeldspec 4.16.279685

Catalog n°  WPS00032




KNE Ventures Sdn. Bhd.

| Aws D1.1:2015

Lot 32826, Jalan SM 6/8, Kawasan Perindustrian, Serl Manjung, Fasa Il, 32040, Serl Manjung, Parak
AWS D1.1 Welding Procedure Specification (WPS)
Weldspec
WPS racord number |WPS/KNEV/SMAW-001/16 Revislon 0 IQuallﬂed to
[Date | 17/6/2016 | Company name

JOINTS: Typlcal joint(s). See actual production drawings and engineering spacitications for detalls.

{ |
| Type of groove 8ingle-V-groove Minimum groove angle
| | !

| Maximum root face

| Minimum root gap

TECHNIQUE

: Peening . Not used

Surface preparation Brushing and grinding
| Initlalinterpass cleaning Brushing and Grinding
i Back gouging method |None

NOTES "

Some of the parameters that require requalllication of the PQR:
- a decrease in the groove angle
- a decrease in the root apening
- an increase in the root face
: - a change In welding position
- a change to a square-groove joint
- an addition of PWHT
|- a change in base metal

- a dacrease In preheat and interpass temperature by more than 16°C

TWI Services Sdn. _Bhd.
'Name )

‘Nur Syazana Shahlruddln '
' Date

[17/6/2016

KNE Ventures Sdn, Bhd.

i Name

'Name

Signalure
|Dale ’YEH{_ CAnU)E
[} [oe[=010

Weldspec 4.16,27965
Calalog n® 'WPS500032

Bureau Verltas Sdn. Bhd.

| KNE Ventures Sdn. Bhd.

dnu.!ﬁﬁ.(}
mm 4.0

mm: 1.2

Slgnature

Date N)Y/W(‘ L‘:

(c) Copyright 2016 TWI Sottware. All righla reserved worldwide.
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K

KNE Ventures Sdn. Bhd.
Lot 32826, Jalan SM 6/8, Kawasan Perindustrian, Serl Manjung, Fasa Il, 32040, Serl Manjung, Perak

AWS D1.1 - Welder Performance Qualificatlon (WPQ)
Waelderqual

E

| 25/5/2016

{ Welder's name | Mohd Noor Firdaus Mohd Ghani Test date :
ID Number WA012016 | ' WPQ record number ! TWIINSS/WQT/AWS/01-16 |
| Date of birth 14/9/1982 [ ' Standard test number | Not applicable Rev. - ;
| Stamp number | Not applicable | WPS racord number | WPS/KNEV/SMAW-001/16 Rov. 0 i
| Company name KNE Veniures Sdn. Bhd. | : Qualification code AWS D1.1: 2015
| Divislon Not applicable . |
BASE METALS SRl _ i R
IProducl form Specification (type or grade) P no. Grp-no. Size Sch, Thick. mm_!:Ha. mm 'l
'Plate S275JR - J 25 =
| Welded to: | Plate 8275JR 25 -
[ doint lype | Groove o -
\f;_l\_IjIAB_I:Es Actual values ARANGE QUALIFIED
!Type of weld joint Piate - Groove Gronvnt Fillat, Plug and Stot welds ( T-,Y-K-Connaclion PJP unm‘
| Base metal $275JR lo 8275JR | S275JR o0 S275JR |
BASE METAL THICKNESS Qroove Fillet Groave _ Fillet
| Pate thickness mm| 25 amin. 3 min.
| Pipe/tube thickness mm - 3 min. i no limit |
' | Pipe diametar mm 600 min, | no limit
VARIABLES Actual values RANGE QUALIFIED ;
| Welding pracess SMAW SMAW
Type Manual Manual
Backing | Without With, without
| | Filler metal specilication | 5.1 A5.xx
[ Filler metal classilication : E7018 Al |
Filler metal F-number | 4 1.4 |
| Wald position (Actual position tested)| 4G
Groove - Plale & Pipe >= 600mm| | F,OH
| Groove - Pipa 73mm to B00mm | - -
; @roova - Pipo < 73mm| -
| Flllat - Plate & Plpe >= 800mm| F,H.OH |
[ Fillet - Pipe 73mm to 600mm| FH,OH |
| Fillet - Pipe < 73mm| FH,OH |
| Progression . |
TESTS. . ) —
[ Type of test Acceptance criteria ' Result | Comments
Welder Qualification through WPS guallfication 4.15.3 4.9,4.15.1,4.15.2 Acceplable see - AWS D1.1
| |
| Notes I. ol ‘
CERTIFICATION _ ) B
| Tests conducted by TWIi Services Sdn. Bhd. | Laboratory test numbar ]MATIQESB-UINE ]
Mechanioal lests by Nusantara Technologies Sdn Bhd |Tesl file number ' | NT/162658-01 ;

‘We cerlily that the stalements in this record are corract and that the test welds were prepared, welded and tested in accordance wilh the requ!tamqnls of saction 4 AWS D11

TWI Services Sdn. Bhd

' Name

Nur Syazana Shahiruddin
| Date

17/6/2016

KNE Ventures Sdn. Bhd.
| Name

eu B b

Waldarqual 4.17.27660
Calalog n®*  WPQO0018

Bureau Verltas Sdn. Bhd.
Name

e

/D1.1M2015

Signature

“Page 1 of 1



K

| WPS record number
| Date

| Supporting PQR(s)
Reterence docs.

| Scope
|

Joint

BASE METALS
i Type

| Welded to

I Backing:

I Retainers
! Notes

E

KNE Ventures Sdn. Bhd.
Lot 32826, Jalan SM 6/8, Kawasan Perindustrlan, Seri Manjung, Fasa ll, 32040, Seri Manjung, Perak

AWS D1.1 Preliminary Welding Procedure Specification (pWPS)

| AWS D1.1: 2015
| KNE Venlures Sdn. Bhd.

Weldspec
| PWPS/KNEV/SMAW-001/16 Revision 1 Qualilied to
123/5/2016 Company name

IN/A

IGroove, fillet, no PWHT (As-welded)

Joint details for this welding procedure specification in:

Pipe/Tube Dlameter Range Qualified

FILLER METALS

SMAW
SMAW
WELDING PROCEDURE

Welding process
| Type

Minimum preheat/Interpass temp.
! Maximum interpass temperature C|

| Filler metal size
| Layer number
Posilion of groove
' Weld progreasion
Current/polarity
Amperes
Volls
Travel speed
Meximum heat input
, String or weave
: Multi/Single pass per side
Maximum pass thickness
Weld deposit chemistry
| Noles

Waeldspec 4.16.27965
Catalog n®  WPS00035

; JOINTS section of this WPS
| 5275JR P-no. - Grp-no. -
|s2750R Pno. - Grp-no. -
:Wllhoul P-no. Qrp-no. -
None l
| SFA | AWS Clagslfication " F-no. | A-no. !
L S
5.1 E7018 4 i1 Kobelco
| SMAW
| Manual
©| 85
150
mm| 2.8
Root
OH
Not applicable
DCSP
Amps| 100-140
Vails| 18-20
minimin| TBA
kdfmm 1.5-2.1
Stringer
Multiple passes
mmi 3.0
' C-Mn-Si

i Complete pen.
| Impact tested

| Partial pen.

| Flllet welds

| Nominal plpe aizo

Chemical analysis or Trade name

THICKNESS RANGE QUALIFIED

DIAMETER RANGE QUALIFIED
With PWHT
Min.

As-waelded |

Min. Max,

. |
3 unlimited ! -

3 | unlimited

As-welded

Min, Max.

3.0  nomax |

With PWHT
Min.

Max.
|

Max.

THICKNESS RANGE QUALIFIED

As-welded

Min, Max.

3 unlimited

SMAW
Manual
65
150
3.2
Hot, Fill and Pass
OH
Not applicable
DCEP
140-160
20-25
TBA
1.5-2.1
Stringer

Multiple passes
3.0
C-Mn-S|

With PWHT
Min.

Max.

mm

mm




K E

WPS reoord number
Date

KNE Ventures Sdn. Bhd.

Lot 32826, Jalan SM 6/8, Kawasan Perindustirian, Serl Manjung, Fasa li, 32040, Serl Manjung, Perak
AWS D1.1 Preliminary Welding Procedure Speclfication (pWPS)

| PWPS/KNEV/SMAW-001/16
20/5/2016

Reavision 1

Weldspec
I 1
Qualified to | AWS D1.1: 2016 |
| Company name i KNE Ventures Sdn. Bhd.

JOINTS: Typleal joint(s). See actual production drawings and engineering specifications for detalls.

[

i5.0mm

%

L0~ 3.0mm

i

\ Type ol groove

TECHNIQUE

| Peening

| Surlace preparation

| InitlalInterpases cieaning

| Back gouging method
NOTES

1. Prior to welding, surfaces for welding shall be clean and free from paint, oll, rust, scale, slag, grease and other foreign materlals that are

detrimental to welding

TWI Services Sdn. Bhd.
Name
Nur Syazana Shahiruddin
Dato
23/5/2018
KNE Ventures Sdn, Bhd.
Name

|Date

Weldspec 4.16.27965
Calalog n°  WPS00035

Double-V-groove

Not used
| Brushing and grinding
! Brushing and Grinding
| Not applicable

P
180mm

400mm |
I
S |
180mm test plates I
[
|
|
| Minimum groove angle dag. 60
| Maximum root face mm 3.0 -
1
| Minimum root gap mm, 2.0 !

Bureau Veritag Sdn. Bhd.
'Name Signature [

B eyl

(c) Copyright 2016 TWI Software. All rights reserved worldwide.
Page 2 of 2



E

PORKNEV/SMAW-001/16
09/6/2016

K

PQR record number

Date

BASE METALS

Product form

Plate

Welded to: Plale

| and tested: Without PWHT

Notes
JOINT SPECIFICATION.

Joint design Single-V-groove

' Backing: None
| Retainers None
60-70

3.2

Groove angle dag. |

Root opening mm|
: Root face mm| 2
WELDING PROCESSES

; Welding process

' Type

FILLER METALS

‘ SFA specification

AWS Classification

i Filler metal F-number

IWeld metal A-number

| Filler metal nominal composition
| Flller metal trade name

Filler metal size mm
Deposited thickness mm
Maximum pass thickness mm

| Weld deposit chemistry
POSITION

Paosilion of groove

Weld progression
PREHEAT

Preheal lemperalure

Maximum inlerpass lemperalure
ELECTRICAL

Filler metal size mm
Amperes
Volis

Amps

Volts
i Travel speed mm/min|
i Heat input Kimm.
1 Current/polarity '
TECHNIQUE

String or weave

| Multi/Single pass per side
| Peening
| Initial/interpass cleaning

| Back gougling method

Weldspec 4.16.27965

KNE Ventures Sdn. Bhd.

AWS D1.1 Procedure Quallfication Record (PQR)
Weldspec

WPS/KNEV/SMAW-001/16
KNE Ventures Sdn. Bhd.
AWS D1.1: 2015

Revision 0 WPS record number
Company name

!Weldlng standard

Lot 32826, Jalan SM 6/8, Kawasan Perindustrian, Seri Manjung, Fasa I, 32040, Sert Manjung, Perak

Revision 0

Thick. mm Dia. mm

25
25

Spacltication (type or grade) P no. Qrp-no.  Size Sch.
S275JR . - - ]
S275JR - . = s
! |
| #5.0mm
i 2.0+3.0mm
:_ -
SMAW SMAW
Manual Manual
51 5.1
E7018 E7018
4 4
1 1
0.35Si-0.75Mn 0.3581-0.756Mn
Kobelco Kobelco
3.2 3.2
3.0 3.0
3.0 3.0
C-Si-Mn C-Si-Mn
I
G 4G
65 65 :
111 130 :
3.2 3.2 :
76 105
23 23
34.66 56.80
3.026 2,5511
DCsP DCEP
Siringer Stringer
Single pass Single pags
Not used Not used
Brushing and Grinding Brushing and Grinding
None None

(c) Copyright 2016 TWI Ho

SMAW

Manual

5.1
E7018
4
1
0.358i-0.76Mn
Kobelco
a.2
18.0
3.0
C-Si-Mn

4G

65
162

3.2
113-142
24-38
52.48-121.58
4.25
DCEP

Stringer

Multiple passes
Not used
Brushing.apd Grinding

\




KNE Ventures Sdn. Bhd.

Lot 32826, Jalan SM 6/8, Kawasan Perindustrian, Seri Manjung, Fasa 11, 32040, Seri Manjung, Perak
AWS D1.1 Procedure Qualificatlon Record (PQR) - Test results (as welded)
Weldspec .
:POH record number  PQR/KNEV/SMAW-001/16 Revigion 0 WPS recard number | WPS/KNEV/SMAW-001/16 Revislon 0 |
‘Dale 09/6/2016 Company name KNE Ventures Sdn. Bhd.

Walding standard AWS D1.1:2015 |

TENSILE TESTS Reduced section
| Widih Thickness | Area Ultimate totalload | Ultimate unit stress Type of failure and ,
Specimen number | | | |
mm mm mm? N Mpa location
I | | ! | |
T1 20.09 24.43 490.80 268697.47 547,88 | Ductile-Base Metal |
T2 : 20.12 2443 | 491.53 270352.94 | 560.02 Duclile-Base Metal ‘
[ | [
: i |
. _ | !
| Comments | 2 reduced section tansion tests per 4.9.3.4 ‘
GUIDED BEND TESTS
l Type of lest Acceptance criteria Result Comments
4 transverse side bends per 4.9.3.1 4933 Acceptable | saee - AWS D1.1
)
Comments |
OTHER TESTS
Type of test Acceptance criteria Result Comments |
Visual inspection per 4.9.1 | 4911 Acceptable ' see - AWS D11 |
Radiographic testing (RT) per 4.8.2.1 : 4.9.22 Acceptable see - AWS D1.1 l
|
|
| |
|
Comments
1 1
CERTIFICATION
Walder's name | ID Number | Stamp number | Mechanlcal testing by Nusantara Technologies Sdn. Bhd
Mohd Noar Firdaus Mohd Gllnn_L WAD012018 | Not applicable Laboralory test number MAT/2658-01/16
' Test file number NT/162858-01 {
Tests conducted by TWI Services Sdn. Bhd.

We carllly that lhe statements In this record are cortect and thal ihe test welds were prepared, welded and tested in accordance wilh lhe requirements of section 4 of AWS
D1.1/D1.1M:2015 Struclural Welding Code - Steet

TWI Services Sdn Bhd

| Name

' Nur Syazana Shahiruddin
| Date _

117/6/2016

KNE Ventures Sdn. Bhd.
| Name Signalure

Bureau Veritas (M) Sdn Bhd
f Name Signature
MmofD ALULLATL. |

Date &/ & / ”& |

|
| Date

Weldspac 4.16.27965 3 " (c) Copyright 2016 TWI Software. Al rights reserved worldwide.
Calalog n® PQR00012 Page 2 of 2



