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ASME IX

WGTS-12

ASTM A312 TP3O4

ldentification No.

tr

Actual Values

GTAW

Manual

Without / With

OD-60.3mm

P.8 to P.8

A-5.9

ER-3161

F-6

Not used

Solid

5.54mm

6G

Uphill

N/A

with
None

DCEN

XNo
DNo

n Pipe bend specimen, Corrosion-resistant weld metai overlay [Qw-a62.5(c]l

tr Pipe specimen Macro test for fusion [QW-462.5(b)]:

rype Result Type

Alternative volumetric examination results (QW-191)

Fillet weld - fracture test (Qw 181.2)

tr Filler welds in plate (QW-.a62.4(b))

Macro examination (QW-184)

Other tests

No.RT.256748

tr Fi,let welds in pipe (Qw-a62.a{c}}

Fillet size (inlmm) x

St ri ,,

L,.P

./!

Sawur Firmansyah

Setyo Handono

We certify that the statements in this record are correct and that the test coupons were prepared, welded, and tested in accordance wlth the
requirements of Section lX of the ASME Boiler and Pressure Vessel Code Ed.

Date ofwelding: 18 April 2025 ,. Date issued:

Film or specimens evaluated by

Mechanical tests conducted by

welding supervised by

Organisation's Representative

Organisat]on PT. PURNAMA SIWI MANDIRI

COMPANY PT, SHAHIB SEJATI

Laboratory test no-

A subsidiary of LRQA Group Limited

LRQA Group Limited, its affiliates and subsidiar ies and their or agents are, individualiy and collectively, referred to in this ctause as 'LRQA'.
LRQA assumes no responsibility and shall not be liable to any damage or expense caused by reliance on the information or advice in this document
or howsoever provided, unless that person has signed a contract with the relevant LRQA entity for.the provision of this information or advice and in that case ary
responsibility or liability is exclusively on the terms and conditions set out in that contract.

Form 4103 (2022.10) ' i

Welder Performance Qualification (WPQ)

welder's Name ANJAR BAHRUDIN

Test Description
ldentification no. of WPS followed

Specification type/grade or UNs of base metal{s}

Testing Variables And Qualification Limits

Welding Variables {QW-350)

welding process{es)

rype (i.e.; manual, semi-auto) used

Backing (with/without)

n Ptate tr Pipe (enter diameter if pipe or tube)

Base Metal P-Number to P-Number

Filler metal or electrode specification(s) (SFA) (info. only)

Filler metal or ele.trode classification{s) (info. only)

Filler metal F-Number(s)

Consumable insert {GTAW or PAw}

Filler metal product form (Qw-404.23) (GTAW or PAW)

Deposited thickness for each process

Process L: GTAW 3 layers minimum tl Yes

Process 2: 3 layers minimum n Yes

Position(s) qualified (2G, 6G, 3F, etc.)

Vertical progression (uphill or downhill)

Type of fuel gas {OFw)

Use of backing gas {GTAW, PAW, GMAW)

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

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

Results

Visual Examination of Completed Weld {QW-302.4)

tr Transverse bend: root and face [Qw-462.3{a}];

Accepted

L Longitudinal bends root and face [Qw-a62.3(b)];

RTBUTN
Length and percent of defects

n flate bend specimen, Corrosion-resistant weld metal overlay

tr Plate specimen Macro test for fusion [QW-a62.5(e)]

Result Type Result

P-005

Test coupon n Production

Thickness 5.54mm

Range Qualified

GTAW

Manual

Without / With

oD-25mm up to Unlimited

Pl to P15F, P34 & P41 to P49

Ail F-6

Not used

Solid

11.08mm

All Posistion

Uphill

N/A

with
None

DCEN

tr side bends (Qw-462.2i;

{check one}

x

Concavity or convexity (inlmm.)

PT. LfiQA Business Assuranre and



Confirmation of validity by employer/welding coordinator for the following 6 months

Prolongation for qualification by the samining body for the following years

Certificate no: PRJ11100534684/5

Page 2 of 2

Position orTitle

Position or Title

Form 4103 (2022.10)



=ffi
QW-484A SUGGESTED FORMAT A FOR WELDER PERFORMANGE QUALIFICATIONS (WPQ)

(See QW-301, Section D(, ASME Boiler and Pressure Vessel Code)
PT. PURNAII{A SIWI l\{,{NDIRI

Weldtr'e Dme :

tdenrifiation of WPS lbllowed

ANJAR BAHRIIDIN Identifietior No.

Test DBcriplion

wGT&12
ASTM A312 TPJO4

Testirg Variable and Qualification Limits

Date welded

E Test coupon l--Jmqdactisn Wsld
Thickness Sch-80S / 5.54 rom

18 April 2025

Specification dd q?e/gmde of UNS Nmber of bae metal(s)

Welding Variables (QY-350)
'lVelding prooess (-es)

Tlpe (ie; manual; semi-auto ) used

Baokiq (with / without)

l-lpu," fTlPipe (ato diameler if pipe or tube)

Base mehl P-N@ber to P-N@ber

Filiq meu.l or elmlode spwification(s) (SFA) (ido. ooly)

Fills rebl or el@tuode classr{atim {s) (irfo. on$)

Filis meial F- Nmber(s)

C@sunable iN61(GTAV/ or PAW)

Filltr dehl product fom (QW-404.23) (GTAW or PAW)

Depsit $icknes for mch process

Aetual Valu6
GTAW

Range Qualified
CTAW

Mmual Manual

Without / With Without/With

oD-60.3m OD-25rm BD to Unlirited
P No.S to P No.8 P No.1 through P No.15F, P No.34 & P

No.4i tlrough P49

A-5.9

ER-316L

F-6 AlIF<
Not Nsd Not Lsed

Solid

FroGss l:

Procss 2i

Position(s)

3 layes mhioum

3 layers frinimm

Iv*
I-lYo

5.54ruulTlNo
l--lN.

11.08m(mx)

6G A11 Position

Verical progrexion (uphill or dom}ill)
Type orfuel gd (OFWJ

Used of gas backing (GTASr', PAW, Gl!(AW)

TImfo mode (spraylglobultr or pdse to short cilEuit-GMAW)

GTAW cwilr lpe./poldty (AC, DCEP, DCEN)

VisMl Exeliqatrd of Completed Weld (QW-3024)

Uphill Uphill

wirh Wirh

NA

RESULTS
ACCEPTEI)

[Ta*-"ne fae und root bmds [QW-462.3(a): I-ll-ongirodinal bads [QW-462.3(b);

I-leipe bad speoimen , corosioo-r*istut weld metal overlay [QW-462 5(c)]

[flae bend speoirnen, coEsion-r*istut sdd oetal w6lay [QW,462.5{d)]

[Pip" sp""in"n, mucro test for fusi@ [QW-462.5(b)]

n side b@ds {ew-462.2);

f Ph& sp*infl, macrc tst fof firsion [Q1V-462 5(e)]

TyDe Result Tvpe Resnll

Alte.natve Vo lumeEic EmhiMtion Result (QW- 1 9l )

Fillet weld - fiacture test {QW-t81.2)

l-lrrlletwelas in ptak [QW-a6?.4(b)]

Maero *miuatior (QW-184) N A
Othtr tests

Film or specimens eqlutd bt

Mecha{ical tst s conducted by

Welding supryised by

No-R?-2S6?48

NA Length and percent of defeots

f]Fillet welds in pipe [Qw-462.4(c)]

Pillet size (in) X , Concaviqrlconvexiqi (in )
NA

Cofipany

Laboratory t6t !o.

l-l1cne*onei

PT. LRQA Buginers Assurance and
lg€**{tion Services I ndonesiatEEFAqlrOn :

rn(fi:rx )J
JakiM-ffi{6'

lndra Heriaman

RTM

NA

PT SHAHIB SEJATI

lIe oertify tlBt the sbts$€nb in this rsord me oored and that the tst corpons were prepared, welded, ald tested io acoordd@ with the

requirmels of Setion D( of the ASME BOILER AND PRESSURE \ESSEL CODE

Orgmiation

Cerliied by

PT. PLIRNAI tA SIWI\4A.NDIRI

Setyo llmdono

\



Welder Performance Qualification (WPQ)

ASME IX

We|der,s Name MOH IMAM KHANIF

Test Description
ldentification no. of WPS followed

Specification typelgrade or UNS of base metal{s)

Testing Variables And Qualification Limits
Welding Variables (qW-350)

Welding process(es)

Type (i.e.; manual, semi-auto) used

Backing (with/without)

n Ptare tr
Base Metal P-Number to P-Number

Pipe (enter diameter if pipe or tube)

Filler metal or electrode sp€cification{s) [SFA) (info. only]

Filler metal or electrode classification(s) iinfo- only)

Filler metal F-Number(s)

Consumable insert (GTAW or PAW)

Filler metal product form (QW-404.23) (GTAW or PAW)

Deposited thickness for each process

Process 1: GTAW 3 layers minimum

Process 2: 3layers minimum

Position(s) qualified {2G, 6G,3F, etc.)

Vertical progression (uphill or downhill)

Type of fuel gas (OFW)

Use of backing gas (6TAW, PAW, GMAW)

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

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

Results

Visual Examination of Completed Weld (QW-302.4)

n Transverse bends root and face [QW-462.3ia]l;

Cerlificateno: PRJ11100534584/2

Page L of 2

WGT8.12

ASTM A312 TP3O4

UPhill

N/A

with
None

DCEN

Accepted

tr Longitudinal bends root and face IQw-a62.3{b)l;

RTtrUTN
Length and percent of defects

tr Production

5.54mm

Range Qualified

GTAW

Manual

Without / With

OF2Smm up to Unlimited

P1 to P15F, P34 & P41 to P49

Ail F-6

Not used

Solid

11.08mm

All Posistion

Uphill

N/A

with

None

DCEN

il Side bends {ew-462.2)i

(check one)

x

ldentification No-

EI

Actual Values

GTAW

Manual

Without / With

OD-60.3mm

P.8 to P.8

A-5.9

ER-3161

F-6

Not used

Solid

5.54mm

P-002

Test coupon

Thickness

Yes tr No

Yes tr No

n
tr

6G

tr Pipe bend specimen, Corrosion-resistant weld metal overlay [Qw-a62.5(c)]

tr Pipe specimen Macro test for fusion [QW-a62.5(b]l;

Type Result Type

Alternatiye yslumetric examination results (QW-191i

Fillet weld * fracture test (QW 181.2)

n Fillet welds in plate {QW-.462.4(b)}

Macro examination (QW-184)

Other tests

No.RT.246797

n Plate bend specimen, Corrosion-resistant weld metal overlay

t] Plate specimen Macro test for fusion [QW-a62.5(e)]

Type

n Fillet welds in pipe (Qw-462.4(c))

Fillet size {in/mm) x

Film 0r specimens evaluated by

Mechanical tests conducted by

Welding supervised by

Sawur Firmansyah

Setyo Handono

Concavity or convexity {in/mm.}

Company PT. SHAHIB SEJATI

Laboratory test no.

We certify that the statements in this record are correct and that the test coupons were prepared, welded, and tested in accordance with the
requirements of Section lX of the ASME Boiler and Pressure Vessel Code Ed.

Date of welding; 18 April 2025 ,. Date issued:

Organisation's Representative

Organisation PT. PURNAMA SlWl MANDIRI

LRQA Group Limited, its affiliates and subsidiaries and their
LRQA assumes no responsibility and shall not be liable to any person damage or expense caused bv reliance on the information or advice in this document
or howsoever provided, unless that person has signed a contract with the relevant LRQA entity for"the provision of this information or advice and in that case any
responsibility or liability is exclusively on the terms and conditions set out in that contract.

Form 4103 (2022.10)

t\..
fi$

Surueyor to PT LRQA Business Assurance and lnsptrtion
Services lndonesia \,
A subsidiary of LRQA Group Limited

or agents are, individually and collectively, referred to in this clause as 'LRQA'.



Confirmation of validity by employer/welding coordinator for the following 6 months

Prolongation for qualification by the examining body for the following years

Certificate no: PRJ11100534684/2

Page2 of 7

Position or Title

Position or Title

Form 4103 (2022.10)



effi QI'V-484A SUGGESTED FORMAT A FOR WELDER PERFORMANCE qUALIFICATIONS ruPA)
(See QW-301, Section X, ASME Boiler and pressure Vessel Code)

PT. PURNAMA SIWI MANDIRI

Welder's lme a

Idertifiatior of W?S follorred

MOITIMAMKHANII'

3layersminimm l-]v", lTlno
3layersrninimw l-lv* [--lr.lo

ldertiliation No
T6t D6criptioD

wGT8-12

ASTM A312 TP3O4

Testing Variable and Qualification Limits

Date welded l 8 Aprii 2t,25

tr Tesi coupon

Thicloress
l-lProduction Weld

Sch-80S / 5.54 rnm
SpecifiGiion atd 64,e/grade ofUNS Numlrer ofbase hetal(s)

Wdrtitrg Variabt6 {ew-jso)
Welding proces (-e)
Type (re. mmual; semi-aub ) Eed
Bac&irg (wirh / withotrg

l--lpUr" fTlPipe (erter dimeter if pipe or tube)
Base metal P-Nmber to P-NMber

Fjlls mekl or elmtrode specifi*tio{s) (SFA) iinfo. only}
Filla metal or elstode ct*siticatim (s) (ido. only)

Filler metal F- Number(s)

Consumble tusert (GTAW or PAtr)
Fills me1al produci fofr (QIl-404 23) (GTAW or pAW)

Depoir thickr* for *ch procw

OD-60.3m

Actual Vrlues
ETAW

Range Qualified
GTAW
Mmml

Witiodl Witi S/ithout / Wirh

OD-25Im uD to Uulmiled
P No.8 to P No.8 P No.I tfuough P No.l5F, P No.34 & p

No.4t tlrougtr P49
A-5.9

ER.3 16L

All F-5
Not used Not used

Process 1:

Proress 2:

Positior(s)

5.54,m 11.08 m (max)

6C All Position

Verticil progrssion (uphill or dowlhill)
Type or tud ga (OFW)

Used of g* backiug (GTAW. PAVr', GA.{AW)

Ttmfer mode {spraylglobular or pulse to short crcuil-GMAW)
GTAW oMert t)pelpolarity (AC, DCEP, DCEN)

Visoal Exminatiu of Complerd Weld (eW-302.4)

Uphitl Uphill
NANA

NA
DCEN DCEN

RESITLTS
ACCEPTED

[Tan*ere fu"e ad root bends [eW-462 3(a); I-laor*,ro*u,Ld$ [ery-462.3(b); E Sidebends{eW-4622):

E Plale spmiae{, Bacro tst fo. tusion [eW-462.5(e)l

Type Resuk Type

[fipe bma speimen , mrosiol-r*isurt wetd m@i o\.erlay [eW-462.5(cX

f]flate berd spaimen, mrmion-r*isant veld aetal overiay [e$/-462. 5(d.]l

flPip" .peci*"o, *atro t6t for fusion lew-462.5(b)l

Alte@tive Volmetric Exafi inatio, Result (eW-191)

Fillet weld - fiame rest (QW-1 81 2)

[r,il.r -"td" tn ptate [ew-462 4&I
Mado *mination iQW-184) N A

Lmgth md percot of defecx

No.RT-24679? Rr[l o,

NA
l-licirecr onel

NA

[Fitlet welas in pipe [ew-462.4(c)]

Fillet size (ir) X Conevify/cotvexity (in ) NA
Othq tBts
Film or speoimens elaluated by

Meclei6l test s conducted by

Weldiry sspwised by

NA
Saw Firmasyah Compey

Iaboratory tst no.
Seiyo Hedotro

we cedifir that the shtemelts in this record are cored and il1ai the t6t coupom wfle prepeed, welded, md tested in accordece with the
requirernents of Section IX of the ASME BOILER AND PRESSIIRE \ESSEL CODE.

Organizdon

Cenified by

PT. PURNAI{A. SIWI MANDIRI
Setyo Hddoio

\

PT. LRQA Eusiness Assuranre and
n Seruicei lndonesia

lndra Heriaman



Certificate no: PRJ11100534684/1

Page 1 of 2

ASME IX

WGTS-12

ASTM 4312TP3M

ldentification No

EI

Actual Values

GTAW

Manual

Without / With

OD-60.3mm

P.8 to P.8

A-5.9

ER.316L

F-6

Not used

Solid

5.54mm

6G

Uphill

N/A

with
None

DCEN

P-001

Test coupon

Thickness

t] Production

5,54mm

Range Qualified

GTAW

Manual

Without / With

OD-25mm up to Unlimited

P1 to P15F, P34 & P41 to P49

All F-6

Not used

Solid

11,08mm

All Posistion

Uphill

N/A

with
None

DCEN

tr Side bends (QW-a62.2);

{check one}

x

trNo
nNo

n Pipe bend specimen, Corrosion-resistant weld metal overlay [QW-462.5ic)]

n Pipe specimen Macro test for fusion [Qw-a52.5(b]l:

Type Result Type

Alternative volumetric examination results {QW-191}

Fillet weld - fracture test (QW 181.2)

n Filler wetds in ptate (ew-.462.4(bD

Ma$o examination (aw-184)

Other tests

No.RT.246796

tr Plate bend specimen, Corrosion-resistant weld metal overlay

tr Plate specimen Maffo test for fusion [QW-462.5{e}]

Result Type Result

Film or specimens evaluated by

Mechanical tests conducted by

Welding supervised by

Organisation's Representative

OTgANiSAtiON PT. PURNAMA SIWI MAN

n Fillet welds in pipe {QW-a62.4(c})

Fillet size (inlmm) x

,. Date issued:

Concavity or convexity (in/mm.)

Company PT, SHAHIB SEJATI

Laboratory test no.

INDRA HERIAMAN

Sawur Firmansyah

Setyo Handono

We certify that the statements in this record are correct and that the test coupons were prepared, welded, and.

requirements of Section lX of the ASME Boiler and Pressure Vessel Code Ed.

Date of welding; 18 April 2025 25 April 2025

LRQA Group Limited, its affiliates and subsidiaries and
LRQA assumes no responsibility and shall not be liable to any any loss, damage or expense caused by reliance on the in{ormation or advice in this documeet
or howsoever provided, unless that person has iigned a contract with the relevant LRQA entity for the provision o, this information or advice and in that case any
responsibility or liability is ex€lusively on the terms and conditions set out in that contract.

Form4103 l2O22.7Ol

rke

Welder Performance Qualification (WPQ)

Welde/s Name NURWANDI

Test Description
ldentification no. of wPS followed

Specification type/grade or UNS of base metal(s)

Testing Variables And Qualification Limits
welding Variables {aW-350)

Welding process{es)

Type (i.e.; manual, semi-auto) used

Backing (with/without)

tr Ptate EI Pipe (enter diameter if pipe or tube)

Base Metal P-Number to P-Number

Filler metal or electrode specification(s) (5FA) (info. only)

Filler metal or electrode classification(s) (info. only)

Filler metal F-Number(s)

Consumable insert {GTAW or PAW}

Filler metal product form (QW-404.23) (GTAW or PAW)

Deposited thickness for each process

Process L: GTAW 3layers minimum tr Yes

Process 2: 3 Iayers minimum tr Yes

Position(s) qualified (2G, 6G,3F, etc.)

Vertical progression (uphill or downhill)

Type of fuel gas (OFw)

Use of backing gas (GTAW, PAW GMAW)

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

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

Results

Visual Examination of Completed Weld (QW-302.4)

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

Accepted

n Longitudinal bends root and face IQW-+62.3(b)l;

RTEUTN
Length and percent of defects

Surueyor to PT LRQA Business Assurance and lnsptrtion
Services lndonesia \,

- A subsidiary of LRQA Group Limited

employees or agents are, individually and collectively, referred to in this clause as'LRQA'

PT. LRQA Busiress Assuran(e and

t;,

iii
t+l



Confirmation of validity by employerlwelding coordinator for the following 6 months

Signatu re

Prolongation for qualification by the examining body for the following years

Certificate no: PRJ11100534684/1

?ageZ ol 2

Posiiion or Title

Position or Title

Form 4103 (2O22.7O]l



.""ffi QW-484A SUGGESTED FORMAT A FOR WELDER PERFORMANGE QUALIFICATIONS (WPQ)
(See QW-301, Section D( ASME Boiler and Pressure Vessel Code)

PT. PURNAN&A STWI MAIIDIRI

-Welder's nee a

Identifimtion of WPS followed

Spsifistiotr aEd tlpe/gede of llriS Nmtrer of boe meal(s)

\Vrlding Yariablm {QW-350)
Weldiag goc* {-e)
Type (ie; mmml; semi-auto ) 6ed

Backing (with / without)

I-lrlr," fleipe iemo dianeter if pipe or tube)

Base aebl P-Nmbd ?o P-Nffib6

Filler metal or elstode spffiifi*tioris) (SFA) (info. only)

Fills metal or electode clasifietion {s) (info oniy)

Filler meal F- Number(s)

Consumble tusm (GTAW or PAW)

Fills meal produd fom (QWJ04.23) (GTAW or PAW)

Deposit thicknm for ach prrces

Identfioation No.

Test Dscdption

WGTS-I2

"{,STM 4.312 TP3M

Testing Variable and Qualification Limits

Date welded . 18 Apt;lzlt25

I-lProductioa Weld

Sch-80S i 5.54 tm

Range Qualified
GTAW

NURWANDI P-001

E Test coupon

TLickness

Actual Values

GTAW
Mmual

Wiflout / Witb Witlrout / With

OD-60.3lm OD-25rm up 10 Unlimited
P No,8 to P No.8 P No.1 tkoug0 PNo.15F, PNo.34 & P

No.41thoushP49
A-5 I

ER.3i6L
All F-6

Not Ned Not useil

Pro6s I:

Procds2:

Position(s)

3 layers midmum

3 lalers minirnun

f-]v". Il_lNo

[-lvo l-lrv.
5.54lm t1.08m(mal

A11 Position

Ver&@i progression (sphill or domhill)
Tlpe or {oel gx {OFrrtrr}

Used of ga backing (GTAW, PAW, GN.[AW)

Ttansfer mode (spray/globula, o. pulse b shod circuit-GMAw)

GTAW cuent 4pelpolaig (AC, DCEP, DCEN)

Visual Exmination of Complded \I/etd (QW-302.4)

Uohill
NANA

DCENDCEN

RESULTS
ACCEPTED

[Trur.u"o" fuo und root be{ds [QW-462.3(a), [Loagitrdinal bends [QW-a62.r&)

I-leipe bad speimar , coreior-reistaat weld mehl overlay [QW-462.5(c]l

f]eha bmd specime4 corosion-r*istant weld melal overlay [QW-462.5(d)]

[fip" .p*i-"., -auo t*t for fi:sion [QW-462.5(6)]

E sidebends(Qw-462.2)

E Plak sprctrnen. nado t6t for tusion [QW-462.5(c]l

Twe R6ult TYne Result

Altemtive Volmetric EBdnation R6ult (QW- l9t )

Fillet weld - fratue Est iQW-l E 1-2)

flnitlet *eids in plate lew-462.4(bI

Macro mmimtioa (QW-184) N A

Other tesa

Film or specimens evaluated by

Mechanical test s cotducted by

Welditg supwised by

Saw

No-RT-246796

NA Lmgrh md percent of defect

[ritlet vetas i' p;pe [Qrir'462.4tcl

Filletsize(x, X . Cotr%vity/convsity(in.)

NA
Compmy

Labo€tory t6t !o

Rr[dl [{cnec* one)

lndra Heriaman
We cdify thil the sdmenb in this record are correct ed t}Ial the tet @upons vtre prepared, welded. md resed m aesdace *rth the

requir@ents of Section D( of d1e ASME BOII-ER AND PRESSIIRE WSSEL CODE.

Orgeization

Cetified by

PT. PURNAI,L{ SIWI MANDIRI

Setuo Handono

PT. LRQA Business A:surance and

tt



ASME IX

WGTS-12

ASTM A312 TP3O4

Pipe (enter diameter if pipe or tube)

Sawur Firmansyah

Setyo Handono

We certify that the statements in this record are correct and that the test coupons were prepared, welded, and
requirements of Section lX of the ASME Boiler and Pressure Vessel Code Ed.

Date of weldingi 18 April 2025 ,. Date issued; 25 April 2025

LRQA Group Limited, its affitiates and subsidiaries and their
LRQ]A assumes no responsibility and shall not be liable to any -any loss, damage or expense caused by reliance on the information or advice in this documeftt
or howsoever provided, unless that person has signed a contract with the relevant LRQA entity for the provision of this information or advice and in that case any
responsibility o. liability is exclusively on the terms ard conditions set out in that contract.

Form 4103 IZO22.7O') '

Welder Performance Qualification (WPQ)

welder's Name RESTU DWI ARMINTO

I e$ Uescnptron

ldentification no. of WPS followed

Specification type/grade or UNS of base metalis)

Testing Variables And Qualification Limits
Welding Variables {QW-350}

Welding process(es)

Type (i.e-; manual, semi-auto) used

Backing (withlwithout)

tl Ptate tr
Base Metal P-Numher to P-Number

Vertical progression (uphill or downhill)

Type offsel gas (oFw)

Use of backing gas {GTAW, PAW, GMAW)

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

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

Results

Visual Examination of Completed Wdd {QW-302.4) Accepted

tr Transverse bends root and face [Qw-452.3{a)1; tr Longitudinal bends root and face [Qw-462-3(b)];

tr Pipe bend specimen, Corrosion-resistant weld metal overlay [QW-a62.5(c)]

tr Pipe specimen Macrc test for fusion [Qw-462.5(b)]:

Type Result Type

P-004

Test coupon tr Production

Thickness 5.54mm

Range Qualified

GTAW

Manual

Without I With

oD-25mm upto Unlimited

P1 to P15F, P34 & P41 to P4g

Alt F-6

Not used

Solid

11.08mm

All Posistion

Uphill

N/A

with
None

DCEN

tr side bends {QW-462.2};

(check o*e)

x

Concavlty or convexity (in/mm-)

Certificate no: PR111100534684/4
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Filler metal or electrode specification(s) (SFA) {info. only)

Filler metal or electrode classification(s) (info. only)

Filler metal F-Number{s)

Consumable insert {GTAW or PAW)

Filler metal product form (QW-404.23) (GTAW or PAW)

Deposited thickness for each process

Process 1: GTAW 3 layers minimum

Process 2: 3layers mtnimum

Position{s) qualified (2G, 5G, 3F, etc.)

Alternative volumetric examination results {Qw-191)

Fillet weld - fracture test (Qw 181.2)

tr Fillet welds in plate (Qw-.462.4(b))

Macro examination (aW-184)

Other tests

Film or specimens evaluated by

Mechanical iests conducted by

Welding supervised by

Yes A No

Yes n No

tr
n

ldentification No.

tr

Actual Values

GTAW

Manual

Without / With

OD-60.3mm

P.8 to P.8

A-5.9

ER.316L

F-6

Not used

Solid

5.54mm

6G

Uphill

NIA

with
None

DCEN

tr Plate bend specimen, Corrosion-reslstant weld metal overlay

tr Plate specimen Macro test for fusion [Qw-462.5(e)]

Result

No.RT.246795

tr Fillet welds in pipe (Qw-462.4(c))

Fillet size {inlmm) x

RTEI UTtr
Length and percent of defects

Company PT.SHAHIBSEJATI

Laboratory test no.

INDRA HERIAMANOrganisation's Representative

OTgANiSAtiON PT. PURNAMA SIWI MANDIRI Surveyor to PT LRQA Business Assurance and Inspection

services lndonesia L
\

A subsidiary of LRQA Group.Limited

or agents are, individually and collectively, referred to in this clause as 'LRqA'.

FT. LRQA Business Assuran(a and



Confirmation of validity by employer/welding coordinator for the following 6 months

Date

Prolongation for qualification by the examining body for the following years

Certificate no: PRJ11100534684/4
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Position or Title

Position or Titie

Form 4103 Qa22.L0\



QW.484A SUGGESTED FORMAT A FOR WELDER PERFORMANCE QUALIFICATIONS {WPQ)
(See QlY-301, Section Dl ASME Boiler and Pressure Vessel Code)

PT. PURNAMA SIWI MANDIRI

Welder's nane :

Idetifi@tion of \tr?S followed

Specififfition ard t$elgrade of UNS Number of bme oetalis)

Welding Yariabl6 (QW-350)

Welding proc* {-es)

Tlpe (ie; manual; smi-auto ) Bed
Backing (wifi I without)

[-lpr.* filrip. loto ai*eer if pipe or rube)

Bme oetal P-Nunber to P-Numt'er

Iiller metal or eiecaode spsrfi@tion(s) (SFA) (itfo. o{
Fills m*l or elmtrode ciassificatior (s) (in{o. only)

Fille. metal F- Nmber(s)

Consumable insed (GTAW or PAW)

Filld metal product lom (QW-404.23) (GTAW tr PAW)

Deposit thickru for ach prmes

RESTUDWIARMINTO

3layers minimum l-lv* fTlN"
3layemminimm l-lvo [-lNo

Idenhfication No.

Test D6oipti6n
1V(:T8-12

ASTM A312 TP3O4

Testing Variable and Qualffication Limits

Date welded . 18 April 2025

I-lProduction Wet<l

Sch-80S / 5.54 m

Eang€ Qualified
GTA\tr

E Test coupon

Thickness

Actual Valus
GTAW
Mmual

Wirhout / With Without / With

OD-60.3m OD-25mn up to Utrlimiled
P No.8 to P No.8 PNo.1 through PNo.t5F, P No.34 & P

No.41 throug! P49

A-5.9

ER.316L

All F-6
Not 6ed Not used

Paocess 1:

Process 2;

Position(s)

5.54m 11.08 mm (max)

6G All Position

Venal progrmsion (uphill or dowrhill)
Tlpe m tuel gm (OFrtrl

Used of g* backirg (GTAW, PAW, GMAW)

Transier mode (spray/globuiar or pulse to sirofr cndit-GMAW
GTAW ouent type/poldiry {AC, DCEp, DCEN)

Visual Exeifttion of Cospl€ted Weld {QW-302.4)

Uphill Upbiil
NANA

NA

DCEN DCEN

RESTILTS
ACCII'TED

[Tran"vm" fa"e md root bdds [QW-462 3(a] [llongrtudiel bends teW-462.3(b);

f]Upe berd spe"ims , @{dionlsistaot weld m*l ov*lay [eW-a62.5(c)l

flPhte bend spedoon, corosio{-resistaot *eld metal overlay [ew-462.5{d)]

f]Pipe sp""im"a, -aoro t6t tor tuslon IeW-462.5(b)]

I Sidebends(Qw-462.2);

E Platespsimetr,ma6orestforfusion[QW-462.5(eJ]

Type Result True Rsull

Altermtive Volw*ic Exminalioo Reuk (QW- t 9 t)

Fr'llel weld - flachfe hst (QW- I 81 .2)

TlFitet weldi in plare [ew-462.4(b)]

N{acro exdirution (QW-184) N A
Other tests

Fiim or speoimens evaluated try

Mecheical test s conducfed by

Welding superised by

Sawur Iil-lrusvah

No-RT246795
"TEI [-llcirect oney

lndra Heriaman

NA Lfrgth md ptrcent of d€fs6

l-lniitet welds in pipe [Qw-462 4(o)

Fillet size (itr) X Coo@viry/convexiry (in.)

NA
Company

Laboratory test no.

Setvo Ilmdono

We cdlE' {hai the stal€menb in dris re@rd are conect ard thal &e td mupons wee prepared, welded and esed in amordace with t;e
requirements of Seciion D< of ihe ASME BOILER AND PRESSURE YESSEL CODE.

Org@)ation

Certified by

PT, PURNAMA SI\VI MANDIRI
Seqro lfundofo

BusrneSs Assurance and



Welder Performance Qualification (WPQ)

Welde/s Name RUDI ERMIYANTO

Test Description
ldentification no. of wPS followed

Specification typelgrade or UNS of base metal(s)

Testing Variables And Qualificalion Limits
Welding Variables {QW-350)

welding process{es}

Type (i.e.; manual, semi-auto) used

BackiBg (with/without)

Film or specimens evaluated by

Mechanical tests conducted by

Welding supervised by

Certificate no: PRJ11100534684/3

Page 1 of 2

tr ptate E
Base Metal P-Number to P-Number

Flller metal or electrode specification(s) (SFA) (info. only)

Filler metal or electrode classification(s) (info. only)

Filler metal F-Number{s)

Consumable insert {GTAW or PAW}

Filler metal produci form (QW-404.23) (GTAW or pAW)

Deposited thickness for each process

Process 1: GTAW 3 layers minimum

Process 2: 3layers minimum

Position{s} qualified (2G, 66,3F, etc.}

Alternative volumetric examination resBlts (ew-j.91) NO

Fillet weld - fracture test (QW 181.2)

tr Fillet wetds in plate (ew-.462.4{b})

Macro examination (QW-184)

Other tests

Yes tr No

Yes n No

D
u

ldentification No.

EX

Actual Values

GTAW

Manual

Without / With

OD-60.3mm

P.8 to P.8

A-5.9

ER.316L

F-6

Not used

Solid

5.54mm

6G

Uphill

N/A

with
None

DCEN

n Plate bend specimen, Corrosion-resistant weld metal overlay

tr Plate specimen Maffo test for fusion [ew-462.5{e)]

Result rvpe

RTAUTtr
Length and percent of defects

tr Fillet welds in pipe (aw-a62.a(c))

Fillet size (inlmm) x Concavity or convexity {in/mm.}

company PT. SHAHIB SEJATI

Laboratory test no.

We certify that the statements in this record are correct and that the test coupons were prepared, welded, and tested in accordance with the
requirements of Section lX of the ASME Boiler and pressure Vessel Code Ed.

Date cf welding: 18 April 2025 ,. Date issuedr

Organisation's Representative

Organisation PT. PURNAMA SlWl MANDIRI

\i
i:"

Surveyor to PT LRQA Business Assurance and lnspection
Services lndonesia t,
A subsidiary of LRQA Group Limited

LRQA Group Limited, its afriliates and subsidlaries and their employees or agents are, individually and collectively, referred to in this clause as 
,LReA,

LRQA s55ur"r no responsibility and shall not be liable to any loss, damage or expense caused by reliance on the information or advice in this document
or howsoever provided, unless that person has signed a contract with the relevant LRQA entity for the provision of this information or advice and in that case any
responsibility or liability is exclusively on the terms and conditions set out in that contract.

ASME IX

WGT8.12

ASTM A312 TP3O4

Pipe (enter diameter if p;pe or tube)

RT.246798

Sawur Firmansyah

Setyo Handono

Vertical progression (uphill or downhill)

Type of fuel gas {OFW)

Use of backing gas {GTAW, PAW, GMAW)

Transfer mode (spray, globular or pulse to shori circuit - GMAW)

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

Results

visual Examination of completed weld (qw-302.4) Accepted
f] Transverse bends root and face [QW-462.3(a]l; n Longitudinal bends root and face tew-a62-3{b}l;

tr Pipe bend specimen, Corrosion-rsistant weld metai overlay [ew-462.5{c}]
t] Pipe specimen Macro test for fusion [ew-462"5(b]]:

Type Result Type

P-003

fesi coupon

fhickness

n Productiofl

5.54mm

Range Qualified

GTAW

Manual

Without / With

OD-25mm up to Unlimited

P1 to P15F, P34 & P41 to P49

All F-6

Not used

Solid

11.08mm

All Posistion

Uphill

NIA

with
None

DCEN

n side bends (QW-a62-2);

(check one)

x

Form 4103 (2022.L0)



Confirmation of validity by employerlwelding coordinator for the following 6 months

Signature

Prolongation for qualification by the examining body for the following years

Certificate no: PRJ11100534684/3

Position or Title

Position or Title

Form 4103 (2022.fi)



QW-484A SUGGESTED FORMAT A FOR WELDER PERFORMANCE QUALIFICATIONS (WPQ)
(See QW-301, Section D! ASME Boiler and Pressure Vessel Code)

PT. PURNAMA STWI 1\[ .I[DIRI

Weld€r's nam6 a

tder*fimtion of WFS fr*lowed

RI]DI ERMIYAT,{TO ldentification No. Date welded

Sch-80S 15.54 ryn

18 Ap.il 2025

Tes Desetiption

wcT&12 I-;lLIJ Testcoupon l-lPrcductionWeld
Specifimtioo and gpe/gmde of UNS Nmber of b6e metal(s)

Wdding Yariabl6 (QW-350)

Welding prooes Go)
Tlpe (ie; manual; semlaulo ) used

Backing (witk / without)

I-lpUr" firipe 1a*o dimerq if pipe ortube)

Base metal P-NMber to P-Nmbet

Filld melal or eledode specification(s) (SFA) (ilfo. onty)

Filld metal or eleuode clssilimiioa (s) (info. or$)

Fillomeal F- Nmbs(s)
Consumable iflsqt (GTAW or PAW)

Filler meal product fom {QW-.104 23) (GTAV/ or PAW)

Depsit thickns for eaoh proces

Testing Variable and Qualification Litrits

Actual Valoes

GTAW

ASTM A312 TP3O4 Thickness

Range Qualified
GTAW

Muul Manual
Wilhout / With WithoutlWith

OD-60 3mfr OD-25m m to Unhmired

P No.8 to P No.8 P No.1 tlrougfi P No.15F, P No.34 & P

No.41 through P49

A-5.9

ER-316L

F-6 All F-6

Not ued Not used

Solid

Paoce$ l:

Prccess 2:

Position(s)

3 layqs minffim

3 layes minimtul

[-lv* lTlNo
l-lv* I--lNo

5.54mm 11.08 mm(mx)

6G Al1 Posilion

Vertioal progrmion (uphilt or domhill)
Tlpe m tue1 gm {OFW}

Used of gas baokihg (GTAW, PAW, G\[AW)
Trmfer mode (spray/globular or pulse to shoft cir€uit-Gh4-{W)

GTAW cffiat qpe./polari6. (AC, DCEP, DCEN)

Visual Exmriratim of Completed Weld (QW-3024)

Uphill Uphill

with
NA

RESI]LTS
ACCEPTED

[T.*sr"*" fuo" *d .oot bends [QW-462.3(a); [Lonsitudtual ben& [QW-462.3(b):

[Epe Uoa spmimm , mosion-reistant weld meul ovmlay [QW-462.5(CI

[fht bod sprcimtr, orosiotr-rBishtrt seld metal ovtrla], [QW-46?.5{d)]

Iripe spm;-a, maso rstfor tusiotr [QW-462.5(b)]

E sidebends(Qw-462.2),

E Plale specimen, maoo test for fusion [QW-462.5(e)]

T!pe Result Tvpe ResEll

Alte@tive Volmetio Eeniudon Result (QW-191)

Filletweld - fracEre test (QW-l81 2)

flriller reias ;r ptaE [Q\M-462.4(b)]

N4acro enmimtim (QW-184) N A

04rs tesls

Fibd or spe6ime6 walualed b)

Mechei@l1est s frnducted by

Weldiq supwised by

No-RT-216798

NA Lmgth and percent of defects

l-lnillet wetds in pipe [Qw462.4{c)j

-Filletsize(in) X, Concautylconvexity(in.)

Compmy

Laboraiory Bt no.

Rrrfl or

NA

NA

I-11*ect< onel

PT. LRQA Business Assurance and

lndra Heriaman

NA
?T SHAHIB SE]ATI

We cefti&tiat the sbtemmts in dlis record are corect md that the tst coupons were prepared, welde4 dd te$ed in accordance wifr the

requiremenB of Sedior D( of tle ASMEBOILERAND PRESSLIRE VESSEL CODE.

Orgmiahon

Cefiified by

FI, PURNAMA STWI MANDIRI

Sdrc Hedono

\

t,

\z
/:


