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HIGHER TECH ENGINEERING SDN BHD
202401018807 (156465-D)

Higher Tech Engineering Sdn Bhd (HTESB) was formed in 2024 by
the director, Muhamad Naufal Husaini. This company is operating
under Higher Tech Fabricator Sdn Bhd. HTESB offered several of
services in all business sectors including onshore/offshore of steel
fabrication, installation of structural, mechanical works, turnaround
plant project and heavy lifting works. We ensure that your journey
with us will be filled with endless possibilities.

HTESB has highly skilled and qualified staff in our employ. We are
able to focus a wide range of expertise onto producing a quality
standard for steel fabricating, which has the hallmark of accuracy
and uncompromising attention to detail. Our commitment is to
deliver the best product in the services we offer. Together with a
strong and committed team which is the key driver of the success of
Higher Tech Engineering.
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VISION

In our quest for continued success and
growth, Higher Tech Engineering’s vision
is to be recognized as the Contractor and
Employee choice. Our goal is to deliver
every project to the highest standard
through excellent communication and
professionalism.

©

Our mission is to be the preferred provider
or family first, incident free and reliable
service in all industry with quality solutions
and delivered the best services that meet
client requirements.

MISSION
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Permission Letter

STEEL FABRICATOR COMPANY Mo 483, 10 Fl-ﬂﬂr, Wisma MCA, Jalan Baharu,
71000 Port Dickson, Negeri Sembilan Darul Khusus.
Direct Line Hp: 016-3410836
Email: admin@highertechiabricator.com

mnasir@highertechfabricator.com

HIGHER TECH ENGINEERING SDN BHD Date :13.05.2024

No 145, Jalan Springhill 9/3, Ref No: HTESB/05/2024/001
Taman Meranti, Bandar Springhill,

71010 Port Dickson, Megeri Sembilan, Malaysia.

Attention To : Whom It May Concern,

Dear Sir,

Subject: Letter Of Autorization To Use The Welding Procedure Specification (WPS) & Welding
Procedure Specification (WPS D1.1)

Refer to the subject above,

We Higher Tech Fabricator Sdn Bhd which owner of the Welding Procedure Specification (WPS)

No: HTFSB-WPS-001 with supporting document No: HTFSB-PQR-001 & Welding Procedure Specification
(WPS D1.1), give a permission to the company named Higher Tech Engineering Sdn Bhd to use the Welding
Procedure Specification (WPS) for | year starting from June 2024 to May 2025.

Higher Tech Fabricator Sdn Bhd give full faith in Higher Tech Engineering Sdn Bhd using with the best
and focusing on the quality of work that satisfies their parties.

Any confirmation needed for the subject mentioned above, please call directly for further information.

MuRgmad Nasir Ei'ﬁ_—fﬁzeﬁam
Managing Director —

Permission letter for using Welding procedure specification (WPS)
certificate from Higher Tech Fabricator Sdn Bhd
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(ﬂml HIGHER TECH FABRICATOR SDN BHD
WELDING PROCEDURE SPECIFICATION { WPS )

Campary Mame: HIGHER TECH FABRICATOR SDN BHD By: g_.-UQ{

‘Welding Procedure Specification Mo : HTFSB-WPS-(d1 Date : 11-Feb-19 _ Supporting POR Meu(s ) HTFSE-FOR-001
Revision Nao : [ Date : ll-FtiJ-—l'.? Reference Code & Standard : ASME IX : 20017
‘Welding Process [es) : GTAW + SMAW Type : MANUAL

{ Automatic, Manual, Maching & Semi-Auto |

[soimTs [ owes02 |
Joint Design : SINGLE v
Backing [ Yes ) : SAMAW [Mo): GTAW
Backing Material [ Type ) : Weld Mital

| Reefer 1o both backing and retainers |
D Matal D Nonfusing Metal

] monmealic ] Other 80"

Sketches, Production Drawings, Weld Symbols or Witten Description IE ":r"
should show the general arrangement of the parts to be welded, Where L]
applicable, the root spacing and the details of weld groave may be -

specified. . /7 E
[ At the option of the Mirg., sketches may be attached 1o llestrate joint =

design, weld layers and bead sequence, e.g., for notch toughness | T |
procedures, for mutiple process procedures, etc. | o L 1.5mm to Imm

BASE METAL [ C/W-a03 )

P-Ma. | Group MNao. 1 o P-No 1 Group No. 1
oR
Specification type and grade - Type SA 1 Grade B
to Specification type and grade : Type SA I Grde B
OR
Chem. Analysis and Mech. Prop C-Mn-51
to Chiem. Analysis and Mech, Prop : C-Mn-51
Thickness Range ;
Base Matal :- BroDe | S - 11 9dnam  Flllet ALL
[Mker ¢ NiA
[FiLLER METAL | CW-a04 )
Process GIAW SMAW
Spec No. | 5FA): AS.18 A5l
AWS Mo, [ Class ) : ERTIS-G E T0l6
F. No [ 4
A No = 1 ]
Size of Filler Metal [rmem) : 2.4 CFXT T KN
Weld Matal
Thackneds Range

Groove © Muax fmm

Fillet - ..l.l.._l_
Electrode-Flux | Class | A
Consumable Trade Name : KOBELCO TGS-50
Consumable Insert : MSA
Cithegr P

* Each base metal filler combination shawld be recorded individually
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Wps No. HTF5B-WPS-001 Rev. 1]
POSITION [ CW-405 ) |POSTWELD HEAT TREATMENT | QW-407 |
Position (5] of Groove All Temperature Range MiA
Weld Progession LUphill Time Range MiA
Position (s) of Filley All
|GAS [ Qw-a08 )
PREHEAT | QW-206 ) Parcent Compasition
Preheat Temp. Min ! Ambient Cinsles) i Ml ) Flow Rate
Interpass Temp. M s C Shielding Argon #0.99% 12 = 18L/M
Preheat Maintenance : NIA Tarlling NIA NA NA
[ Continwous as special heating where applicable should be Backing NIA NIA NIA
be recorded |
ELECTRICAL CHARACTERISTICS [ QW-307 |
‘Weld Layer|s) Process Fillgr Matal Current Volt Range Travel Speed Range Heat Input
Class Diafe) [Tvee Polar |Amp Range { roam f el [ kj £ mm |
(mm )
Raol GTAW ERTOS-0 14 DCEN | 100~ 150 10 = 2 90~ 160 Max 2.0
Huot Pass SEMAW ET06 L6 DCEF B0~ 110 ) ~ 30 B0~ 160 Max 2.0
Filling SMAW ET016 3.2 DCEP W= 130 20 - 3 9 ~ 160 Max 2.0
Capping SMAW ET016 32 DCEP | 90~ 130 20 - 30 o9 ~ 160 Max 2.0
Tungsten Electrode Sizg and Type : L4 mm / 1% Thoriated
{ Pure Tungsien, 2% Thorated, =ic )
Mode of Metal Transfer For GMAW : MNiA
{ Spray are, short circuling arc, eic )
Electrode Wire feed speed range : NiA
TECHNIQUE | Qw-410)
String or Weave Bead ! String [ Weave
Orifice or Gas Cup Size : MIA
Inithal and interpass Cleaning [ Brushing, Grinding, etc |: Brushing & Grinding
Method of Back Gauging: NIA
Oscillation: /A
Contact Tube to Work Distance: MIA
Multiple or Single Pasd | Per dide | Multiple
Multiple or Single Electrodes: Single
Travel Speed | Range |: Refer table
Peening: MiA
Orther: MiA
Reviewed by,

Mame:
Date:

Client Representative

Pape: 20f 2
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@d HIGHER TECH FABRICATOR SDN. BHD.
|~ ' PROCEDURE QUALIFICATION RECORDS ( PQR )
Company Nam : HIGHER TECH FABRICATOR SDN BHID
Procedure Qualification Recard Mo HTFSB-POR-001 Date 18-Jan-19
'WPS No. : HTFSB-WFS-0i1
‘Welding Process |es): GTAW + SMAW
Tiypes | Manual, Autormatic, Semi-futa ) MANUAL
Reference Code & Standard - ASME IX : 2017
JOINTS [ QW-402 )
1 — 7.97Tmm (SMAW)
/ SA 106 GR B SA 106 GR B /
L 3mm (GTAW)
Grogve Design of Test Coupan
[ For combination qualifications, the deposited weld metal thickness shall be recorded for each filler metal or process used )
BASE METAL | QW-403 ) POSTWELD HEAT TREATMENT [ QW-407 )
Material Spee. - SA 106 to SA 106 Temperature . MNIA
Type or Grade [ to B Time 3 A
P-Na ; 1 to P-Mo @ 1 Deher : MiA
Group : 1 to Group ! 1
Thickness of Test Coupon I 10,97 mim
Diameter of Coupon : 6"
Other - NIA
FILLER METAL | QWwW-404 ) GAS | OW-308 )
GTAW SMAW Gias{ es) i Mixture } Flow Rate
SFA Specification - ASR AS.] Shiglding - Argon 99.99% 12~ 18L'M
AWS Classification = ERTOS-0 E TOl6& Tradling 1 MiA MIA NIA
Filler Metal F-No e f d Backing i MIA MiA MNIA
Weld Metal Analysis A-No : 1 1
Size of Filler Metal (mm] : o Ld plé&ail
Other : M MNSA ELECTRICAL CHARACTERISTICS | QW-403 )
POSITION [ QW-405 ) GTAW AN
Current - nC nC
Paosition of Groove : s Paolarity : DCEM DCEF
Weld Progression z Uphill Amps fVolts @ 146/ 14 1031197 20-24
Other i All Tungsten Electrode Sipe : 4 mm/T% Thorkased
Other 3 MNiA
PREHEAT [ QW-406 ) TECHMNIQUE [ OW-410 )
GIAW SMAW
Preheat Temp H Ambient Travel Speed [mm/fmin) 0 944 | 105.5 - 139.2
Interpass Temp ¥ 80°C - 204°C String or Weave Bead ¢ Baoih
Other - MNiA Dscillation 3 MiA
Multipass or Singe Pass : Multipass
Single or Multiple Electrodes : Single
Other NiA
Page 1 of 2
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(m HIGHER TECH FABRICATOR SDN BHD
WELDER PERFORMANCE QUALIFICATION ( WPQ, }

‘Wielcer's nama - MR HAFTS MO ARSAD Idelification no 1 ﬂﬂﬂ.‘jﬂmm
Tast Description
ieberrlificmlice of WPS foflowsd - HTFER-IFFS-00/] [V]rest coupon [ Jrroduction waes
Specification of hase metal 5} 54 16 GR B Thighkfiess 1 HLOT mm
Weiderno Wi
Teyting (oraiftiors and guabfication limity
Wilsiding variable L OW-350 Actusl i luei Bange gualified
Erocessl Erogesid Ereceisl Eredkis 2
‘Wielging prooessiesh ] LTELS EMAW GTAIV Shid W
Type | ba; manusl, semi-miic § ened t LY Il Manual Afgnyai
BaChing [mgtal, wald miral, dogble-wedided, sie | [ Wt § Withaut ) Weaksoant Wik Wik o IVpuloant Wink
e Eﬂprlnbﬂdlmﬂp{plnrm] : @6 5eh &0 @ F R0 s Untbwiied
Bese metal P-or S-numiber o P-ar S-mumber : P} Group o # T Group | Poawr S5-I throupk Paor $-Ne J3F,
Poor B-No, 34, audd Peor 5.Mo 4]
tirpugh F- or 5.No, 4% or unaceignnd
mctad of siwilir chentical -
Filler maty or plcirooe spacificationgc) | 5FA j ! EFA 51% SFA 5 Ar per gualifivd F.M:wkr
Filles skl o ebectiode classification (1) i ERTORG E-T01H i prew qualiive F-Numbyr
Filler macs F-Musmber [£] b8 rwith backing ¢ NB 0o backing ) i 4 Al F-Ma a 18, 78,38, 4B
Consurnabie insert ([GTAW or PAW) I Ned MA
Fillae typa [sofcmetal oF Mox cored/powder] DETAW of PAW] Sld Kolid
Bt thigkrs; far each process
Prooess 1 1 GTAN A mm AKGs i v
Frocess ¥ 1 BN 7.9 Fowm M 5.5 mm
Ponitinn gualifed (36 6G.3F gtel 1 Al
) Groove
i) Flabe and Pipe Dver 24 in [E10 mm) 0.0, ] Al
] Pipe s 3 (520 mm) 0.0, | Al
B Fillet
i Plate and Pipe i At
witical progeassion faphil of dawnhim) : Ephil Limhill
Type of foel gas i WA Ned
IREFT gaE hackeg [GTAW, PAW, SAMAW) i Nod i
Trassher mods [spray) polutar ar putcs ba shar cieult-Ghasw) NA Wed
GTAW current type/polardy (S, DCEP, DCEN) 1 DCEN DCEN
Regulty
Wisuad eamination of completed weld {0W-300.4) 1 Arvepiaiiy
Bend e, DTrrnnwu el mndd Face [TW-akz 3] Longitudinal root and face |Gw-852 30, D:ﬁt [Ow-4E2.3)
Fipe bend speciman, comosion nesstant cveriay [CIW-453.5¢], Flate bend jpacinen, comosion estiant averiey [OW-ab ] S4d}]
Matro kest bor fusion |OW-SE2.5bH Wacro test for fusion (-85 Séell
Type Aesult Type sl T ey
N A NA Nl MAA N
Afernative radiographic examination results (CW-151) i Aveiprably - Refie RT Report Mo (TRRTTIAE®SG
Filer weld = Irnture bes (G- 180 I | Length and percent of deferts SRR ... SR
Macro examination {OW-154)  © N Filbet, iz (i) N . Wi Concavitytoreesity find A
Other Eeity. - ]
il o spacimeng evalumod by 1 NASEAN [ASNT LEVEL i Company TENCAL STERLING (L) S0N RAD
Mechanical tesis conducted by i A Labaratery Dest ne, - e |
Wekding superaied by Llovd's Regiaier
W Ly Ehat D EIETETRS i UG Cord aFe SOrTECT Bl ISR Thi D848 CoUSRs wens pregared, welded, and ested in sceondente with the
requirements ol g libal the ASME BOILER AND PRESEURE VESSEL CODE,
' Witnessed by : {If required] Approved by
= T —
e A,
Cilent Third nﬁ .fmlvTud 1m
Diarter |
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o
HIGHER TECH FABRICATOR SDN BHD
Mo, 483, 181 Floor, Wisma MCA, Jalan Bahary, 71000 Port Dickson, Negeri Sembian, Malaysia
Welding Procedure Specification | WPS ) AWS D1.19
Duailed by Tasliag
Compary Mame (HIGHER TECH FABRICATOR S0M Bs4D Rarvision 1] Type
Wilsing Procidedin B Ciwin 111 FERRUARY Hoig Mol [ =
WPE Mo | MTFER-WPS-002 By QASOC Blmzhira =
Supporing POIR Bo(s) | WTFSE-POR-00Z Aitorized by Lioyd's Regisier Soonv Atomate x| |
Esla 12 FEBRUARY 5018 Autermalic ]
JOHNT DEBIEN USED POSITEON
Type  :CJF GROODVE WELD [SINGLE-Y) = Peaiion of Grosvs | AL Filla - ALL
Binga K| DoubleWed  :| | Nerical Pregiassian U (W] Dheran ;: Mtk
Baoking -Yes1| | M E
Backing Manaral - MA ELECTRICAL CHARTERISTICS
Root Opaning : Omm - 3mm |+ Zmm) Fgoi Face Dvm ; fimm - 3mm (+ Zom) Lo
Gooowe Anghe - 80" {+ 487 Findum] LI} - WY Transier Mot [GMAWN] M{W
Back Gougng | Y ""l Maitcad Wik Glotulm £ ] Pussd: | |
1 2|
BASE METALS Cusmant an [ DCEP{ ¥ | 2nd Puss and Abore
Maiorial Epac. CARETW ATDS i ASTHM A106 DCEM % | Tl Puia
Type o Gfade i - T B w ity
b e 4 e Tungsisn Elscynde (GTAW]  Serac Mik
Trickness Jmm b 21,54 File? - Max 2184 mm Typa: HIA
Dhamester [Pl 4" TO UNLIWTED
TECHMICUE
FILLEFR METALS (41 (rdl Eimnger or Wanve Bead' STRINGER & WERVE
AWS Clesmhicalion E-forn E-TOHE Mutigass o sing'e Pass (per sadal . MLULTIPAES
Camrsiar 28 ZR132/40 Hurnbar of Elecirodes: SIMGLE
ManvaciresTrade Mame LB LB-f2-18  {Hobelco) Elecimode Spacing Longitudnal: Mi&
SHIELDING Laterad: MGA
Flux - MEA Gas LY Argphe . A
Composition Y Cortact Tube ia Work Deftarce: WA
Eecim-Flus |Claas| - P Flowe Hale T A Paanng: ND
Gas Cup Sime 1WA Inferpars Claareng: GRINDING & WIRE BRUSH
= e T TR TR T
Prahast Tarmnp. M= 0" i for thickrarss] Dmen - Z0mmj Temg o0
" C lor thackness | 20mm abowa) Tire [
| Othaes, A
Irflerpass Tomp. Max 1 250
WELDING PROCEDURE
Fibasr Mt Curreni Travnd |
- Fsal inget
Parse Process Typs & Spmed Joini Diebais
Class Dia e Yiolts Rl o
| PASS SRR ETHS ;| DCEN 30- B0 -30 80 - 18l 20 mas -
ot !
IPRES & L ETHE A DCEP i) - B Hy- 3 W - 180 210 I_—I
ABONE LB-52-18
332 DCEP BO-13D 3-30 B - 16D 2.0 mas I__"_
LE DCER 110 - 80 a1 1] 80 - 180 2 0omaoc
dAnd ail joint deteils comging o AWS
011 Pgore 2.3
ey el _.-.;t_;‘_,: !h 12 I|
]
_ﬂ': ) - I
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! HIGHER TECH FABRICATOR SDN BHD
T T Mo. 483, 1st Floor, Wisma MCA, Jalan Baharu, 71000 Por Dickson, Negeri Sembilan, Malaysia

Frocadure Qualification Records Specification ( PQR ) AWS D11
Ousified by Testing X

Compary Mame - HIGHER TECH FABRICATOR SDN BHD Revision ‘0 Type :
Welding Processies) | SMAW Dates 11 FEBRUARY 2019 Manual [ x]
Supparting POR NoJs) : HTFSB-POR-002 By : QAGGC Machine L]
WPS Mo, : HTFSB-WPS-002 Auihorized by Lioyd's Regssar Semi Automatis |:|
Date : 12 FEBRUARY 2018 Aulomalic o]
JOINT DESIGN USED POSITION
Type  : CJP GROOVE WELD (SINGLE-V) Position of Groove ©  BG Fillet : Ni&
Single :[X] Double Weld : [_| \ertical Progressin up: 2] Do - WA
Backing :Yes:| | Mo: [®]
Backing Malerial - A ELECTRICAL CHARTERISTICS
Roat Opaning © £mm ool Face Dim : 2mim B
Grogve Angle | 60" Radius{J-Ll} : NIA Transtar Mode (GMAW) Shor-Circuiting: || Spray [ |
Back Gouging * Yes: || Method - MIA Globular Puised; | |
‘No: (X
BASE METALS Cument : ac ] OCEP| X | 2nd pass & ahove
Material Spec. ASTH 8106 : ASTM A8 DCEM| ¥ | 18! pass
W Ti
Type or Grads B ool ‘B Ofheer |
Material Grouping: GROUP NO Tungsten Elactrode (GTAW]  Size: NIA
Thickness: Groove : 10.87 mm Fillel : Mi& Type: NA
Diameter [Ppe) 6" Sch 40
R TECHNIGUE
FILLER METALS [ 12} Stringar or Weave Bead: STRINGER & WEAVE
AWS Classification E-T018 E-7018 Wulti-pass or single Pass {per side) - MULTIPASS
Diameter 28 2E&IZ Number of Elecirodes: SINGLE
|Manufacturar Trade Nami  LB-52U LB-52-18  [Mobalea) Elecirote Spacing Longitudinal: BA
SHIELDING Lateral: NiA
Flus [T Gas L MIA Angha: NiA
Composition  ; N/A Contact Tube o Work Distance: N/A&
Ebecino-Fiux (Class) WA FlowRale  :NA Peaning: MO
Gas Cup Sizs : KA Intarpess Cleaning: GRINDING & WIRE BRUSH
PREHEAT POST WELD HEAT TREATMENT
Prehaal Temp: : Ambient Temparature Temp. : NiA
Time T NA
Interpass Temp. Meacx, D204
WELDING PROCEDURE
Filler Matals Currant Tavel |
Pass Process Type & Speead P Joind Details
i
Clags Dia. y Amparage Vohs i f 1]
1 SMAW ET016 26 DCEN &0 72 644 1.12
2 SMAW ETO18 26 DCEP 108 4 1085 1.26 — - |
3 SHAW ETO1E 12 DCER 118 24 1255 157 IR @ T
4 SMAW ET018 a2 DCEP 118 24 130.2 122 l,;
5 SMAW ETO1E 32 DCEP 105 20 110.9 1.14 = —
B ShAW ETO1E iz DCEP 1182 1.09
Henriy Becker T KTT'ﬁr Eiﬂ
I el Y ip A e 2 i
gl s I |
212016 / 7 —
i
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1
' HIGHER TECH FABRICATOR SDN BHD
e ' Mo, 483, 1si Floor, Wisma MCA, Jalan Baharu, 71000 Porl Dickson, Neger Sembilan, Malaysia
Procedure Qualification Record ( PQR ) No: HTFSB-PQR-002
Test Results
Specimen Width | Thickness A Litimate Tensie Uttimate Unit Character of Failure
Mo, {mm) {mm) Load, Ib Stress, psi and Location
11.4 T3006 psi The spacimen shows duciie
™ 20.02 18. 3
S 22142 111455 N 503.36 Nimm2 fracture &t base melal
10.8 tf T4231 psi The specimen shows duciie
b 1994 0.3 206.9 105892 N 511.81 Nlmm2 fracture al base metal
GUIDED BEND TEST,
SFHM'::'H" Type of Bend Result Remarks
1 Transverse Side Beand Pass o vesinla open detect was obaarved
2 Transverse Side Bend Pass Mo visible open defact was observed
3 Transverse Side Bend Pass Open defec was observed measuring 0.2mm ai the weld matal
4 Transverse Side Band Pass Ho visible open deleci was observed
_VISUAL INSPECTION [ CHARPY IMPACT TEST
Appearance Acceplable
Undercul : NIL TAG NO. |LOCATION| VALUE AVERAGE
Piping porosity : NIL
Convexity - NIL
Tesl dale : 02 February 2019
Witnessad by : Lloyd's Register
Welder's name : Mohd Halis Bin Mohd Arsad
WC No . BE0403-23-5809 - . TYPE = HVN
TRA EXA TOP NO HVN
RT report no: TS/RT/TDEDO4 Result: Accept Basa Metal
UT report no: NIA Result: NiA HAZ
Weld Metal
FILLET WELD T - BOTTOM HO HVN
Min. size multiple pass Min. size multiple pass Base Metal
Macroetch Macroetch HAZ
WA MiA Weld Metal
ALL WELD AL TEN. = N, _
Tensile strength, psi : NUA MACRO EXAMINATION
Yield point/strength, psi : NFA
| Elongation in 2 in.. % . A Macro examination shows salisfactory penatration, no lack of fusian
inclugions and ofher defects.
Test conducted by : Metacos Engineearing & Testing Services Sdn. Bhd.
Test No: METSB 18-034
We, the undersigned Fatemients in this record are comect and that the test welds were preprared,
wealded, tested in acoo jrement of AWS D1.1 - 2015 Structural Welding Code
Signed Tithe : QAQC
Name Date : 'ﬂw’ﬁﬂ.
Signed Title : Third Party
Mame ' Date

m HIGHER TECH ENGINEERING SDN BHD



[AWS D1.1:3015
@ﬁ_‘ HIGHER TECH FABRICATOR SDN BHD
WELDER, WELDING OPERATOR OR TACK WELD QUALIFICATION TEST RECORD
Type of Welder - S0 Welder . TR
Mame :MOHD HAFIS BIN MOHD ARSAD identification Ne.  : B80403-23-5600
|Weiding Procedure Specification Ne. : HTFSE-WPS-003 Rev -0 Date : 18 JANUARY 2018
o ey g Qualification Range
Variables
Process / Type | Table 4.12, ltem (1) ] SMAW SMAW
|Btectrods { single or multipls ) | Table 4.12, item (7) ] Singie Singla
Currant / Polariy DCEF DCEP
Position [ Table 4.12, item 4] | [t All Positions
|weld Pragression [ Tatie 4.12, item (5 ] Lighill Lphill
Backing | Yes or No ) [ Table 4.12, Herm (8 ] NO WITH & WITHOUT
Material Spea ASTH ATDE GRLB Al base material in Table 3.1
Base Madal
Thickness : | Plate )
Groave A & mm to Unlimited
Filtgt 5 mm bo Unlimited
Thickness : { Pipe / Tube )
Groove 10.97 mim Thik. 5 mm by 21.684 mm
Filiet HIA & mim to 21.84 mm
Diamater : { Pipe )
Groave 8 in, 4 in, 0D o Linkmited
Filief MiA Al
Filler Matal [ Table £.12 ]
Spec. No, SFASA SFA 5.1
Class E-TME & ET018 E-T0ME & E-TME
F-No [ Table 4.12, item (2) ] 4 4
Gas / Flux Type [ Table 4.12 ] MiA A
Othar HIA WA,
VISUAL INSPECTION | 4.8.1)
Acceptable: YES or WD Yos
Gunoed Bend Test RESUNS | 4.30.5 )
Type Results Type Resilts
A . A
i _ A
Filel Tes! eSS | 4.30.2.3 and 4.30.4.1 )
Appereance IR Filler Size : NIA
Fracture test root penatration : WA Macraetch s M
[ Describe e location, nature and size of any crack or tearing of specmen
|inspected by - hua Test Number  MIA
Organization WA Date ;WA
Number Rezults Remarks W Resuits Remarks
0-18 Aceapt NSD 360 Accept NSD
18 - 38 Accepd Parosity
|interpreted by Test Number TSRTTOEDDN
Organization Date - 23 JANUARY 2018
WWe, e Undersigned, cerlly hal e i N Bd conadt and Thal e 1osl welds were prepared
wisklad and lesled in accordance with e o 4 of AWS D1.1,{ 2015 ) Struchural Welding hﬂ,;m
Code - Steel. Cﬁ,
Manufacturer or Contractor Bhd. Authorized By  : Lioyd W'T
i ool | | e
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Gas and Piping/
Pipe Line

We ensure the engineering methodology that comprises of latest
technology is utilized to profitably produce, transport and distribute
these products.

Higher Tech Engineering provide clients with a complete oil and gas
pipeline solution from GIS capability, distributed control and
instrumentation packages and a solid background in premits and
community relations as well as the ability to design and optimise the
actual pipeline itself. We have the practical experience, technical
background and specialized tools necessary to meet owner
specifications and government regulations. Our engineering
management covers the entire spectrum of engineering servixes,
renging from basic and detailed engineering to construcetion
supervision and project commissioning. We ensure the highest
quality standards bycombining advanced technology with extensive
knowledge and experience.
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Steel Structure
and Installation

Often times challenging project requires complex
Steel Fabrication. Our clients put their trust to our
unmatched capabilities of meeting their complex
design-build requirements. As the recognized
expert in steel fabrication industries, the core
priority of our company is to successfully exceed
client expectation by focusing on innovation,
knowledge and commitment on every each of our
professional work product.
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Steel Repair
and Maintenance

We provide of steel repair and maintenance services not
only in oil and gas bit also all engineering industries. We
will meet all your needed repairs and maintenance
according to your specifications.

Dedicated to provide quality services at an affordable
price regardless of the scope of work received either
major or minor. With our qualified technicians and
extensive experience, we will ensure the repair and
maintenance of our service will not dissappoint you.
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Ship & Rig Repair
and Maintenance

With an open sea accessible, strategic and ISPS
location in the main yard of Labuan and Peninsular
Malaysia, Higher Tech Engineering is dedicated in
hiring the most experienced and talented
management tfeam who understand the need to safely
re-deliver a vessel on-time and on-budget. Our
shipyards and our people are committed to quality,
confinuous improvement.
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Sea Fastening
Services

We understand the need for safety securing cargo and
abnormal loads at sea in order that no movement occurs
that may result in costly damage. The safe passage of
vessel, cargo and crew remain paramount in the
provision of sea fastening servoces and we endeavour to
design bespoke sea fasteing systems to meet the needs of
individual cargo and ships/barges. We are committed
and deliver services to the most demanding requirements
of offshore transportation with the capabilities of
customing solutions to suit your specific requirements.

With many years of experience in the oil and gas and
engineering industry, we pride ourselves in knowing what
you need, why you need it and having the best soltion
available.
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Blasting and
Painting Works

We provides various types of blasting and painting services
in all engineering industry. We understand that surface
preparation is essential for satisfactory performance of any
paint systmes will fail if surface preparation is inadequate
either in cleanliness or profile.

Our highly skilled blasters and painters are committed to
provide the best solutions, methods, quality and value in
areas such as Shipyards, LNG Plants, fabrication faicilities,
offshore and onshore projects and more. We work in difficult
to reach locations, for repair work or where there are time
restraints in completing a project. Rope Access is a mean to
complete your projects safely, on-time and within budget. All
our coating system are applied in accordance with the
respective paint manufactures specifications. This process
closely monitored throughout the coating application.
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Barge Handrail
Works

The main function of handrails is to act as a barrier
and guidance. Handrails are an excellent safety
barrier in case someone trip, missed step, or losing
balance. To prevent any accidents in the work
area, Higher Tech Engineering plays a big role in
providing separation, support and safety for our
customers.
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Tank and Bundle
Cleaning

We are specializes in cleaning tanks that are utilized to
store various chemical product types including crude oil,
fuel oil, slop oil, hazardous chemicals, wastewater,
asphalt and other products.

From rotine maintenance to remove solids and sludge,
decontamination measures, tank renovation or the
demolition and decommissioning of a tank, our trained
personnel will perform the storage tank cleaning.
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TA Project Petronas
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Vessel AT 300 Sapura
Subsea Services Shell
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SKD ESPERANZA JACK
UP RIG ROV PROJECT
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SUPPORT
BIG AND GROWING
ORGANIZATIONS

With the test of time, our strength and reliability have endured for four generations
as the Malaysia’s leading custom steel fabricator also in oil and gas industries. Since
2014, Standard Steel Fabricating has supplied and fabricated steel components for
virtually every type of steel building construction and marine structure.

Founded on the principle of delivering the best product at a reasonable price and a
strong work ethic, Standard Steel continues to meet the most demanding

specifications from plans to the delivery of required steel for erection.

Any organization that hire us, we will provide the best solution nevertherless of the
size of its organization.

HIGHER TECH ENGINEERING SDN BHD



+60 163410836
+60 1127366551

admin@highertechengineering.com
mnasir@highertechengineering.com
husaini@highertechengineering.com

HQ

No. 130, Batu 1 Jalan Bypass,
71000, Port Dickson,

Negeri Sembilan.

KEMAMAN BRANCH
Lot 10, OYP Il, 0222,
Kemaman Supply Base,
24007 Kemaman,
Terengganu Darul Iman.

LABUAN BRANCH

U0472B, Tingkat 2, Blok A,

Phase 3 Lazenda Shophouse,

Jalan OKK Abdullah,

87008, Wilayah Persekutuan Labuan,
Malaysia.
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