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VISION
Strive to develop into leaders in 

the field of HDD & Infrastructure 

within the Kingdom

To provide efficient, reliable, and 

competitive services that 

differentiates Target Arabia from 

the market

MISSION

TARGET ARABIA
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Company Overview

Target Arabia is a Thrust Boring contracting company 

specialized in Horizontal Directional Drilling (HDD) with 

vast experience in the field of Construction & 

Infrastructure. Target Arabia’s continuous growth is in 

synchrony with the expanse of the Kingdom’s industrial 

sector, which in turn adds to our team’s professionalism 

and knowhow in a variety of different HDD applications.
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HORIZONTAL

DIRECTIONAL DRILLING

introduction

Horizontal Directional Drilling (HDD) is a construction method used for the

crossing of obstacles found along pipeline route, such as roads, rivers,

sensitive areas, etc. This is a trenchless construction method, avoids cutting 

and/or interruption of obstacle, and eliminates large environmental 

impacts associated with excavation of a trench.

Horizontal Directional Drilling is the application of the proven directional

drilling techniques, used in Electricity, oil and gas well drilling, to steer a 

drill bit along a prescribed pathway beneath an obstacle. This pathway is 

then enlarged and improved such that a pipeline or conduit can be 

installed beneath the obstacle to be crossed.
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HORIZONTAL DIRECTIONAL 

DRILLING TECHNIQUE (HDD)
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TARGET ARABIA

QUALITY ASSURANCE

The procedures described in the following QA/QC will describe in 

layman’s term the safe and proven practice for HDD method of 

insertion of HDPE pipes, the procedure is the same each and every

time, the only changes are the location and the HDPE pipe variation. 

And this does not change on either safety or method of execution.

PAGE | 08

لمقاولات ل العربية  الهدف  مؤسسة 

TARGET Arabia Contracting Est.



TARGET ARABIA

PAGE | 09

لمقاولات ل العربية  الهدف  مؤسسة 

TARGET Arabia Contracting Est.

QUALITY CONTROL

In order to drill a pilot hole precisely fitting to the planned profile, 

progress of the bottom hole assembly must be monitored carefully. 

Specially designed drilling bit tracking systems are employed for this 

purpose.

The heart of a tracking system is a transmitter (or most commonly

called sonde) located in the nearest position to drilling head. 

A sonde is

secured to drilling head by means of a locking mechanism and

measures the inclination and roll angle of the cutting head

continuously. This information is relayed to surface by radio waves

and received by handheld receiver to display positional information

and depth in such a way that the cutting head can be steered in the

intended path in real time.



TARGET ARABIA

The Pit Construction Layout

A cross sectional diagram showing a layout of pits required for HDD 

work. Size of pits shown on this diagram are approximate. The exact 

dimensions are calculated based on the length and size of horizontal 

bore.
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TARGET ARABIA

The main stages of the HDD technology are :

• Drilling a small diameter pilot hole by means of remotely       

controllable drilling assembly and pushing a drill pipe along a 

designated curved profile.

• Reaming the pilot hole to a diameter suitable for the installation 

of the pipeline string.

• Installing the pipeline into the reamed hole.
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TARGET ARABIA

Stage 1.        

Pilot Hole 

Drilling 

Drilling a small 

diameter pilot 

hole by means 

of remotely 

controllable

drilling 

assembly and 

pushing a drill 

pipe along a 

designated 

curved profile.

PAGE | 13

لمقاولات ل العربية  الهدف  مؤسسة 

TARGET Arabia Contracting Est.



TARGET ARABIA

Pilot Hole Drill

A small-diameter pilot hole with 

directionally controllable down 

hole tools will be drilled by 

precisely following the planned 

profile. Pilot hole is steered into 

the planned course by means 

specialized cutting heads and 

directional control devices. 

The most common tools used to 

deflect a horizontal bore are:
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TARGET ARABIA

Stage 2.           

Pre-reaming 

& Reaming  

Reaming the 

pilot hole to 

a diameter 

suitable for 

the 

installation 

of the

pipeline 

string.

PAGE | 15

لمقاولات ل العربية  الهدف  مؤسسة 

TARGET Arabia Contracting Est.



TARGET ARABIA

In order to achieve the best directional 

control, diameter of pilot hole must be

as small as possible. Thus, pilot hole should 

be enlarged to a suitable diameter

to allow easy installation of product pipe. 

Reaming operation is done upon

Digi Track transmitter & receiver and

different kinds of sonde.

completion of pilot-hole drilling and 

normally carried out from exit to entry

pit.

When cutting head of a HDD rig surfaces at 

the exit pit, all tools and tracking

systems are unscrewed from drilling road 

and replaced by a reamer. Reamers

are fabricated in various sizes and 

sometimes more then one pass of reaming 

is performed to enlarge the desired size. 

There are various types of reamers for 

different ground condition.
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TARGET ARABIA

Stage 3.        

Pipe Pull 

Back

Installing the 

pipeline into 

the reamed 

hole.
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TARGET ARABIA

Preparation of Pull Back Segments

On the exit side, the pipes to be installed 

will be welded to form a continuous 

string of sufficient length to cover the 

whole distance from entry to exit point. 

Prior to pulling, whole pipe segment is 

placed on a launching ramp consisting of 

roller supports with predetermined 

spacing and inclination to minimize 

friction losses.
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TARGET ARABIA

Pipe Pull Back

On the exit side, the pipe to be 

installed will be jointed to form a 

continuous

pull back string of sufficient length 

to extend the whole distance from 

entry to exit point.

Then this string is coated and hydro-

tested up to the required

standards.

Prior to pulling, whole pipe segment 

is laid on a launching ramp 

consisting of roller supports with 

predetermined spacing and 

inclination to minimize friction 

losses. Special attention must be 

paid to avoid tight bends beyond 

elastic limit of product pipe.

PAGE | 19

لمقاولات ل العربية  الهدف  مؤسسة 

TARGET Arabia Contracting Est.



TARGET ARABIA

DCI Track transmitter 

Surveying Technique:

The radiosonde system used for bit tracking 

in Position and orientation of cutting head is 

continuously transmitted by electromagnetic 

waves and used by drilling crew for steering.
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TARGET ARABIA

Bentonite Pump

The Bentonite high pressure pump is situated at the rear end of the 

drill rig,

together with the connection for drilling fluids.

Mixing Unit

The drilling fluid (water and 

bentonite mix) is prepared 

in a Bentonite mixing and 

storage system. The mixing 

unit is equipped with double 

tanks, each one with 

sufficient capacity for 

holding up to 4000 L of 

drilling fluid.
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HDPE WELDING

Butt welding is a welding technique used to connect parts which are nearly parallel and don’t 

overlap. It can be used to run a processing machine continuously, as opposed to restarting 

the machine with a new supply of metals. Butt-welding is an economical and reliable way of 

jointing without using additional components.

Usually, a butt-welding joint is made by gradually heating up the two weld ends with a weld 

plate and joining them under a specific pressure. This process is very suitable for 

prefabrication and producing special fittings. The material is usually ground down to a 

smooth finish and either sent for processing or sold as a completed product.

This type of weld is usually accomplished with an arc or MIG welder but can also be 

accomplished by brazing. With arc welding, after the butt weld is complete, the weld itself 

needs to be struck with a hammer forge to remove slag (a type of waste material) before any 

subsequent welds can be applied. Another advantage with a MIG welder is that a continuous 

copper wire is fed onto the stock, making the weld virtually inexhaustible.

TARGET ARABIA
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TARGET ARABIA

Pipe Jointing

Pipes to be installed will be jointed as to form a continuous pull
sections. In order to minimize frictional loads each pull section should
have a homogeneous outer diameter and cross sectional shape.
Therefore, pipe collars with larger dimensions, extrusions on outer
surfaces welding rims, axial deviations, etc. should not be allowed.
HDPE pipes are normally jointed by arc welding. Before welding, each
pipe end must be cut in straight and perpendicular to line axis and
smoothed if necessary. Then, both ends are beveled at 45 degrees by
suitable machinery and perfectly aligned by means of external clamps.
If required, both ends are preheated to required temperatures before
welding. Then, pipe and are fused by using welding electrodes 
approved for high tensional applications. Final stage of welding is to 
remove external protrusions or rims with grinding machinery. Lastly, 
coating materials are applied internally and externally to prevent the 
pipe from hostile subsurface environments.
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TARGET ARABIA

HDPE (High Density Poly Ethylene) are jointed by 
butt fusion process. 
Butt-welding process performed in different 
stages:

a) Alignment Stage: Both pipe ends are fixed by clamps opposite to
each other. Operator must secure both ends such that the axis of
two cylindrical sections are aligned perfectly and locked
permanently by clamping devices.

b) Milling Stage: Both ends are milled and smoothed to ensure the
cleanliness and perfect coupling of the surfaces for welding.

c) Adaptation Stage: Pipe ends are pushed against a heated plate in
order to produce a molten rim of plastic at both ends of pipe.

d) Heating Stage: Newly formed plastic rims are heated to welding
temperatures. To avoid further growth of rims, applied force is
reduced to minimum.
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TARGET ARABIA

Bundle Formation

If required, HDPE (High Density Polly Ethylene) pipes can be pulled

in the form of bundle. A pipe bundle can only be formed if each

element of segment has similar physical and strength 

characteristics. In other words, bundles consisting of steel and 
poly-ethylene pipes are not advisable.

If the shipment lengths of HDPE pipes are less than installation

lengths, individual pipe pieces are butt-welded to form continuous

segments of sufficient length. Then these segments are bundled

together in the desired formation and strapped. Bundles of pipes 

should be formed in such a way to withstand tensional stresses 
imposedduring pipe pulling.

All pressure tests, if required, should be done after pipe bundling in

order to check integrity of strapping material.
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TARGET ARABIA MAIN WORKSHOP
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COMPLETED PROJECTS
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C o n t a c t  D e t a i l s

Kingdom Of Saudi Arabia 

Al Khobar, Sunset Building King Fahad Road 

3912 P.O 34226

Email: info@target-arabia.com
Email: sales@target-arabia.com
Phone: +966 564 693 444
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@Target_Arabia

Website:
www.target-arabia.com

THANK YOU
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