Name : Mohamed Adel Ghazal Hashw

Address . Elbehera, Damanhour
Phone : 01019242272

E mail : mmmmoh8063 @gmail.com
Date of birth : 25/1/1986

Military services : Exempted
Education:

¢ Industrial high school (2007)

Jop title:

e TIG Welder

Experience

e ERC Refinery Project (GS).

e EME (Elkorom Middle East)

e Energia ( Elshabab power plant)

e EME ( Elgata power plant)

e KAHROMIKA (Cairo west thermal power plant)

e MEGA( Elbrolos power plant)
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WEDT DAMIETTA PROJECT 1Ay T TREITT

Walder Nama | Mohamed Ades| Hashw ._Jihnnmunllun. t AOME BEC 1X 8tamp No. ARE-N310
WI"‘i Mot ARE.DEMAY ) - Date of Test : 21/4/2017
— —_— T Actual Vajom Qualification Rango ' )
Weldng trocess (e8] ((QHY-38G OTAw GTAW
Lrocess Type (Manual SemlAuto), Manu. Manual.
DacAlng (MetalWeld Metal eet) (( QW-402.4). Witlo, Without & With Backing
it fel e QIVLIL o evmine e a0 TAR.ND P. No.1 Through P. No.15F,
AR P.No 34 and P.No.41 Through
B P.No.49
Ihickness
glﬂ(ﬁftj . 8 1hm 16 mm
Fillet _N@f/\ | All Thickness
Q&mz.(_(lw_i@;*'m). X
S;ﬂ?m 2.5 heh z 27%" Inch
F _ N.M all Diameter
[, No, F.No.G F.No.6
Classification ER 705-3
Peposited Weld Motal Thickness ( QW-404.30 C A
Groove 8
ot mm 16 mm
N/A All sizes
Consumable Inse Y
Motal Product Form ( Q ! 3 o ,
0 - ;
Eliler Metal Product Form W-404.23 Bare ( solid slectrode ) Bare '
— COuKtlo lajTiod (§WV-108) o ar il J:. ‘ & l
' ] RuLe (2 ’
Weld Progrossion '
Gas Type_( QW-408) Jp Hill Only
Backing Gas |
Electric Charactord tlics (QW-409.4 -
Current
Polarity { Pk DC
Straight PY.
. 91 Flarity (EN) Straight Polarity (EN)

Tungston Elo clrodo

All

2C8 ntable (Report No. : QC-WD-ARE-VT-15) '

Guided Bend Test Result QW - 46;

g2 (a :
| Guided Bend Test Resulls J WW 162.3 a), QW 462 b)- N/A
, Slda/ Faco Bend - N NH-_\___________
. N/A
N/A &

N/t (QW -304 & QW - 305)
& Rtmt_:;_tlla: CC-WD-ARE-RT-00

N - 962.4(a), QW -462.4(b)) - N/A L
qing of spmclmﬁm\LZ%‘

SARAARLLRRLEYYTF o ’A
.ulilili-ll.ll.llnli|l
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MEGA

FOR CONSTRUZT'ON & INDUSTRIES

Q.C Department

Welder Performance Qualification (WPQ)

Code: ] CERT:290

Company Name: MEGA ~
Welder Name: MOHAMED ADEL GHAZAL Identification No.:M347

~ Test Description

WPS Followed: 001 Rev.No..
Welding Process: |GTAW Process Type:
. . Base Metal.
Test C (2"
est Goupon Size:i2" Fipe Base Metal Thickness..
lQualification Date: [25-09-17  [Supported PQR No.. .
Testing Condition and Quat

Joint PreEaratiog_ and ngdin Variable Actual Values Range Qualified

All P No.1 through P-No.15F P-No.24, and

P-No.41 through P-No.49 material welded
Base Metal P number P1 to itself & any unassigned metals of similar
chemical comp.
S T A DS R e Pipe / Plate Thickness __ - 5.54 mm _ up to1 1.08 mm__
Ay \ AR Pipe Outer Diameter 2" pipe 1" to Unlimited
Tinm - S : - -
e Y. o JE A gl Joint Design qroove butt weld
;' ROmn i Backing without With and Without
Backing Metal | Without With and Without
T= 554mm Filler Spec.No.SFA r | 5.18 B 5.18
A= 70Deg — ER7056 6
RF = 1-2mm F Number . F6 | . AllF6
RG = 2-4mm Process 1/number of Passg , Single/Multiple passes
— N

N.A

Consumable Insert ) A
GMAW or PAW ] A,
Filler type =
GMAW,GTAW or PAW - NA N.A.
Gas Backin . . _ '
GTAW PA\?V or GMAW :]4 without With and Without l
' — 554mm____ — 11.08mm____

N.A.

ﬂi DCEN

l Vertical Progres
Electrical Chart_ E .

TestResults
Non-Destructive test results

Radiographic Test

Filleteld

his record are correct and

I We cerify that the statement in t :
ts #ASME 1X | &

in accordance with the requiremen

MEGA QC Enginee

< Name:MOU
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] RECORD OF WELDER

QU}\LIFICATION TESTS

e e, e i il WPQR!
Welder Name Mohamed Adeel Hashw

URENG WPS No, 811 Rov,

The above woldor or welding ope
Variables Usod in Qualificstion

Stamp No.

KGPA2
t

1

wrator Is qualified for the followlr

Variablos Qual

racons GTAW Type MANUAL . GTAW
Type of joint GROOV: | CROOV
Backing WITHOUT e WITHAND W
Bagae Motal
Spee. type & Grade SAT0GGR.1B
To Spee, Type & Grade . SAMOGGRB
P.Nao, 1 GrNo 1 To P.No. .1 GrNo 1 From P.No. 1 ToP.No. 8
Thicknoess 3 MM ol UPTOGMM
Pipe Dia "l o . A"TOUNLIMITED -
EILLER Matal ~
Spec. No, SCAS. 10
AWS No. {Class ERTOS _ | | e ——— . . !
. No. 3 _ | 3 __ALL F6 ASME CLASS EQuIV.
Deposite Weold Motal Thick. IMM UP TO 6Mm
. | ALL
| e

Type and Fig. No.

\

For Alternative Qualifien ion of Groove Woelds
Visual Examination

_ UK
Radiographic Test Results RT001BY MASSA)
illet Wold Tost Rosult WdJd62.4(b)
Fracture Tost o A
Macro Test | ~ Fillet Size i TRt = - e e
Test conductod by Laboratory Test No, Data —-

In this record are corroct and test walds 'j T propa
accordince with the requirements of Section IX of the ASME Code
\

{
"

e certify that the statement

. Fed , welde ”
and tested in - Welded

| . J"/., \
e . _ _ a7 .‘ﬂ-.-. .'L\
AL ALI ELSQUOY SABRYASOALAM =~ - I s
s ey T Al
X ) e _.( e 'f‘ f’ ‘ 2 & r-__.. ek
;E | i - | X .“:11\ 1 *J‘ {'\ i
- . 1* . I [ 1 l\l 'I‘ ' _h + l\ '\‘
nf-*‘f BT | | " : H:’.- . e ) . ."‘I‘\ \:\\. h -.ph"'u
j“: ":;;: ' '\.ll & .L_LHL “;\ . o
I\'*tp " f
b 't * % 4 j"'
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- 'I— - .-J-. — .|-1I . r.'.'r:' nl- ey oy 1 g el -y __t i ': - ~ — Mﬁﬁi}ﬂ“* . . L .| 3 . 5§ : o el .
4 F - — Pk .--_ : ‘1 g .l e — e L T * e - _

- *--..4. R

CAIREYWER T THERML Bow:i AN f COUEASIAE 1/
T SR i, FIA- 100611006
Wit DERE QUALIFICATON 1iz60RD HEVIBION: 0 ;
——— et “ oo kg
ot N ﬂ Mohamed Adeel Hashw__ MGL _ W6
R e \Mhi \ Gl‘”‘AW — e lype MA NUM ‘
R o WY M\\\\N Ly wekler GO \whlinu nl Gl m)lluun - . 519 m
.‘ thase hiz_mw\}mw X :\mn m n K . GG P -
Aol (X Sy Avtonatio Vatablea f‘w pach |‘mwan((aw J!&O) :
Kacking (Metal, \Weld Metal, Wakiexd frons both afdes | X elc) GTAW - WIT .
P To P-No P2 P2  From PTo P11
Plate 'mﬂ-?m;ul;:(énlnr dlameter Il plprﬁ v J 57mm ;Lr‘?‘,;rnE* PIPE OD
o L Q{Wﬂﬂamn (SF A} : ALAB Classification ER 705-3
Fiter Natal B Ntuuhar h . FG _F6
Consumable Isert for GTAW and PAW ' NONE NONE
Weki Dems;ltun Thickness for ench welding process GTAW = 5.5mm GTAW -11mm
© Wekd Position (1G,5G elc) 6G ALL
l"u‘-nrtmlmt (Uphil, Do\mhill) ‘ | Uphill Uphill
Backing Gas for GTAW, PAW or GTAW, Fuel Gas for OFW -f. _;r_—-—_#__ N/A
GMAW Tranafer Mode . N/A: _ N/A
Welding Current Typa / 'rladity b e ;‘.{;\ J GTAW -DCSP GTAW --DCEP |
GTAW Filler Mclnl Type (Flux Cored /bar(Solwd)or Metal Cored / inc;) ! ) ;';. GTAW - Solid | GTAW - Solid
Machine Welding Varlales for Ulo Process Useced . ﬁ Actual Values ‘Range Values
Direct / Remota Visual Control (GTAW) N/A N/A
Automalic Volmge; Control (GTAW) N/A N/A ‘
Automatic Joint Tracking : : N/A N/A
Welding position (1G, EG:' elc) | N/A N/A
; Consumable Insart i ' | ‘ N/A N/A |
Backln; [Mnlnl Weld matal Woldud from both sidos, I'lux olc) | N/A - _ N/A 2
PR : Gulded Bend Test Resul _
pe of guided bond [es! Sldo Results - Trans R& F Resulls Long R & F Results
1L -‘ NIA NIA NA
% i .\ S——— |\, N/A
; N/A Nm N/A
| .. nl oxamlnnllnn maulls(QWL:’.U? 4). ACCEPTABLE VT REPORT# wcn' 030 DATE
! .. idiographic Tost rasults(QW-101): ACCEPTABLE RT REF’ORT# 10051-WWQT-042 DATE
’ 0 lltarnatlve qualification o of groovo walds by radiography) K ,
# wuld Fractura Test:  N/A Longth and pareantags of defoct: NA mm
'ki 0 Test fusion: N/A W‘W ‘ 'mnlcl & Ritrical | Concavity/Convity: N/A mm
t ; Woldlog Teat conductod by:, - AL RAHROMIREIVE {DING ENCINEER - :
k leal Tosts Conductod by; ___LKATRUT TP . e ,,

_ i
€ cortiy that tho stotomonts In this rocaas 3 Ewaon nnd Lhat {18 At toninene re prepared, and test in

.ft_,,‘_.':m,.z Wit the mqulromunln o Septio % 1\ "T YR |m-nmh@5 RE VESSEL CODE.
WN&MD CA/\LAL = /LQQ

Wy | irl"l;: '?"'ﬂ"a.n-'.‘ g [
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RECORD OF W LFICATIO
\ AP WELDER QUA WQT 091 |
\ Ut\t\‘ l . l
) | | HH““:‘- ‘I ‘:L._*-* )

"~ 3
i\ul DER NAME  Mohamed Adeel Hashw e & TAM!

: - -' HATIOHALITY  FGYDPTIAN
1 LAIE OF BIRTH Lt I,

- e L

N QUALIFIEY ‘ * - V04
A BREEN QUALTFIGL USING W N PROA W : 1 1

il
E | \
- - P LA L o Ll
‘. . ‘h-l- 4 =) - .I’ - L]
L] ] y M | -
r | ' -

MANUIAL

el W B e S . : m WE & Py

}‘I\C‘IL RFAN w AW

\
B il = 5 ——
- ® = gy o bl o P

.k N - - =y . : l;-'l.“nrﬂ - ot PR o ..:.;..p--- . . - i | TE - ,: '
T T G ARIAGLES \ M‘lllnﬂ J‘J AES USED (tl QUAL. OQUALIFICATION RANGE :
hY e ‘ ¥

i .
\.....,,. B TS PRI, s .. - _ T - PRIy SIS K \ . _ .........:..l:iq e weny e oL i : ”l‘\
. RACKING Lk

e —— o St o (o S AR 1S S0 e i | *T,"'"f‘ ,.‘ | nonnm_xrrr\ll'nnn lml

!
| |
W

3ASTE METAL {P-NQ) i
\P St Al y r e ._p][i._ ' PP sy

PLATE OR PIPE (Entet dinmeter il PiPed .

GROQVE
FILLET

. — iy il = &

i
|

WELD THICKNESS B |
1‘ - A MM 0 rALS
I GROOVE

: FILLE] Ut ¥

~ GROOVE GROOVE |
L AL

B - Y =
h_..—.._.--——‘ S - — i W - —— . [} ® :

|

|

FILLER METAL \ 9 , |

| 0 ER XX O ¢

i SPEC & CLASS | SEER 70 53 |

\ F-NO |
FILLER METAL VARIETY (GTAW) .

\ rwm‘“*'.. EWHZ

(H\]RUMH"LL N*\Lm_ ll.z.j mm : R ey vt LSt A e

W~ Ry o 56 | N..l e Lal
IP*w:lTlD\v N sy o e e \

AT | e ~ : upnu.l ;
| WELDING PRGGRESSIOh_!_ R W T CURHILE . e S
P nac CKING GAS 8 | L. N L ey oo =i
e e MODE ; NA
!uﬁ"“ HMNS ER rﬂODE R N._'__ + S e e o iiomen = _— — st iapan ........\
EUURRENT&PDL.\RITY g _ 4 B U 5 B
I & " PSR L,umrnnn—sl RESULTS
i et mm b v—— - - e p s T i - TS \
nesutts o | TYPE ] RESUL
‘ I TTE_E' L _ 1 : SR o ll' ----- v - -
a i ; NA . A O NARSES | —— M ‘.
B | I e R e - i
. | - N e e - e
—-— TN ’ ORT NOWQT 36 VI REPORT
- CCEPT I | REMOI £
: sRAPHIC TEST RESULIS A R g AR #
r Ll:thOL: = e e il ‘
g ‘ FILLET WELD 1051 RESULTS

| NA | EHGTI R PERCENY DEFLCTS f\//\ ’
 FRACTURE TEST = ; /Q
e size N/

MACROTEST NA
APPEARANCE ' / /M\
NOTES f*‘f /)

[ il P

P—

o - s —— R

F.r' r

CFiuu‘f Mo 091 \
‘lT.r.:s'r conpueTEn BY )T Gh g _‘ |
|

[

|

_——

- .
e e i S g wpp e Sy S - .

it » ‘ : i IR
Wi CERTIY THE STATEMENTS IN TIIS 1P vmtnmm' qpc 1 AL TTAT i \:«u Ll)‘I WE R |mﬂ| 2%? :::‘g {m |
AND TESTIL 1t ACCORDANCE WITH 1) R uummgn m i AWS DA . \

- A% o I o e - Sy e W — = w il 4

Wasa Bespny ppEtms. b vl s """ ”. i“;" . o ~ i;’\h":"f"—"'"h' otk ‘H-_ Rl h1' lnn'"l‘ vt
T mo.[_l_”] — - G LTm\ nwmoluum - : e l

llutu +h"‘J" VT T

.4
" I.If 1R AL

5 1 I'wn‘ Sy (I HHH' l‘:I l‘ ”-“ N N
| . fie | i el o | : “
1 B . : Mmmmmml l l'l N h"
o R 5o L " , \ (0
: g B TIE | el ‘ o gl

_— y | A e b _"'t [\{f\"i'1
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. E A? 569 WELDER QUALIFICATION ’ﬂf‘

j -l__ "'"l i_"'d-_r-h - CARn f---"-tﬁ
j |
: (Project Title : West Damietta Fower Staticn

Job No. : 3062

Welder's Nae : Mohamed Adeel Hashw
:ARE-N 3in
- ZTHMIT

o S5

!Fh
.,L-.- i

B Stamp N
i
as

|
I
4
Rev: - 00 ;
k

WELDER IDL“JT?.-’-'{ Ot CAAD (ASME 1)
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NAME ___Mohamed Adeel_ Hashw

STAMP NO

i i I

Ty v i e =k T A —— "F:'*ﬁhw N Py
] P 1 ™ 3
i i-

MhMM- L b
s b A

Mus. (203
PROVCC]

g‘* S L]

el g 4 o — ol il o e

PTI QA/QC f\n;\MmDQUQE}\{g M.

AUTH. ENPPICOMPANY M i/ DAFLI ATTAII

\

———— ———-——-—b...._...a -ﬁa-rm
T' I; -' '.f }”
| Wel{l /f
{-:-.
CPROC “n'ﬁ
,‘.

'b GIJ\W ((..5

lllIIHII

e This' Cardus valid unrar

.« This Card'may be glnceflad by (0 Inspector If wa
i v l'hIE Cﬂfd Cﬂﬂhﬂ‘ﬂ hﬂb“

0er

q
e
I_-'?F W SREPERLF R Y B | e T W O . Py S h#““‘_—‘_—“hﬂm““w“i'l

:ml U,uuqz. Welding o ;
U th.lUN;h HIMA R WIS NI
6 { ER’?US-J 0%
04-12:08

00

[ the prajact.
i<l 0 id quality is not satisfactary

( add ot scralchad aftar stamping |
!" i
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RECORD OF \ll‘ELDER Glza north Power Plant .

1 IKromm AUALIFICATION TESTS TR Ol
AMIDODLE EAXYNT WPQR
_ 1d
i' Welder Name Mohamed Adeel Hashw e stamp No. KGPE30
| Tha alove welder or welding operator is qualified for the following variables
Variables Used in Qualification Variables Qualification Range
Process SMAW  Type MANUAL SMAW Type  MANU
L o ) e ——
Type of joint GROQVE GROQVE AND FILLET
Backing WITHOUT WITH AND WITHOUT
e —— ——_-__——_—_———__\
Base Metal e
Spec. type & Grads SAI0EGREB
To Spec. Type & Grade SA10GGR B
P.No, i GrNo 1 To P.No 1
! e *— _1 7: o _1 GrNo —1  FromP.No 1 ToP.No.
P‘::hnlia *_S‘\;—;\ U PTOGSMM 14.22MM
‘ - 2 78" TO UNLIMITED
FILLER Metal - R
Spac. No, SFAL 1 ‘
AWSNo.(Class) e
F. No. : e U —
Deposite Weld Metal Thick. rRRLLI —'M'_L&M'L‘_‘———————— e
= - —— X8
Welding Progression  wmi - a0
Backing Gas | GTAW = Ty 0 thu
Slectrical Charactadstics o~ t:‘ f ~
Cureat DC - Polanty | | -
Yy DX -
Transfer Moda (GMAW) NA . F—————— Yy
Other R T s e S
|

-___—_-___'__—-—————_..

GUIDE BEND TEST RESU LTS QW 462.2 - QW 4&2 3
- ~{a)-
| -

v - ‘. } \‘
< X —
. Vi ol For Altemnative %[iﬁcaﬁan of Groove Welds | QW 304 . QW 305 )

K

| Radiographic Test Results B RTGD{ [E-Y h@_—
] Boactorn Test Fillet Weld Test Results QW 462.4 (b

1
} J_‘, B e ”::?’r I
- et , |
;“.t'l"l ¥ L bl 4L a!‘]‘ ' l\‘ v* Il
1 A E\ “m‘l e EA T SABRY ABO ALAN - Xt
il : i y L ——— e ———— P
".-“ -1-: r_ kl__ _r: L N .. . % " : ‘—-—-—_—__.._.__‘_- ‘
:'- . i35 A% i ,' . i
2 !_:f_l' '-*:; e ' 5 = \!
CRE. . . 4 !
Lt 1 - -,_.;“ f_.-_""_'l.
4] ' 5 _.I _:'-!‘ P _..* " o .'"*‘__-.. | |
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