CURRICULUM VITAE

o Name : Mohamed Adel Abd Al Monem
o Mob : 00201023154710/01128987759 Egypt)

e Gmail: mohl1234moh1234567890 @ gmail.com

Personal Profile

Date of hirth ; 15/01/1989

Nationality ; Eqypt

Religion ; Muslim

Sex ; Male

Marital Status ; Married

Languages ; Arabic, English,
o Diploma

Work Experience

Two Years Worked Experience as Welder in Orascom — Eqypt
One and Half Year Experience as Welder in BSB - Egyp
Three Years Worked Experience as Welder in Kahromeka — Egypt
One Year Worked Experience as Welder in Mitsubishi — Egypt
Two Years Worked Experience as Welder in Aresco — Sudan
Petrojet Company - Assiut Petroleum Site

Al - Krum Company - General Electric Power Station

Working as Welder in Qatar Steel — Qatar

Working in petroleum pipe lines company - Egypt

Working in Petrolet Pipe Line Company -Egypt

Working in Misr Gas Company -Egypt
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QW-454 RECORD OF WELDER QUALIFIACTION TESTS [oate : 02102017
Campany : ERC Porject Title : ERC Refinery Project 4
Contractor : GS E&C _[specification : ASME SEC X £7T04-CS-00-75-003 ‘!“”“'”’"“"
Welder Name : MOHANED ADEL ASDEL MONEW Stamp No.: GS - 708
WPS No: GS-WPS-P1.GTSM-001 Rey-01 Date of Test : 26/09/2017 o]
The above welder qualified for following ranges as per QW-353
Varioble |Actual values |Qualification Range
-350) SMAW SMAW
tol gct.) { QW-402.4) SMAW - With Backing ) SMAW - With Backing
Material Spec. { QW-403) Pl 1 Through P15F
(A106 Gr.8)
Thickness
Groove 10.97 mm N/A
Fillet N/A NA
6" NPS 21/2" NP5 (73 mm OD) to Unlimited
N/A All
£:4 (With backing) E1 to 4 (With backing)
(E7018-3 HAR)
Deposited Weld Metol Thickness { QW-404.30)
1 697 mm Up to 13.94 mm
NA Al
No No
Eiller Meto! Product Form { QW-404.23) N/A N/A
| _ Position Quolified (QW-405) &6 All Positions.
- Up Hill 4 T URHIIONly - - e ———
N/A N/A
Electric Characteristics (QW-409.4) '
pc oC
Reverse Polprity (EP) Reverse Polarity (EP)
sual Examination Result (QW - 302) : Acceptable " Prolongation for Approval by Emplayer for the following 6 Month

(Report No. : ( 7T04-CS-APN-RT.GS-WQT-ND-0780)
Guided Bend Test Result QW462.2(a), QW462.3(a), QW462(b)- N/A

I Date Signature Position RT Report No. | Contractor Company/TPI

(Report No,: — )

Guided Bend Test Results Result
Side / Face Bend - N/A

Macro Examination - N/A

Radlographic Test Result (QW-304 & QW-305): Acceptable
(Reports No: ("N-G-APN-RT.EISMM»WQT-NDM)

Fillet Weld Test Results {See QW-462.4(a), QW-462.4(b)) - N/A | ll_
Fracture Test (Describe the location, nature & size of any crack or tearing of specimen)
Lr AT N/A
Length and Percent of Defects ........N/A........ mm craneneNfALLLL% ; Macro Test- Fusion N/A..
Appearance - Fillet Size (leg)........N/A mm X N/A. mm ; Convexity .......N/A.....mm or Concavity ....N/A....mm

Wewmythnmcmmnhm!svecordmoomctmunmmsmmpaud.mmdmduwrmmndmsalx&ﬂu-cs-oo
T5-003

GSE&C Company/TPI
Name: : Mostafa Kamel SSwilam
Designation: Welding Engineer e
Signature: z @._,/--’ - ?
gnature // ‘ 4 ,0/{:”
Date: "o ot

A
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PROJECT CONSORTIUM

ELSEWEDY

2015_21 BENI SUEF CCPP ELECTRIC
WELDER PERFORMANCE QUALIFICATION RECORD (WPQ) ‘—'P Py
(AS PER ASME SEC. IX)
NBJI:L‘T: BENI SUEYN COMBINED CYCLYE POWER PLANT grmm Nax o
OWNER: UPPER EGYPT ELECTRICITY PRODUCTION COMPANY icumncxr; Neo

‘mﬂl'ﬂlo

LCO.VTRACTOR EI.SSWEDY su:cmc Lo

MOHAHED ADEL ABDEL MONEIM  Test Description o 1
AWELDER'S NAME Iden(ification No: PSC-D24  STAMP Nu.: PSC-024
WPS Na: PSCWPS-BEN-0? RevNo.0 Test Date: 02052016
W1 Cropen & Prodestion Weld
Specification of basc metakin): SAS16 Gf70 Thicksess: 20 mm
o Teating Ceaditions ssd Quabification Limits
Welding Varlableq QW-350) Actunl Valees
Welding Process ) 1] SMAW SMAW
Type (e Massal or Seml -Auo) | B Mamuad B T O
Backing (Metad, Weld Metal, Docble Welded) | - Weld Matal N Weld Meaat |
® Plue O Pee Plase | Plase & pipe 22 ¥~
Wase metal - 0c S -Number 0 To P- o SNumber Fi P-| ieough P-ISEP-14 P41 (heough P49
Filler meea o elecasode Specificasion(s) SFA 51 i - )
Fillex metat or electiode Clastificatron(s} STA ET018 . - ]
Filies metal F- Numbss(s) F4 with backing FIaSAwihbaching
Consurmable isert (GTAW or FAW) D NIA NA _
{Filter type (Soligimesal v s coreipoda) (GTAW or PAW) - NiA ) WA
Deposited Metal Thicknsts Wmm | Mas lobeweided
Position Qualified R - R BA! 6G AR) PlatofPoer24” (F.M} 3 T8 <Pipe=24* (A} Fof
Venical Progression(Uphill or Down hill) R N Uphiil X Upkin
Type of fuel 2o OFW) NA . NA
Inert gas Backing (GTAW.PAW.GMAW) — A NA _
Transfer mode [Spmayciobeter o paise 19 shert tircuid GMAW) NA — = WA
[GTAW cutremt typefpotarity( AC,DCEF. DCEN) XA ! A
R RESULYS S
Visual Examinatios of Campleied Weld(QW-302 4). Satisfactory ger Visyal Repont N VT 008 S — =
- Guehtod Bend Tew (QW-45233 & ) -
Type { Resalt Type Regh
S | = s ===
... - l L. — X Sont _—i
Alemate Radiograph nati l=(QW_191¥ Satisfasion: per BT Bopar No WOT(02 =

Fillct weld-Fracture 1s QW-180) NA

Macro examinatioa( QW 154). N'A' Fillet sare NA Coscavity Coavesity:
i o« Specimens claied by, Abmed Hods Compmay. SITMA L Cwi;'
Mechunical lests Conducsed by NA Labomioey 1¢5t no : N/A \//
[ Welding Supervised by: Alxdel Rahmas
We certify that the satessents i this recond me cormest and that th 1651 Covpons were greparcd, weldmd wod texted deoce with the reg of
ion X of the ASME Bodler & Frrasuve vessel code
[ berans | SUBCONTRACTOR [~ PSPQC T SIEMENS(fRequred) |~ OWNER (fRequircd
= L »%eu.& ihirad Gl
Desigestinn . ) i Ol ‘
fplonre  J-oS 2 ‘__ =

1020FF 201 ANO3 Rev. 0 15 Mar 2010

page 150 15



[M ! s Lkrom  WELDER PERFORMANCE QUALIFICATION
Middle East Accoriding To ASME Code Section IN

CertifTfeate No. EME / P-31%/A Issue Date 10/172018

\WPS No. EME-WPS- 002 WPS Rev. 00
Welder Name  MOUAMED ADEL ABDEL MONEIM  Stamp No. P-319

QW VARIABLES ACTUAL VALUES QUALIFIED VALUES
153: 3% | (O) Weldlng Process 1 SMAW 1 SMAW
024 (+) Backing 1 With ] With
40316 | Pipe outside diameter 1 6 1 O=275"NPS(OD73mm) Upto @ ~ Unlimwited
a8 No, to PN, 1 P-No.l 1 PNol:PNolSF;,PNoi&PNo4l:PNod9
0414 (2) Filler: (GTAW) 1 None 1 None
0418 F-No, 1 F-No < 1 F-No 1,234

22 (2) imserts: (GTAW) 1 N/A ] NA
40423 Product form: (GTAW) 1 Electrode 1 N/A
404,30 (1) deposited/(3Layers Min) | 1 16 mm 1 Unlimited
i3 (1) Limit S.C:(GMAW) ] NA 1 N/A
41 (+) Position 1 60 ] ALL
4053 (©) Proggression 1| 1 Uphull 1 Uphill
40NN («) Inert Backiog 1 Withaout | Without
003 Transler mode: (GMAW) 1 NA 1 N/A
1094 () Curreat nype’polarity 1 DC - EP 1 DC/EP
(QW-304) Radiographic test Profongatios for aproval by e srghoyer
Rtﬂ‘ﬂ No. E\]E-\\'QT.R] 242 Result - Age ot fuor dw Datlowing stx tsoeshes
(QW-182) Fillet Weld-Fracture Test —_— e
Repont No Report No: NA e Sgronss Tite N
(QW.3024) Visual examination =
Report Ne EME-WQT-VT-145 Result : Agcern ~ - -
(QW-160) Guided bend test None —
(QW-183) Macro Examination o =
| Repon No Repori No - NA
NDT conducted by Massa Date: 87172018
Mech, Test coducted by NA Date:
WE CERTIFY THAT THE STATEMENTS IN THIS RECORD ARE CORRECT AND THAT THE TEST COUPONS WERE PREFARED , WELDED AND
FESTED IN ACCORDANCE WITH THE REQUIREMENTS OF SLCTION IN OF THE ASME CODE

lssued by : QC/ EME Approved by Reviewed by G G
\"\ <t ‘7)
Title: "-'n'c ng Erg i OES Tile OC Team Leader
o ?o‘b
Name-¥ ar‘w.dprﬁy Name ; Shady Ezzat’__—
Sign.. s»gn,/{ 4,\‘




. WELDER QUALIFICATION TESTS _ ==
Title : Souhng spherical tanks
s Specification : ASME SECIX

southern Branch

Company Petrogas e
Welder Name : MOHAMED ADEL ABDEL MONEIM
WPSNo: B5-104-10F

|
[
STAMP NO: M49 l

—— —W" '-“ - -'.\“‘ R T~

K welw;w = S aaw
. Process Type (Manual, Semi Auto o Mn_tgl y ' OSPRS00 &
mu(umw_oumm)mwwul . s with backing/gouging , |
PLATE | PLATE g (cmmpm).(mmuy) ‘

A s} e i LHTBME L

: | P-NO. (01) To r-uo.(xsn.p-uo.u
Matertal Spec, ( QW-403 . P-NO. (o:) 1@ i-az«_).‘(_m? ; ‘l R T s

Thickness A 39 mm | groove up to max size, fllet all
| - - - _— - - - e e - - - - SRS - -
Groove B.W j =0t BW-FwW

e e L S L L S —

Fillet e U H . _N/A e, _ N/A
' Diameter ( QW-403.16)

" Groove IS TS S FRe—] )| = 00 Y N/A

Fillet SRR T 1 N/A Sk N/A
Filler Metal (QW-404)

No,

===

- EBO18(F4) =N » PR .
b rwcm&vﬁ%m@ e, = r;&&TMW

e e G . e = -

PLNRomse. TS SR i o N
ummannaerwg_(gumou) ________ [ - . o ,{_ * A .
« Current DC | Any
— ———t e -y S—— . - e P—— = T
Polarity | EP ; Any
Visua) Bxamination Resalt (QW-302) Aeeept o o e
Guided Bend Test Result QW - 4uz(a)owmm.qwmm 2" = B
‘Guided Bend Test Results e R - el =
Side / FaceBend - o), PO ' - __ N -

Macro Examination - : —— —N/A

—h-..-’—m— e . — i+ a0 e ——
7 Mo;_nphle'rmnesm (QW-SM Qw- 305)
‘ hdlographkkesult Acupt Reports No: 03
| F;u«wmmnmeu(sof AW-4624(2), QW-4624(b))-N/A

\\cmulynmmmle.mhltkmrdmunutnﬂtkmpmmmpm.mmdudwuwmmmof
ASME SEC IX

Y
R ———— i |
; g
SERYNL e

— —————— O .



EL TEBBIN THREMAL POWER PLANT 2350 MW = UNIT (1) - CP 124

OWNER: CARO ELECTRIGITY PRODUCTION CONPANY
OWNER REPRESENTITIVE: POWER GENERATION AND SERVICES COMPANY (PGESCO)
CONTRACTOR: POWER SYSTEM PROJECTS (FSP)

WELDER QUALIFICATION TEST CERTIFICATE

eLSeweaeOY
—

Welder's Name: MOHAMED ADEL ASOELMONEM Indentification No.: WR032
Test Description
. WPSNo :PSP.-WPS.002 Date Of Testing: 201172014
,POQRNo !PSP-PQR-002 Ease Motal(s) : ASTM A 106 Gr. 8
“Testing Conditions and Qualification Limits
Welding Variables (QW.350) Actual Values |Range Qualified
wm process{es) e —— SMAW _ SMAW
Type (Le. manual, sembauto) used Ea=ss | MANUAL  MANUAL |
aom(mmm coutio-welded, elc) D WITH WITH
Plate  Pipe (enter diameter if pipe of tube) = Pipe& | 73MMAND OVER
matal, P- or S- Number 1o £P- or S-Number ]l PTOPI P21 THROUGH P15F
metal or electrode specification(s) (SFA) (info. Only) . SFASA | -
metal of electrodo classification(s) (info. Only) o ET018 | .
Filer metal F-Number(s) | 1704
Consumatie insert (GTAW ce PAW) DU | =3 NA | NA
MWQ(SMM«MO«Q&W}LGTAWGPAW) NA ) NA
Deposite thickness for weld metal ___ 6mm UP TO 12mm
Position quatified (26, 6G. 3F, eic.) - 6 AL
Vertical progression (uphill or downhill) N UPHILL UFHRL
Tye of fusd gas (OFW) S NA NA
insert gas backing (GTAW, P PAW GMAW) NA NA
Trensfor M(wm«mbmmemw; N NA
SMAW current type/polarity (AC, DCEP, DCEN} OCEP °°EP
I RESULTS
1. Visual Test :Salisfactory
2. Destructive Tes!
) Roct Bend Test ‘NA ¢) Tonsie Test ‘NA
b) Face Bend Test ‘NA 1) Fillet Weid Test /Size
) Side Bend Tesl ‘NA Facluro tost INA
Impact 1ost :NA Macro test (NA
3. Non Destructive Test
l:) DP test :NA €) Unrasoric test INA
b Test : ACCEPT ( Report No. RT-002)
4. Other tests NA

r.mmuwmnmm“wmmmummmm.mwwuu
accocdance with the requirements of Section IX of the ASME Baller and Prassure Vessel Code

7@ o




=

e

. WELDER'S |
Orascom QUALIFICATION RECORD EGIT '
i ASME IX - =z=z
Clict . ORASCOM Coustrucilon, industries BE SIX
Project - Sidi Krir POWER STATION
| Date OF kssuc : 16082008
Welder's Namo - MOHAMED ADEL ABD ELONEM Samp .22
| Weiding Process(es) used : SMAW Type MANUAL | |
|m_;uma\gtsmdw-acmmammmm — ‘l '
* Base material(s) weded : Carbon Sicel y Thickness: 10 msn
_@ﬂwmm“mzw ¢ Actesl Values Rasge Qualified
Dacking (meal, welded from bodh sides, ux..) With out Wath oul
Matcrlal Specification ASTM Carton Sieel | ASTM Carbon Stee!
l‘;‘_m‘ ) - — o 10 mm 4. 76mm o 2I mm
| Eis  Pige  (Sireeve of Fitlet) . NIA NA
Filler metal specification (SFA) Classification E6OIORETO1S EGO10&E7015
Welding position 6G 60
Progression (Uphill / Downdill) {Upbil) (Upsathy
Backing gas for SMAW WA NiA =
GMAW: sl mads nA |
SMAW welding conrent type / polarity i N, OCLr
WW o __ AdualVike Range Qualified
D‘dml_rg_u@tmql e | - ;_)igc_a = Direct & Remote
. FW"- adred I oo i -
vAmmmlc Joiot tracking __NM b{ S _’f_’l_\ .
Consumable insert NA NIA
“Backlog {inceal, webd roetal, wekded from boh sided, X, ¢ic.) NA NA
1 Guided bend Teats fyped NA
Visaal Exsenisation Result: ACCEFTABLE
i test rosaits: ACCEPTABLE Repon o, R -WQT-OCH05
(S0 ahernative qualification of groove wilds by radiography)
Fillet wedd ~ Fracture %t NA  Length aad percent of defects
Macro test fusion NA  Filletlegsize i X in concavicy / convexity  in
Welding test condusied by EGIT, OC1 BE SIX CO.
Mechanical tests condecied by N/A. Laborasory tost no. NA
We certify that the statements i this record arc and that test compom was prepared
Welkded 2nd tested im accordance with (he
This rocord is valid for MmMWWH.OCIBEoSIX(D.hmo(u
povaded welder has boen
e S oo
Validity extended 10 e )
Sigaatuse e NEERING GROUP FON
Date: 16/05/2008 (2 oo | APROVO by ,



Welder Name  © sba alad 2o 142 dase
Code & Specification : ASME 9 | API 1102
Position: 5G & 6G

Material Specification : AZ83 Gr.C
Thickness Range Qualified: 4 85T= 19.1mm

Filler metal Group no. 1
Filler metal specification According To AWS AS5.1 & A5.5

Trade Name: E 6010 for root &E 7010 for filling and cap
Place of test : MOSTORD

Test Dato : 1/2201%

Test Results: Satisfactory

{06208 ' ‘ﬁ

il FE o
i

o4
3

il =




WELDER PREFORMANCE QUALIFICATION(WPQ)
(" Welder ID. M39 ASMEIX [ Yes [V
— Certificate No. : WPQ/01 AWS D1.1 Slayes | ng
H @ RAS Issue Date. 01/02/2022 | Test Coupon: | v/ -
-+ 7~y Process. SMAW Production Pipe |
Type. Manual Weld TAK_D15 | -Test Plate
WPS No. : 2022 Coupons.
Welder Name: | Mohamed Adel Abd Elmnaam. Test Coupon
Visual Examination : Report No. VT-003 Result: | ACC Pipe
RT Report No. : Report No. WPQ 039 | Result: | ACC Thick. 7.11 mm
Filet Weld-factor : None Dia. 6"
QUALIFICATION LIMITS
Variables Actual Values Qualified Values
Welding Process SMAW SMAW
Type Manual Manual
Material Specification APIS1 GR. B / P-No.1 ALLP-No. 1 to P-No.15F P-No. 34 and P-
No.41through P-No.49
Filler Metal Class E6010 &E7018
F-No F-No 3 F-No. 1, 2, 3 & 4 With Backing
Filler Metal Specification AS5.1 F-No. 3 Without Backing
Deposited 7.11 mm 14.22mm .
Position 5G Flat , Vertical ,and overhead Positions
Progression UPHhill UPhill
Insert Backing Without With / Without
Current type/Polarity DCEP DCEP
| Single or Multi. Electrode Single Single
NDT Conduced By: Horas for Petroleum Service | Date: | 01/02/2022
Mech. Test Conduce : | N/A Date N/A

We certify that the Statements in this Record are correct and that the test Coupons were prepared welded,
and tested in accordance with ASME 1X Welding and Brazing Qualifications.

Certified By Horas Welding Engineer

Amr Galaal Mahmoud Amer
17043631

Sign

e AAzhMOUE e
Renewal Date V10427 01/92/2023 01/02/2023
oA EXIp. ATV \V

Stamp




| PROJECT NAME

WS Mo P02 Tie-Ins & Repair

POSITION 55 FILLING+CAP DOWN MILL ¥

MATERIAL SPECIFICATION API 5L - K52

DIAAETER 16 _ WALL THICKNES 11,12 awinn

THICHNESS RAMGE QUALIF ED (%8B mm o 19.08 mm) = |

DUAME TEH MANGE QUALFED - = 175

SFA Mo - . A5 18ASH

AWE CLASSIFICATION N EG004& EVO10

FILLER METAL GROUP MO — F3
| PLACE OF TES] PROJECT WORKSHOP

WALID LINTI END OF THE PRDJECT k

TES ULTS

1 WISUAL TEST Act
| 2 RADIDGAAFRHIC TEST — Ane

3} DESTRUCTIVE TERT Fild

PETROJET

SOUTHERMN BRAMNCH
QAQL SECTOR

WELDER

why b e egial i .

QUALIFICATION CERTIFICATE

MAZOT ELTIBEEN-ALSOKHNA 24" PIL

WELDER LD Mo

MB2

WELDER NAME

FMDHAMED ADEL

CODE & SPECIFICATIONS

AP 1104

PETROJET QAIGE ENG,

wave 1o b g, f ol -:-L\-!li-’tﬁ-.?;{
E ik "Iﬂ_lr' r_rr " :Eg miciag /(4 ) i"m_{___\
BATE " ‘ﬂ;':::ﬂmﬁ OATE f_.-—l"‘,d

L1
o8, S0

£PC QAQC ENG.

v Aobaned salah abdBh |




WELDER PREFORMANCE QUALIFICATION(WPQ)
- «o‘ Welder ID. M39 ASMEIX : |V Yes |V
Certificate No. : WPQ/01 | AWSD1.1 ;:i“'“" No
H @ RAS Issue Date. 01/02/2022 | Test Coupon: | v/ o
mf-.-r»--,.:m'::ﬁf‘r““ Process. SMAW Production Pipe |/
Type. Manual Wesl TAK_ D15 | -Test Plate
WPS No. : 2022 Coupons.
Welder Name: | Mohamed Adel Abd Elmnaam. Test Coupon
Visual Examination : Report No. VT-003 Result: | ACC Pipe
RT Report No. : Report No. WPQ 039 | Result: | ACC Thick. 7.11 mm
Filet Weld-factor : None Dia. 6"
QUALIFICATION LIMITS
Variables Actual Values Qualified Values
Welding Process SMAW SMAW
Type Manual Manual
Material Specification

API51 GR. B / P-No.1

Filler Metal Class

ALLP-No. 1 to P-No.15F P-No. 34 and P- |

No. 41 through P-No. 49

E6010 &E7018 T
F-No F-No 3 F-No. 1, 2, 3 & 4 With Backing
Filler Metal Specification AS5.1 F-No. 3 Without Backing
Deposited 7.11 mm 142mm
Position 5G Flat, Vertical ,and overhead Positions
Progression UPhill UPhill
Insert Backing Without With / Without
Current type/Polarity DCEP DCEP
| Single or Multi. Electrode Single Single
NDT Conduced By: Horas for Petroleum Service | Date: | 01/02/2022
Mech. Test Conduce : | N/A Date | n/A

We certify that the Statements in this Record are correct and that the test Coupons were prepared welded,
and tested in accordance with ASME IX Welding and Brazing Qualifications.

Certified By Horas Welding Engineer

17043631

Amr Galaal Mahmoud Amer

o ua‘nmo"-‘d il

Renewal Date

3'"11‘-:"133492;2023

01/02/2023

Sign

Vit
WS 7 JacieXp. 4

Stamp




‘:... MOHAMED ADEL
W.L D 030
QC Engineer
| Date :
' M 1 17/2/2009
e
) ————
ALSTON == % mimsc
- Card
| P —no's P1 to P11
‘Il Process T SMAW
|| Elect. 7 F- no's toF 4
l Position / progress
|{_Thickness to
Diameter ran 8™ to
QA/QC £ 10 2
WALEE <P
Lol e 3 177272009




— =
; Welder / Welding Operator Certificate Sh’:;",'s'?? )' Otfo ?2 )
Performance Qualification Record e

Welding Examination
Consulting Office According to ASME IX

Company : IPSG
Welder Name : MOHAMED ADEL ABDELMONEAM

Welder Stamp : M25
Issued Date : 25/10/2015

L ' R - ~ JOINT PREPARATION A

N\ 50"/
% 7

Ny

- L'TZ 5 mmto3 mm
Using WPS No. AFC/DCN/001,002
The above welder is qualified for following ranges |  Recordactual values | = Qualification
varieble. . (& SR e =~ |/ Usedin qualification |~ = = = Range =
Process SMAW SMAW
Process Type MANUAL MANUAL
Baking metal . WITHOUT WITHOUT
Material Spec. (QW-403) APL 5L GR.BAS3 PITOPII
Thickness 11 mm 2T
Groove GROOVE GROOVE
Fillet N/A N/A
Plate or Pipe PIPE PIPE
Diameter 12 (27/8 TO UNLIMITED )
Position (QW-405) 6GR F,V.O /ALL FILLET
Weld Progress UP HILL UP HILL
FILLER MATERIAL ( QW-404) :
SFA SFA 5.1 SFA 5.1
Class E6010/E7018 E6010/E7018
F No. 34 3/4
Gas Type ( QW-408) N/A N/A
Size of filler metal ( mm ) 3.25 mm/4mm 3.25 mm/4mm
ELECTRICAL CHARACTERISTICS ( QW-409)
Current A 2C D.C
Polarity T il E.P
Amps " ll\g ot \ 90- 120/120-160 90- 120/120-160
T Nt LSS 2224V 2224V
\___,,-’/ —t~__— “/o\\

ff_, ¥
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