Petrofac (2
Iis _A ERI e
WELDER PERFORMANCE QUALIFICATION RECORD (WPQ) |WP0 cortifieats N>t 'WPQ-CERI-
(See QW301, Section IX ASME BOILER AND PRESURE VESSEL CODE) 0029
CompanyNeme  CERI ===~ I I
Welder'sName ~~ AMANAA NACEUR )
W s ID no: CW24 e
~ (X) Test Coupon () Production Weld - ‘Date Welded: 060412022
Ide i W llow: WPS- PO’UI o 1
W ASTMAI06GrB  Thickness: 18,26 mm (SCH160)
sti ji imits
Welding Variables Actual Values Rnngc_Oualiﬁed
Wr:lqu. Ppmmss{es} B = SMAW ~ SMAW
T}'pch e: manual, scma auln]usc_q_ - ) ~ Manual Manual
Backing (With /Without) With Backing With Backing
() Plate (X) Pipe (enter diameter, if pipe) | Ppes Plate & Pipe 2" OD to unlimited
o P.N*1 through P.N* 15F, P.N".34 and P.N°41
Base metal P Number to Pnumber PN ) ' through P.N"49 -
Filler mcm] or electrode specification(s) (SFA) (info on]}) AS5.1 )
F:!Il.'r metal or clcctrgc_i; cl_sssu' ication(s) (info onI\ ) E7018-1 o o
Filler metal F- \lu.mbcr(s) - - . B 1.23and 4
Cnnsumable !JM(GTﬁW OIPJ\W) - = . NONE | NONE
ch: Type [sol:d!mctal or ﬂux cored powder) (GTAW or P‘\Wi Salid ~ Solid & cored Metal
Weld deposit thickness for each welding process GTAW: NA GTAW: NA
— B | svawiszemm_ | SMAW: Maximum o be welded
|Paosition quallﬁcd {20‘ 3G, 6G, 3F, ctc) - 66 - All position Groove & All Fillet welds
Vertcal progression (uphill /downhill) — __UP-HILL = . Up-HLL
llncrt gas backing (GTAW, PAW. GMAW) ) . ~ NA NA
Transfer mode (Spraw’g]obu!ar or pulse to shm't circuit- qum, L  NA - NM B
GTAW Current type / potam}' (AC. DCEP, DCEN] DCEP DCEP
Visual Examination of Completed Weld (QW-302.4) Acceplable
(BT Fest—tTanus d face{ QW --162 3(A)) nl 0ng.1ludmal root and face{QW-462 3(B)} ()Side (QW 462 2)
() Pipe bend specimen, corrosion-resistence overlay s |mcn Corrosion reslsmncc overlay [QW-462.5(d}}
( ) Pipe specimen , Macro test for Fusion {QW-462. :n{b)l
|Fille _
(QW-181.2) e .. - .
Ofillet weld in plate (QW-462.4(b)} ()fillet weld in pipe {QW_—462 4le))
|Macro ination
(QW-184)
d"_"_f_[‘*‘i o e ) _ -
Film or specimen evaluated by: Mohammed BOUBEKEUR Company: WELDTEST
Mechanical t aéé.'ém_.ﬂc:cd by  NA o o - .

Weldmg su d-by * Mohammed BOUBEKFUR -

& in this record are correct and that the test coupom were prcpa:g,d, o0, AAESHED fr-acgordance with the raliircrﬁu;ls of Scction IX of

Certified By: \VEI.DING!NSPECTOR-.I' _.
Mohammed BOUBEKHUR

Witnessed By:




WELDER PERFORMANCE QUALIFICATION [WPQ] (“mq "

ASME Boiler and Pressure Vessel Code, Section IX, See QW -301

H ONTROL
_WPQReport N°: CE_IC5-00239-0010/2021 S N e
| Weldername  : Naceur ALMANAI_i_ _Identification N*: 08881612 7Welder N°: W 08 -
I ’ﬂgl_dﬂ On  : 27/12/2021 Company:PCC - ]
________________ LY _ TEST DESCRIPTION e S ]
' WFS N‘:01 ) o Revislon 00 | Date:27/12/2022 ¥ Testcoupon | | Production weld
T\rpe of test material : P:pe T ThElimess - 5.54 mm Type of test: Grnove_}lygi_g__ -
 Specification  SA-Material SA106GrB _ ToSpecification | SA-Material | SA 106 GrB8
&___ | n ol TEST.ING CONDITIONS AND QUALIFICATION RANGE = A = =4
Weldi_g_variables (Qw-350) o R _ Actual Welded _ Qualified Range
Weiding prucess GTAW//SVAW GTAW//3MViaw
Type of weld Butt weld Butt & Fillet Weld
| Backing - S | ~ Without //with | With& Without //With -
Base material (QW—AIOS] P- 5 Number To P- 5§ Number ' Pn°1 Pn°1to P n"15F, P n"34, P n®41to P n*49
Material Thickness ' Groove 5.54 M | o N
| Fillet =— ! = ___-——
Groove 2 in. Diameterz 1 in.
?Ipe-_[)iametre Fillet - - ' I A
Specd?catmn (SFA,I [only of mfarmanon] ER70s-3 // E7018
Class (AWS) [only of information] A5.18// AS.5
rg::’:m‘:*' F-Number _ 6//a All Fn®6/fFn®1,2,3 4 With Rarking
Consumable insert (GTAW or PAW)
_ Filer type (solid/metal or flux cored/powder GTAW/PAW) = Solid | Solid & metal cored y
Deposit thickness for each process :
Process1: GTAW 3 Layers minimum Yes X No 3mm T<6mm
| Process2: SMAW | 3layers minimum = Yes X .-"-_'p . 2.54 mm | ~ T<508mm
Groove =TT | 3
Plate and pipe > 24 inches All
Position Plate and pipe < 24 inches | All
(QwW-405) ]
Fillet weld All
| Vertical progression (uphill or downhill) . Uphill ~ Uphill
Gaz For GTAW, PAW and GMAW gas backing Without © With & without
_ (QwW-408) | Type of fuel gos for OFW P el e
| Electrical | Current type (AC or DC) DC DC
Data Polarity (EN or EP) : EN/EP EN/EP
_ (QW-409) | Transfert mode (spray/globular or pulse to short circuit GMAW) | S
BEND TEST
- ~ Twoe and figure Nur-nber RS e Results
. NA i ol N |
OTHERTEST S—
| Visual examination of completed weld (QW-302.4) results : Satisfactory | Report N:RP_ CVT_0233_015/21 -
| Alternative radiographic examination results (QW-191) : Satisfactory Fgwﬂt_:_nl__pgg_nzsm_ ) N ]
| Film or specimens evaluated by: MAHER BEN HMIDA By = I ]
_ ) - HLLET'."’E.‘.GT“T - -
Flltet et weld - Fracture 1 'I'est resulgs___ | NA e I.englh and % of defects: o sl
Macru examination [ﬂw—m] results:  ~ NA  Convexity - &wt{ i
Fﬁletweld size : S NA Leg length (R — ) O
Welding of test supervised by : Khalad FATNASS! Mechanical testing bv NA

We certify that the statements in this record are correct and that the test coupons were prepared welded, and t tested in accordance
w!th the requirements of section IX of the ASME Boiler and pressure \ Vessel Code.
| Date of test L 27/12/2021
| Expiration date 26/06/2022
_ Confirmation of the the  validity by empioyer, the contramr and the e:aminer 'body eury 6 monlhs ,

_INSPECTOR TNASSI , TECHNICAL MANAGER _
Khaled FATNASSI

_Khaled F, _ MAHER BEN HMIDA |

27/12/2021 _ e P | S S 28/12/2021

SMART CONTROL -
SIEGE : 04 Rue Abdenebi Abderahmen —~Menzah 1-1004 TUNISIE; Tél : (+216) 71 767 171 Fax : (+216) 70 201 164
AGENCE : Rue de I'environnement route de Gabes Km 03-3069 SFAX ; Tél : (+216) 71 767 171 Fax : (+216) 70 201 164
MF : 1307783B/A/M/000 Email : contact@smartcontrol.tn Site Web : www.smartcontrol.tn
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WELDER ID CARD
Name Naceur AMANAA

Stamp No.: :CW24
Cert. No. ‘WPQ-CERI-029B
‘WPQ-CERI-036

STAMP NO. ___Cw24
PROCESS QUALIFIED GTAW & SMAW

BASE METAL RANGE QUALIFIED _F No : P1to P 15F P34 P41 to P48

Filler Metal ELECTRODE FNo:AlFno6&F no 1,2.3.4,5With Badhg
PIPE DIA RANGE 1" OD and over.

WELD THICK RANGE - GTAW : Up to 8 mm

SMAW : Maximum to be welded (FN*1,2,3.4)
SMAW - Up 8,74 (for N*5)

POSITION |All positions Groove & All Fillet welds
BACKING GTAW:. without Backing
SMAW : With Backing

DATE OF TEST 06/04/2022 & 06/06/2022



Petrofac @

NP

WELDER PERFORMANCE QUALIFICATION RECORD (WPQ) WPQ certificate N°:  WPQ-CERI-
(See QW301, Section IX ASME BOILER AND PRESURE VESSEL CODE) 0036
Company Name CERI .
Welder's Name NACER AMANAA
[Welders's ID no: CW24
(X) Test Coupon () Production YWeld Date Welded: 06/06/2022
Identification of WPS followed: WPS-P04/2
Specification of base metals (5) ASTM A312 TP 316L TO A106 GR B Thickness; 8,74
Testing Conditions and Qualification Limits

Weldlni Variables Actual Values Rmie Quualified
Welding Pprocess(es) GTAW /ISMAW GTAW & SMAW
Type (i.¢: manual, semi-auto)used Manual . Manual )
Backing (With /Without) Without // With Backing with or Without // With Backing
() Plate (X) Pipc. (enter diameter, if pipe) Pipe 2" Plate & Pipe 1"0D to unlimited

: P.N°1 through P.N°.16F, P.N°.34 and
Base metal P Number to Pnumber PN°BTo PN.1 PN041 ‘hfuugh PN049
Filler metal or electrode specification(s) (SFA) (info only) A5.9// AS.4
Filler metal or electrode classification(s) (info only) ER308LMo //E309LMo-17 _ o S
P_'illcr m_cjnl_F-Nun?bclts.] _ 6//56 AllF No 6 // F no 1,5 with backing
Consumable insert (GTAW or PAW) NONE NONE
|Filler Type (solid/metal or flux cored powder) (GTAW or PAW) Solid Solid & cored Metal
Weld deposit thickness for each welding process GTAW : 4 mm GTAW : Up to 8 mm
- . SMAW:4,74 mm, SMAW: Up to 9.48 mm,
|Position qualified (2G, 3G, 6G, 3F, etc) 6G All position Groove & All Fillet welds
chcnl pmsrmmou (uphill / downhill) UP-HILL UP-HILL
I|n¢n pas bncl-:mg {GTAW PAW, GMAW) With gas backing With gas backing
Transfer mode (Spray/globular or pulse to short circuit-GMAW) NIA N/A
GTAW Current type / polarity (AC, DCEP, DCEN) ' DCEN // DCEP DCEN // DCEP
SULT

Visual Examination of Completed Weld (QW-302.4) Acceptable

() Pipe bend specimen, corrosion-resistence overlay

and face{QW-462.3(A)} (YLongitudinal root and face {QW-462.3(B)} ()Side (QW 462.2)
imen, Corrosion resistance overlay {QW-462.5(d)}

( ) Plate specimen , Macro 1e3

of the ASME Code.

|Date: Certified By:

Witnessed By:

() Pipe specimen , Macro test for Fusion {QW-462, S(b)}

_-"=H'Til-_.___ T ——%__ e ——— |
——— ————— P p——— -_----h-_
-'—-l—_______ <

— —— — ———] ]
Alternative radiograpgy examination results (QW-191) Accepted Report N°: W-0111X-CERI-034 Date: 09/06/2022
|Fillet Weld « Fracture test Length and percent
(QW-181.2) of defects

Ofillet weld in plate {QW-462.4(b)} (¥fillet weld in pipe {QW-462.4(c))
Macro examination Fillet Size Concavity/
(QW-184) (mm) Convexity (mm)
Other tests:
Film or specimen evaluated by: Med Amine Company: WeldTEST
[Mechanical tests conducted hy
Wcidlng supenf:s;.d l:y Khaled Fatnassi

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 1X

CERI WELDING INSPECTOR p
Khadd “FATUASLE

PIUL WELDING INSPECTOR

Bawand AKzi2
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| 456 VW RADES (MBI D €11 ] POWER PLAS T PROSCH
Name

‘NACEUR OUMANAA
Company ! CERI-3386

ID/CIN-Pass 08881612 o ;
Expiry Date  : 17,

‘s
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e EMERGENCY CONTACT

HSSE MANAGER
Laison Manager
DOCTOR

OLs

HSSE Emergency
Camp Responsible

= 1 SELAT I -

: 0661993795
: 0661974303
: 0655548929
: 0659371490
: 0661873755
: 0661563633

0011082229 163, 06645

- 4
; e =
STAMP NO — CW2a
PROCESS QUALIFIED Smw
BASE METAL RANGE QUALIFIED P1to P 15F P41 to P49
Filler Metsl  JELECTRODE FN° JMIFN6EFN"T234
PIPE DIA RANGE GTAW: NA
— SMAW:  2'7/8 OD and over
WELD THICK RANGE . GTAW Up to NA
SMAW Maximum to be welded

POSITION All

BACKING GTAW NA
SMAW :With

DATE OF TEST 06/04/2022

-
vl -
: =




EJO00101d Revd

retelis g gane

WELDER PERFORMANCE QUALIFICATIONS (WPQ)
QUALIFICATION DE SOUDEUR

HELLITAH Ot A GAB BV,

SOCOMENIN

Welder's name { Nom scugeur; NACEUR MANA}

| NICN°/ CIN N 08881612 Identification N°: W 710

ident. of WPS followed / DMOS N° : GTAW- 6GBW-01 Rev.0 [ X Test coupon i Cougengiessa || Production weid | |
Spec. of base metal(s;  A106 GrB Thickness: 5.54 mm
Désignation Métal de base Epaissaur

” Testing t:o“?iéitffi_rzs and qualiﬁcaﬁ_éri:-limi_t_s 1 Congltions du test st imites o Ja quaiiic

Welding Variables / Varables {QW-350) | Actual Values / Vaeursde | Range
- gualification

Welding process(es) | Proséda de soudage CTAN GETAW
Type (ie: manual, semi-auto) used / (Manvel, semi-auto; uliise MANUAL MANUAL
Eacking {_meta!, we!d _meta!. do!.tbte-welded, m'}., . | without With /without
Support & l'envers (Matériau, métal d'appor, soudure des deux colgs. atc) |

Plate / Tole [ X] Pipe ! wbe (enter diameter if pipe or tube} 2" 0o 1% to over

i P1-15F,P34 and P41-P4J including
Pl igned matals of simil
Base matal | Métal de bass { P or S-number to P- or S-Number) Ziiiii;lmco:;,;m :a tn::e
metals
Process 1 Filter metal or electrode specification(s) (SFA) {info only) 5.18 /
Proess Spécificafion métal d'apood ou dleckoda (SFA) ;
Provess 2 Fliter metai or electrode specification{s} (SFA) {info enly} - -
Brocess 2 Spdeification métal d'appord ou Sleckode (SFA]
Process 1 Filier metal or electrode classification(s) (info only BUTOSSE /
Process 1 | Classification maétal d'apport ou Slecirode
Process 2 - Fliter metal or electrode classificationis) (info only) S S
Process 2 Classification metal d'apport ou éleckode )
Process 1 Filter metal F-Number(s) Fé All F-N"6
Pragess 1 F N® métal apport
Process 2 Filler mutal F-Number(s) A WA
Process 2 FM*métglappot
Consumable insert (GTAW or PAW) Insertion consommabie (GTAW cu PAW ) / 7
Filler type (solidimetal or flux coredipowder) (GTAW or PAW) & i ”
Type produit d'apport {solideimelal ou fourrage poudrs (GTAW ou PAW) SO MEiRG WisEdmEal doed
Deposit thickness for each process / Epaisseur ¢éposée pour chaque procéds
Process 1 3 layers minimum Yes[ ] No L« 5.5 mm A
Procédél J passes minimum oul non
Process 2: 3 layers minimum Yes [] No [} ™ =
Procédé2 3 passes minkmum oui non
Position qualified | Position quaiifige {2G, G, 3F, etc.) 8G All
Vertical progressian {uphill or downhill} / Progression verticale (moniante ou Uphill Uphill
descendanie)
Inert gas backing (GTAW, PAW, GMAW) iGaz inerte a l'envers without With /without
Transfer mode (spray/globular or pulsed to short circuit-GMAW) NA NA
Mode de transfert {pulvérisalion, giobulaire ou pulsé / coun - circuit]
DCEN DCEN

GTAW current typelpolarity (AC, DCEP, DCEN) ! Polariié / type de courant
RESULTS/ -

ST

Visual Examination of C.empl.eted Weld {QW3112.4}
Examen visuel de la soudurs achevée

ACCEPTABLE v

: 142/18

Date: 25/02/201

Alternative radiographic examination resuits (QW-191)

ACCEPTABLE RE

$18/080

Date: 25/02/2018

Résulial d'examen radiographioue de substitution |
D Bend test Transverse root and face (QW 462.3(a) -'[] Longitudinal root and face (QW-452.3(0) E:E Sida (QW-482.2)
Tes! da pliage Transversa Racing of face Longitudingle racing e face Cols

:l Fipe bend specimen, corrosion-resistant overlay (QWA462.5(c)
Eprouvele pllage pour tube, sur.couche de résistance & ia coroson

B Plate bend specimen corrosion-resistant overiay tQW-:ﬂSJ,S {d}
Eptouvelle phage ble. surcouchs de résistance & 2 comosion

| Macro test for fusion {QW-452.5 (&) E Macro test for fusion {QW-462.5 {2)
Macro test pour Tugion Macro tes| pour husicn
Type ! type Result | resultat Type | type Result [ résuitat | Type!iype Result | rasultat
! / / / ! [

NFillet weld — fracture test (QW-180): NA Length and percent of defects: |
Soudure d'angle - test de nuplure Langueur et pourcentage du défaut
Macre examination {QW-184) : NA | Fillet size: | Concavitylconvexity ; |
Examen Macro Cimension de ia soudure dangle LConcavits | convexile
Other tests: Autres testes NA
Fiim or specimens evaluated by / Eprouvetie ou film évalie par Company / Socigle: BECA
Mechanical tests conducted by | Essai mécanique conduil par, P T Laboratory test N° | N° Leboratgire :
Welding supervised by | Soudure supervisé par - /o . 4

Nous certifions que les déclarations de cetenregiskement sont comectes &l qus les

We certify that the statements in this record are correct and that the test coupons wére prepared, wetdié. and tssteq;k}gmrdaane with the requirements of section 1 of the ASME code Zquon 2005

SOCOMENIN REPRSENTATIVE

Représentant : BADR! Abdelhalim
Date | Signature : 01/03/2018 @

veltes d'essa sont prepares, soudéReltesiés on conformith avec los exig
=a CUSTOMER REER

hiahs aeb o
T !: ,




E09001013 Rev.0

TS

A.A WELDER PERFORMANCE QUALIFICATIONS (WPQ) |
Sidoptasm QUALIFICATION DE SOUDEUR |
_______
Welder's name / Nom soudeur: NACEUR MANAI | NIC N° 1 CIN N®; 08881612 | Identification N°® : W 710
Ident. of WPS followed / DMOS N° : GTAW-6CBW-01 Rev.0 [ X est coupon / Coupon dessal_| | Production weld /
Spec. of base metal(s)  A106 GrB Thickness: 5.54 mm
Désignation Métal de base Epalsseur
_ Testlng conditions and qualification "mhs!mdﬁlmudhtas!etmhsdslﬂ quaﬂﬂcaﬂm
Welding Variables [ Varablas de soudage (QW-350] Actual Values | Vaieurs de Range quallfied / Domaine qualiié
Welding process(es) / Procédé de soudage GTAN aTAR
Type (ie: manual, semi-auto) used | (Manuel, semi-auto) utifiss MANUAL MANUAL
Backing (metal, weld metal, double-welded, etc.) alihoiE With /without
Support & l'envers (Matériau, métal d'appor, soudure des deux colés, etc.)
Plate | Tole ['X] Pipe / wbe (enter diameter if pipe or tube) 2" 0D 1* to over
PL-157, P34 and P41-P49 ircluding
| 2 | unassigned metals of aimilar
Base metal / Métal de basa { P or S-number to P- or S-Number) chamical composition te thase I
matals 1
Process 1 Filler metal or electrode speclfication(s) (SFA) (info only) 5.18 /
Pracess 1 Spéclfication métal d'apport ou Blecirods (SFA)
Process 2 Filier metal or slectrods specification(s) (SFA) (info only) A NA
Proess 2 Spécification métal d'apport ou &lectrode (SFA)
Process | Filler matal or slectrods classification(s) (info anly ER708~6 /
Frocess 1 Classlfication métal d'apport ou électrods
Process 2 Filler metal or slectrode classification(s) {info enly] MA o
Process 2 Classification méisl d'apport ou élecirods
Process 1 Filler metal F-Numberis) F6 All F-N"6
Process 1 F N" métal apport |
Process 2 Flller metal F-Number{s) I NA HA
Process 2 F N* métal apport !
Consumable insert (GTAW or PAW) Insertion consommable (GTAW ou PAW ) | / /
Filler type (solid/metal or flux cored/powder) (GTAW or PAW) ! Soid St andinatal gl
Type produit d'apport (solide/métal ou fourrage poudre (GTAW ou PAW) |
Deposit thickness for each process | Epalsseur dépossa pour chaque prncede
Process 1: 3 layers minimum Yes[] No X | 5.54 m SILLI00 e
Procéded 3 passes minimum oul non i
Process 2: 3 layers minimum Yes [ No [] v =
Procéda? 3 passes minimum i non
Position qualified / Position qualifiée (26, 66, 3F, elc.) 86 AlL
Vertical progression {uphill or downhili) / Progression verticale (montante ou | Uphill Uphill
descendante) !
Inert gas backing (GTAW, PAW, CMAW) /Gaz inerte & Penvers 1' without With /without
Transfer mode (spray/globular or pulsed to short circult-GMAW) NA 2 M
1_Mods de transfert (pulvérisation, globulairs ou pulsé / court - circuif)
GTAW current type/polarity (AC, DCEP, DCEN] / Polarite / tyne de courant DCEN DCEN
RESULTS / Résultats : SR S :
Visual Examination of Completed Weld (QW- 302 4) ' ACCEPTABLE | VT : 142/18 Date: 25/02/2018 #ﬂ‘:".z,
Examen visuel de la soudure achevee Brlapet o)
Alternative radiographic examination results (QW-191) ACCEPTABLE | RT : 018/090 | Date: 25/02/20¥8% N
Résultst d'examen rad| de subsfitution > L
Bend tast T root and face (QW 452.3] Longitudinal roof and face (QW-462.3(b) {aw-_uz.z;
= Testde m%ﬂmm o ’ Dma racine ot face O
Di‘lpubwd specimen, corrosion-resistant overlay (QW4s2.50c; Bmm mmmmm«um
_sur-couche de ésistance 4 12 cormosion s, sue-couchs e résislance 4 ia cormosion )
Macro test for fusion {QW-452.5 { b) [ Macro test for fusion [QW-462.5 (o)
Macro fest pour fusion fusion
Type [ typs Result [ résultat Type / typs Result/ résultst | Type / type | Result/ résultat .
I e 1 {5 | ! (]
NFillet weld — fracture test (QW-180): NA Length and percent of defects: | ®
Soudure dangle - test de rupture Longueur et pourcentage du défarst )
Mncrnextmlnaﬂonmwwﬂ NA Fillet size : | Concavitylconvexity : / jea 2
Examan Macro | Dimension de la soudure d'angle Concavité | convexité
Other tests: Aures teﬂﬂ NA
m«wmww:mmmmaw T ppr——.— Company | Société: BECA &
[ Mechanical tests conducted by | Essai mécanique conduitpar. <~ @' Laboratory test N° / N° Laboratoire : .
Welding supervised by [ Soudurs supervisé par : F 4 i,
lmmpnhlrld hmoﬁmmmcmuhmlntuflmhﬁﬂ(ofme i

mww,anmum-nhﬁhmmﬂmmmmammn oytpo
1l que g:muvem:d‘m&mnl

e lestés an conformitd avec les axi de a seolion )%,

SOCOMENIN REPRSENTATIVE THIRD PARTY INSPECTION 2
Représentant : BADRI Abdethali Représentant :
Date / Signature : 01/03/2018 ig Date / Signature : 01/03/2018(
" :
- ) ol /
%’: R“'\ .2 !"o. (f’f




WELDER PERFORMANCE QUALIFICATION [WPQ]

ASME Boiler and Pressure Vessel Code, Section IX, See QW -301

WPQ Report N°:CE_ICS_0052_030/2019

_ Welder name Naser Ommanaa Identification N° : 08881612 | Welder N°: W38 ]
. Welded On 12/01/2020 | Company : INA
| Eau. : TEST DESCRIPTION o ! |
- WPSN°:TU 07/14 - | Revision : 00 | Date : 25/03/2015 ' v| Testcoupon | Production weld

Type of test material : Pipe | Thickness : 5.54 mm ' Type of test: Groove Weld =
_Specification | SA-Material | AISI4130H " ToSpecification | SA-Material | A106 GrB _

- TESTING CONDITIONS AND QUALIFICATION RANGE

~ Welding variables (QW-350) | Actual Welded Qualified Range

Welding process ' GTAW/SMAW GTAW/SMAW

Type of weld | Butt weld ! Butt & Fillet weld
| Backing i Without i With & Without

Base material (QW-403):P- S Number To P- Number | Pn°1 |- TErdo pmu;)r';.:;‘m, prrat o

Material Thickness | Groove | R mm
L | Fillet N R -

| Groove i 2inche i 1 inche < Diameter
t’lfe Diametre Fillet i i B Al

Spec:f cation {SFA) [only of information]

ER70s-3 / E7018

Sl it Class (AWS) fonly of information] A5.18/A5.5 _
Qw-on) | FNumber | 6/4 | Fn®1,2,3,4 With Backing & All Fn’6
Consumable insert (GTAW or PAW) ' '
_ ) Filer type (solid/metal or flux cored/powder GTAW/PAW) ~ Solid Solid & metalcored
. Deposit thickness for each process :
Process1: GTAW 3 Layers minimum X Yes No 2mm T<4mm
| Process2: SMAW 3 Layers minimum Yes No | ~ 354mm | - T<7.08mm
| Groove l 6G | '
" Plate and pipe > 24 inches ' ' All
(I:::it:::} | Plate and pipe < 24 inches . ! All
| Fillet weld '- ? All
| Vertical progression {(uphill or downhili) ’ . Uphill uphil ]
Gaz | For GTAW, PAW and GMAW gas backing Without With & Without
~ (Qw-408)  Type of fuel gas for OFW - -
" Electrical = Current type (AC or DC) ; DC ; DC
Data | Polarity (EN or EP) | EN/EP ! EN/EP
~ (QW-409) | Transfert mode (spray/globular or pulse to short circuit GMA w) - ' , el
I | BEND TEST R
- Type and figure Number 1 Results
S NA I NA
3 NA ‘ . NA |
S OTHERTEST |
" Visual examination of completed weld (QW-302.4) results : Satisfactory _ - '
' Alternative radlographnc examination results (QW-191) : Satisfactory ' B B
" Film or specimens evaluated by: MHAMDI Naoufel I
FILLET WELD TEST ]
 Fillet weld - Fracture Test results : NA | Length and % of defects: -
Macro examination (QW-184) results ! NA | Convexity Concavity e "
: ) Fillet weld size : | NA Leg Iength - ) ]
Welding of test supervised by : " BENHMIDA Maher = Mechanical testing by : | NA B

with the requirements of section IX of the ASME Boiler and pressure Vessel Code.

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

_Dateoftest | | 12/01/2020 7 o o N o =
_Expiration date | 11/07/2020 /.5~ <&\ | i
_ Confirmation of the validity by ¢ sinplo actor and the examiner body every 6 months.
_INSPECTOR ¥ . " TECHNICAL MANAGER
_Naoufel MHAMDI  \ . . MAHER BEN HMIDA
12/01/2019 i | 13/01/2020
O 4D, Street of Jasmines New Ariana, 2080 - Tunisia & (+216]) 71 707 171 = [+216] 70 201 164

\
ol

> Street of the Environment. Road of Gabes Km 03-5fax -53 !+216| 74 281 040
1307783B/A/M/000 - Bank - Attijari Bank Menzah VI - ©

f-”.ﬂ_?i:‘dutﬁct‘ﬁsrnartcdntrol.th () M;sihartcdntrol_tn

- [+216] 70 201 164

1- 04 121 189 0030 93621560




WELDER PERFRMANCE QUALIFICATION [WPQ] ‘

ASME Boiler and Pressure Vessel Code, Section IX, See QW -301 % CONTROL
WPQ Report N°: 072/2015 S S AN
 Welder name  : AMANEA NACEUR ~identification N° : 08881612 | Welder N° : W90
!_w_e_iiegi on : 18/ 12! 2015 Compauy' Centre de formation Techmque de Saudage Industnel 1« TSI»
2 N et e e T O . TEST DESCRIPTION S
wps Nt — | RevisionN°®: - Date : ¥  Testcoupon Production weld
Type of test material : Pipe Thickness LA mm  Type of test: Groove Weld
| Specification  SA-Material = A106 GrB _ ToSpecification | SA-Material  A106 GrB
TESTING CONDJHONSANDQ 'HONRANGE__
[ Welding varlahles tqw-aso} LT ! | Actual Welded Qualiﬂed Range
Welding process ' GTAW/SMAW GTAW/SMAW
Type of weld Butt weld Butt & Fillet Weld
| Backing > N Without With & Without
| Base material {aw-am) p-5 Number To -5 Number Pn*1 R
MaterialThickness | Groove ! NS om
Fillet TEEERETRE |
f — _Pi;e;m;re_ " Groove | 4 inche Diametre 2 2% inche
B SR R R | | e N
Specification (SFA) [only of information] ' ER70S-6/E7018
Class (AWS) [enly of information] AS5.18/A5.1 |
Filer metal | e . . -
(QW-304) F-Number : : 6/4 Fn® 1,2,3,4 With Backing & All Fn* 6
Consumable insert (GTAW or PAW) Argon Argon
Filer type {solid/metal or flux cored/powder GTAW/PAW) | Solid/metal | Solid/metal
Deposit thickness for each process :
Process 1: GTAW 3 Layers minimum Yes v No 4 mm T< 8mm
Process2: 3 Layers minimum Yei . _No IBwm Ts1426mm |
Groove 6G
) Plate and pipe > 24 inches All
{'::‘z“_;g:} Plate and pipe < 24 inches All
Filletweld All
_ _ Vertical progression (uphill or downhill) e ST L S | Uphit
Gaz For GTAW, PAW and GMAW gas backing ~ With {Argon) With {Argon)
(Qw-408)  Type of fuel gas for OFW | R i, Y S acfis e
Electrical | Currenttype (AC or DC) DC DC
Data Polarity (EN or EP) EN/EP EN/EP
(QW-409) | Transfertmode (sproy/globular or pulse to short circuit GMAW) | 1 =S N
i _ BEND TEST Syt
~ Type and figure Number Results
- ) _ e ol Y e e S NA
i s GRS e T g el NA = el
OTHER TEST

 Visual examination of completed weld (QW-302. 4] resulti 'Satisfactory
Alternative radiographic examination results {qw-191} Satisfactory  Film or speclmens evaluated by: BEN HMIDA MAHER

iy i F!LLETWELDTEST gl o
Fillet weld Fracture Test results : | | Length and % of Defectg PR US|
| Macro exammatmn (QW-184) results: | g | Convexity ~ Concavity e BT 28
Fillet weld size : [ [ieghngh g S—
' Welding of test supervised by : | BEN HMIDA MAHER _Mednnical testing by : _ Report N°:

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 IX of the ASME Boiler and pressure Vessel Code.
’ ' Date of test | 18/1212015 ot . |

Expiration date  17/06/2016
Confirmation of the validity by employer, the contractor and the enamlner body every 6 mnnths

Adresse: 07 Rue Ef Moulazem El Bjeouw, El Manzah V, Ariana
MF: 1307783B/A/M/000 RC: B26140482013

Tél: 71 231 735 // Fax: 71 231 745 ™

Cr document ast io propeiécd de SIMART CONTROL, Il ne peyt étre U DU reraduil SaRE SON e \\_
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A'A | WELDER PERFORMANCE QUALIFICATIONS (WPQ) -
Sdosagu QUALIFICATION DE SOUDEUR :

SOCOMENIN i ‘

AL NG 016 az?’i**«- -

SaEdl m}-‘l’n*—; ¥ :_. ._-,-3 i ﬂ{;e'-‘ 5
%&L’ﬂﬁﬁi@ug LDMQM,4~§W~«.-

P ————— S s*:&m@ir
Epaisseur

: e : ligns.and.qu E’&?‘l&&i@ﬁ podline duestol ioada ’ﬂ%‘i A o e T
Weldmgyariablas [ Vadabies de amdage (Qw 350] Actual Values [ Vaieurs de ange quallfled / Efomalna quallﬁé
; qualification .
Welding process(es) / Procédé de soudage GTAW - GTAW
Type (le: manual, semi-auto) used / (Manuel, semi-auto) utllisé MANUAL % MANUAL
| Backing (metal, weld metal, double-welded, etc.) I o
Suppart a I'anvers {Matériau, métal d'apport, suudura des deux cotés, efc.) e = Akl
Plate 4 Téls | X] Pipe | wbe (enter diameter if pipe or tube) 2% op 17 to over
F1-15F,P34 and P41-P49 including
BB igned metals of simil chemiaal
Base metal [ Métal de base ( P or S-number to P- or S-Number) . 22';;353?“35&;3“ n:?:l:l:: "
Process 1 Filler metal or electrode specification(s) {(SFA) (info only) ’ 5.9 - /
Procass 1 Spécification métal d'apport ou &lectrode (SFA) i -
Process 2 Filler ingtal or electrode spacification(s) (SFA) {info only) NA A
Procass 2 Spécllication métal d'apport ou dlectrode (SEA)
Process 1 . “Flller matal or electrode classlﬂcallcn(a} {Info anly ERIL6L /

Classlﬂca i

NI o

g et 3
Flller me{ar F Numherfﬁ‘;

Procass 2 F N* métal apport
Cansumable InsertGTAW or PAW) Insertion consommable (GTAW ou PAW ) / i /
Filler type (solid/metal or flux coredipowder) (GTAW or PAW) GiTEA L ———

Tyne produltd'apport (solide/métal ou fourrage poudre (GTAW ou PAW) i
Deposit thickness for each process  Epalsssur déposée pour chague procadé

Process 1: 3 layers minimum Yes[J No [X — i e
Pracéadd 3 passes minlmum cui noi
Process 2: 3 layers minimum Yes [] No [] N i,
Procédé2 - J passes minlmum oul non
Posi | Position qualii ; : 66 B i
Vertical progresslon (uphill or downhill) | Progression verticale (montante ou Uphill 3 3 Uphill
descendants) g
Inert gas backing (GTAW, PAW, GMAW) /Gaz Inerte & l'envers . with With I ¥
Transfer mode (spray/globular or pulsed to short clrcuit-GMAW) WA NA o
Mode de Iransfert (pulvérisation, globulaire ou pulsé / court - circuit) Lit
GTAW current typelpolarity (AC, DCEP, ncsm | Bolarits / type de courant DCEN ocki &
TN
RESULTS [ Résultats : : 2 : BeE LA
Visual Exaimination of Completed Weld TQW 302.4) ACCEPTABLE :
AL isHorga s sandumechppan e - o D — e o P S P TUM=T T3 ¥ LT [TV R U 13- L L = L ‘ e L"’J"-"‘""?’;!\
Alternatlve radlographic examination resulfs {QW 191] _ACCEPTABLE _ g S
=== ~Rgsullat d'exarmer raegEp iU tssiista e e e e e B e g
| Bend tast DTransvarse root and face (QW 462.3(a) D Longitudinal raat and faca (QW-462.3(b) D Slds {QW452.2}
Test da pllage Transversal Racine et face Longltudinale racine el face
D Pipe bend spec}mem corrosion-rasistant overlay (QW482.5(c) Plate bend specimen carroslon-rasistant overlay [QW -462.5 (d)
Egrnwelt; iage por fube, sur-couche de réslstance & la corrosion Eprouvaite pliage tble, sur-couche de résistanca 4 la corrosion
Maero test for fusion (QW-462.5 ( b) g l—_l Macro test for fuslon (QW-452.5 (a)
Macro test pour fusion hdacro lest pour fuslon
| Typeltyps | Result/ résultat Type [ type 1 Result/résultat | Type ! type Result / résuliat
i [ / | i = = |
" RPtibstweld — fracturd fesef@MInGoymNA Vo= T | Na T 'Length and percent of defects: | :
%nd&md argla test de rdﬂasees m:nimum oul nen | Longuéur et pourcentags du défaut ol
g ] 84} NA ] Fillet size : [uw Concavitylconuexitybl 08, ¢
S :}WWHA 1
Other tasts: Autres lastas NA
Film or specimens evaluated by / Eprouveite ou film &valué par: Company [ Société: BECA i »
Mechanical tests conducted by / Essal mécanlque condult par; i . Laboratory test N° | N* Laboratoire -
Welding supervised by [ Soudure supervisé pa : /"K’ﬁu aheifs ™~ »

We certify that the statements in this record are correct and that the test coupan qﬁreparad weiqad and tagted In accordance with the requiraments of saction X of thay SME *Had E:hﬂun 2017
Nous certiions que les déclarations de cet enreglstrement sont corractes st que les gfrot¥etles o essal sant e m&@és et lesiés en conformilé avec les exigences de lz sec} A RoBE A,

Ul hs
SOCOMENIN REPRSENTATIVE
Représentant : BADR! Abdelhazli
Date | Signature : 17/12/2018

Représentant ; /¢
Date [ Signature : 17/{2/20

N
.\: . ;’? gw;"iﬁ!/




Sfax Le : 15 octobre 2019: & pdlia

ATTESTATION DE TRAVAIL

Nous soussignés, Société de Constructions Métalliques,

Navales et Industrielles « SOCOMENIN» sise Avenue Med
Hédi Khefacha 3000 Sfax attestons par la présente que Mr :

MANIE NACER né le 16/03/1992 travaille au sein de notre

société en qualité de SOUDEUR (Contractuel).

LA DIRECTION DES RESSOURCES
HUMAINES
UAHRSI SAMI

Vu-e- pour Copie Certifige Conforme |

Fai PABENE ... .oommgeesere o QU g
h::nz:;t...ﬁ&.-i‘?m.ﬂequ N° %’Z%i’

—

Mahar'esi-_l 78 OCT. 2019
N° de I'tair ?J_m

signature de 'Agent
Le Fresident d

al

o F

B

Socodan _ P ibel e 57 EAG OBOT - T A aan Lt : | Bagw 8
20LIElE Anonyme au Lapilal de L.0U00.uU0d U den L& DU Wdes | ' ) e 2 I 4% 5



f i gl s ]
Mitsubishi Hitachi | REQUEST FOR INSPECTION (RFI) | iillg Ly ot
mups [ ower Systems (DEMANDE D’INSPECTION) e
{¢
[] ] == e —— e e e e s f F
Sumitomo Corporation From/De:GAMA \
um,to 0(:_0 t’on | Project / Projet: RADES-C 450 MW CCPP | Société Tunisienne
GAMA ERRIEL | dMeardbadiGa

Notification Reference : RFI-GAMA-PSI-0189

DXNotification = JConfirmation — [] Delayed
1. Fournisseur principal - Sous-traitant/ Main Supplier - Subcontractor.
® Nom de la personne a contacter / Name of the Contact Person: Ozkan Sokmen
® Contact : E-mail : Ozkan.Sokmen vcama.com.fr/Tel. :

2, Equipement - Descrip;tion de -l"essal / EJpn]ent [ Test descripéion:

EqUibsment < Arlicies / I;qui pmt-ant;‘l tern: | WWelders qualification / Qualification des soudeurs

| N° de Série de I'équipement (si ~ Not applicable / Non applicable
applicable) / Equipment/item Serial No

| (if applicable): L .

' Description de l'inspection ou du l'essai/ | Witness welders qualification / Assistance 2 la qualification des soudeurs
Inspection or Test description: !

 ITP ou Plan de référence qualité / ITP or | Mot applicable / Non applicable
Quality Plan reference:

TN R | Procedure qualification record.
Document de référence - Plan N°/ f = = o
D ! tio
Reference Project Document/ No: Welding procedure specification for 3G position

' Quantité Commandé / Quantity ordered: | O
| Quantité a inspecter / Quantity ofiersd | 07
for_lnspa_clign: |

3. Localisation de I'inspection (Si elle est différente 2 celle du Fournisseur ou du sous-traitant) / Location of
inspection (if different than the Main Supplier/Subcontractor)

*  Nom de l'entreprise / Company name : STEG

*  Adresse / Address: RADES-C 450 MW CCPP PROJECT

*  Contact : E-mail : achrafmekki.psi@gnet.tn /Tel.; 26041722
4. Date et heure de I'inspection / Date of inspection: | 27/06/2019 = 9h:0

Durée de I'essai / Test Duration: 1 day

I
Résultats De F'inspection / Result of Inspection ’ '/ Acceptable
] Non Acceptable / Not Acceptable

| [J Acceptable avec commentaires / Acceptable with Comments

7

Commentaries / Comments: /

/ a)
¥, / O 1 ~ a-.L { -
One welbler— hat been qualiica e ofecked corltfieade
i i !

Nous notons que I'essai / linspection ci-dessus doit avoir lieu & la date, au lieu et a I'heure indiqués. L'acceptation de GAMA
sera valable aussi longtemps que la soumission de la documentation requise par le sous-traitant aprés le test / l'inspection.
We notify that the above test/inspection is scheduled to take place on the date, place and time indicated. GAMA's acceptance
shall be valid 38 fong as Subcontractor’s submission of required documentation after test/inspection.

~ PRFAsN | GAMA ~ Consortium Employer
/o Signature /Signature s s Signatre | Signature .
| Dete:/9Fa/g o | | Daters WARTEEREE Date: 0903/ . Date: _folof{l9
} il .“i :
L

s TS o] -]

RADES-56-YC_-QA-PN-GPS-7100.rev02 ; 1/1




FORM PCI-FR-43/05
Review date:
24/05/2018
WELDER PERFORMANCE QUALIFICATION CERTIFICATE P
B.EC.A Si
Welder's name OMMANAA NACER [NIC or passport no. 08881612 Identification no. W19
Test Description
Identification of WPS followed WPS-02-PQR-15 JRw.: 0 lcwiﬁ:ah no.; WPQA 032/20

Specification and type / grade or UNS number of base metal(s) SA 106 Gr B

[4] Testcoupon

E Production weld

JTh-ckmss (mm): 5,54 mm

[Date weided: 1710772020

Testing Variables and Qualification Limits

Walding Variables (QW-350) Actual Values Range Qualifiad
Welding process(es) GTAW GTAW
Typs (manual. sami automatic) used Manual Mariial
Backing (with / without) without With & without backing
] Puate Pips  (enter dlamater if pipa o lube) 2" F-orﬁuel{:cbi‘d‘:l::i:f:rﬁammr
P-No 1-15F P-No 34 and P No. 41 - 49 incuding

Rana matal P Number to P-Numbar PNo. 1 To PNo unassignad metals of simelar chemical compasition 1o these

matale
Proemss 1 GTAW Filler metal or miectrode specification(s) (8FA) SFA 518 !
Process 2./ Fillsr metal or alectrode spacificaion(s) (SFA) ]
M"mcass 1. GTAW Fillest mwlal 0 plactmae classmcaton(s) FRINSA
Procass 2 / kiler metal or electrode clazsfication s !
HFrocess 1. 1AW Fllar medal F- Numbesis) F-No & Al F No.6
Procass 2. SMAW Fillet mwlal F- Numberns) ! i
Consumable Insar (GTAW gr PAW) ! /
Fiier metal product form (QW 404 233) (GTAW /| PAWN) ! /
mpnskt thickness for cach provsss
Provsass 1 GTAW 3 layars mmimum |;: Yas | Ne 5 .54 mim Ff.\rllﬂemlau:t':;:nu::.r:llnm:llr.
Hrocess 2. / A bayers minimum ] Yan ﬂ No /

T"iiw Aned pipe over 247 . F, V. 0
Husition(s) b1E Pipes24" F V Q
Filiet waid ALl
Vertical prograssion (uphill or downhil) Jphill Uphu
Type of tuel gas (OFW) f i
Use of backng gas (GTAW, PAW, GMaW) !
Transfar modw (spreay / globular or pulse 1o short circut GMAW) ! /
GTAW current lype and potartty (A, DCEP, DCEN) DEEN LCEN
Results

Visual examination of completed weld (QW-302 4) Acceptable

Report no.: VTA 005/20

Alternative volumetric axamination resuts (QW-191)

Acceptable

| [ R

L] ui

Report no - RT 006

] [Transverse face and root bends [Qwa462 3(a))

| ] |Longitudinal bends [QW482 3(b)]

| [_]]Side bends (Qw-462 2)

[_] |Pipe bend specimen, corrosion-resistant averlay [QW-462.5(¢)]

|

Plate bend spaciman, corrosion-resistant ovariay [QW-482 5(d)]

[ ] [Pipe specimen, macro test for fusion [QW-462 5(b)

u Plate specimen, macro tast for fusion [QW-452 5(8)]

Type Resull Type Result Type Reasult
/ / / / ! /
Fillet weld - facture test (QW-181 2) ! Length and percent of dafects !
O lHHet welds in plate [QW462 4(b)] i ]Finet welds in pipe [QWA462 4(c)]
Macro axamination (QW-184) I [Fulut size (mm) ! [CDncawt-,r | Convexity (mm) /
Other tests. / |Welding supervised by: Nadeur GHRAB

Film or specimens evaluated by. Kais WALHA

Company: BECA

Mechanical tests conducted by

!

Laboratory test n® i

We certify that the statements in this recard are correct and that the test coupons were prepared, welded, and tested in accordance with the requirements

of section IX of ASME BOILER AND PRESSURE VESSEL CODE . edition 2019,

Date of test I 17/07/2020 | Expiration aate]

18/01/2021 ]

BECA welding inspector

BECA Wpaﬂment

~Client

Name: Nadour GHRAB
Date: 17/07/202

Signature

Wﬁm ,iu‘m B
Date:* .(_t_’

Signature -
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Pemepual
NPQReport N°: CE_ICS_0101_007/2020
Nelder name :  Naceur AMANAI Identification N°: 08881612 Welder N° : W CERI-138
Nelded On : February 04, 2020 Company : CERI
Welder name
NPS N° : WPS 014A-GPS-CERI-GTAW Revision : 00 Date : February 04, 2020 ¥ Test coupon Production weld
rype of test material : Pipe 1" Thickness : 3.38 mm Type of test: Groove Weld
ipecification  SA-Material SA312TP316L To Specification SA-Material SA312TP316L
TESTING CONDITIONS AND QUALIFICATION RANGE
Nelding variables (QW-350) ! Actual Welded Qualified Range
Nelding process GTAW GTAW
Type of weld Butt weld Butt & Fillet Weld
3acking Without With & Without
3ase material (QW-403):P- S Number To P- S Number Pn8 Al ".15':"‘,';;.34’ e o
iaterial Thicl G‘roave 3.38 mm
Fillet
Groove 1linches Diametre = 1inch
e o | All
Specification (SFA) fonly of information] ER316L
— Class (AWS) [only of information] A5.9
Qw-404) F-Number Fn° 6 AllFn° 6
Consumable insert (GTAW or PAW)
Filer type (solid/metal or flux cored/powder GTAW/PAW) Solid i Solid & metal cored
Jeposit thickness for each process :
docess 1: GTAW 3 Layers minimum Yes X No 3.38 mm T<6.76 mm
rocess 2: 3 Layers minimum Yes No NA NA
Groove 6G
X Plate and pipe > 24 inches All
Psiion Plate and pipe < 24 inches All
(Qw-405) :
Fillet weld All
Vertical progression (uphill or downhill} Uphill Uphill
Gaz For GTAW, PAW and GMAW gas backing With With
(Qw-408] Type of fuel gas for OFW
Electrical  Current type (AC or DC) DC DC
Data Poiarity (EN or EP) EN EN
(QW-408)  Transfert mode (spray/globular or pulse to short circuit GMAW)
BEND TEST
Type and figure Number Results
NA NA
NA NA
OTHER TEST
fisual examination of completed weld {QW-302.4) resufts : Satisfactory Report N*:RP_ CVT_0101_007/20
\lternative radiographic examination results (QW-191) : Satisfactory Report N®: RP_CRT_0101_126/20
‘fim or specimens evaluated by: MAHER BEN HMIDA
FILLET WELD TEST
‘illet weld — Fracture Test resuits : NA ~ Length and % of defects:
viacro examination {QW-184) results : NA Convexity Concavity
‘illet weld size : NA Leg length
Nelding of test supervised by : Khaled FATNASSI  Mechanical testing by : NA

Ne 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 IX of the ASME Boiler and pressure Vessel Code.
date of test 04,02/2020 _ . L O

xpirationdate  03,/08/2020 /g =
‘onfirmation ﬁmmwcmﬂm,mmm:ndmeennﬁwm_pgg__

NSPECTOR s 2 7\ TECHNICALMANAGER
thaled FATNASS! il i il L A MAHER BEN HMIDA
‘ebruary 10 2020 SRSyt 10 X NEE 7 48, February 10 2020

SIEGE : 40 Rue Jasmins nouvelle ARIANA-2080 TUNISIE ; Tél : (+216) 71707 171 Fax: (+216) 70 201 164
AGENCE : Rue de I'environnement route de Gabes Km 03-3069 SFAX ; Tél : (+2 16) 71 707 171 Fax : (+216) 70 201 164
MF : 13077838/A/M/000 Email : contact@smartcontrol.tn Site Web : www.smartcontrol.tn




A £09001013 Rev.0
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Sitlephom ‘ QUALIFICATION DE SOUDEUR |
SOCOMENIN
Welder's name / Nom soudeur: NACEUR MANAI | NIC N°/ CIN N°: 08881612 | identification N°: W 710
Ident, of WPS followed / DMOS N° : GTAW-6GBW-01 Rev.0 | X | Test coupon / Coupon dessai | | Production weld/
Spec. of base metal(s) ~ A106 GrB Thickness: 5.54 mm
Désignation Métal de base Epaisseur .
Testing conditions and qualification limits / Condlllons du test et Iimites de la qualification
Welding Variables [ Varables de soudage (QW-350) ’ Actual Values | Valeurs de Range qualified [ Domaine quaifie
_ - qualificaton :
Welding process(es) / Procéde de soudage GTAW GTAW
Type (ie: manual, semi-auto) used | (Manuel, semi-auto) utilise | MANUAL MANUAL
Backing (metal, weld metal, double-welded, etc.) ! iR T
Support 4 'envers (Matériau, métal dapport, soudure des deux cotés, eic) |
Plate [ Tdle I—XI Pipe | ube (enter diameter if pipe or tube) 2" 0D 1" to over
P1-15F,P34 and P41-P4S including
) Pl unassigned metals of similar
Base metal / Métal de base ( P or S-number to P- or S-Number) chemical compasition to thase
matals
Process 1 Filler metal or electrods specification(s) (SFA) {info only) 5.18 /
Process | Spécification métal d'spport ou dlectrode (SFA) =
Process 2 Filler matal or electrode spacification(s) (SFA) (info only) NA MA
Progess 2 Spécificaiion métal d'apport ou élactrods (SFA)
Process 1 Eiller metal or electroda classification(s) (info only ER70S-6 /
Erecess 1 (lassification métal d'apport ou électrode
Process 2 Filler metal or slectrode classification(s) (info only) NA MR
Process 2 Classification mélal d'apport ou élecirode |
Process 1 Filler metal F-Number(s) F6E AllL F=N°6
Process 1 | FN° métal apport |
Process 2 Filler metal F-Number(s) MA MA
Process 2 F N® métal apport
Consumable insert (GTAW or PAW) Insertion consommable (GTAW ou PAW ) / / ]
Filler type (solidimetal or flux cored/powder) (GTAW or PAW)
Type produit d'apport (sollde/métal ou fourrage poudre (GTAW ou PAW) ‘ Slai Sbkya gng metsl mared
Deposit thickness for each process [ Epalsseur déposee pour chague procéde
Process 1: 3 layers minimum Yes[ | No Lx ‘ Tk b ! S
Procédé| 3 passes minimum oul non
Process 2: 3 layers minimum Yes [] No [] i i
Procéde? 3 passes minimum oul non
Position qualified / Position qualifiée (2G, §G, 3F, etc.) 68 ALl
Vertical progression (uphill or downhill) | Progression verticale (montante ou Uphill Uphill
descendanie)
Inert gas backing (GTAW, PAW, CMAW) (Gaz inerte al'envers without With /without
Transfer mode (spray/globular or pulsed to short clrcult-GMAW) NA NA
| Mode de transfert (pulvérisation, globulaire ou pulse / court - circu_it]__
GTAW current typel/polarity (AC, DCEP, DCEN) | Polarite | type de courant ~ DCEN —DCEN———— —
RESULTS / Résultats _ s ;
Visual Examination of Completed Weld (QW-302.4) | acceprasLe | vr : 142/18 Date: 25/02/2018 #""u "l
| Examen visuel de la soudure achevés A e
[ Alternative radiographic examination results (QW-191) ACCEPTABLE | RT : 018/090 | Date: 25/02/20
Résultat d'examen radiographigue de substitution
Bend test DTranwerse root and face (QW 462.3(a) D Longitudinal root and face (QW-462.3(b} D Side {UW-462.2)
Test de pliags Transversal Racine et face Longliudinagle racing st face Cota
D Pipe bend specimen, corrosion-resistant averlay (QW482.5(c) [:! Plate bend specimen corrosion-resistant overlay (QW-452.5 (d)
Eprouvelle pliage pour tube, sur-couche de résistance & la corrosion Eprouvelte pllage t8le, sur-coucha da résistance & la corrosion
D Macro test for fuslon (QW-462.5 (b) D Macro test for fuslon (QW-462.5 (e)
Magro lest pour fusion Macra lest pour fuslan
| Type /type Result / résultat | Type!type Result  rasuitat | Type / type Result / résultat
] I 1 ] I ] I
NFillet weld — fracture test (QW-180): NA Length and percent of defects: |
Soudurs d'angle - tesl de rupture Longueur et pourcentage du défaut
Macro examination (QW-184) 1 NA Fillet size : | Concavitylconvexity : |
Examen Macro Dimension de la soudure d'angle Concavité  convsxité
Other tests: Autres testes NA
Film or specimens evaluated by | Eprouvette ou film évalué par: R k Company [ Socigte: BECA
Mechanical tests conducted by / Essai mécanique conduit par. P | Laboratory test N° I N° Laboratolre :
Welding supervised by / Soudure suparvisé par : / e -

We certlfy that the statements In this record are correct and that the test coypons were preparad, wilded, and ies&ed In accordance with the requirements of saction IX of ths,s‘\g
Mous cartifons que les déclarsions de cet enreglstrement sont correctes el guefes éprouveltes d'sssal sont pre arés, Fpugés el lestés an conformité avec les exigences da |a secllon RARY

R
.4

SOCOMENIN REPRSENTATIVE REVIEWED AND APPROVE /_,_.Ii_. THIRD PARTY INSPECTION /# ' .’
Représentant : BADRI Abdelhall i QAR \ohamed T Représentant : T
Date / Signature : 01/03/2018 dATE 5 DatefSignature:Uif{JSIZm :

o f




WELDER PERFORMANCE QUALIFICATION [WPQ] r .mCI rt

ASME Boiler and Pressure Vessel Code, Section IX, See QW -301

ONTROL
WPQ Report N°: CE_ICS-00239-0010/2021 - _
| Weldername  : Naceur ALMANAI _ Identification N°: 08881612 ! Welder N° : W 08 |
Weided On i 27/12/2021 Company : pCC . = |
P e R : TEST DESCRIPTION CELRE |
; WPS N° : 01 = Revision : 00 | Date:27/12/2022 | ¥| Testcoupon | | Production weld |
 Type of test material Pipe 2" | Thickness : 5.54 mm | Type of test: Groove Weld N
Specn’ncatlnn J SA-Material | SA 106 Gr B | _To Specification = SA-Material = SA 106 GrB -
SRS TESTING CONDITTONS AND QUAUFICATION RANGE
Welding variables (QW-350) o I _ Actual Welded Qualified Range
| Weiding process GTAW//SVIAW i GTAW//SVIAW
I Type of weld | Butt weld Butt & Fillet Weld
| Backing B _ ) Without //with With & Without //With
| Base material (QW-403):P- S Number To P- S Number Pn°1 I P n°1to P n°15F, P n°34, P n°41to P n°49 .
P ”_“_ | Groove - | 5.54 mm -
IUIGI.CIIGII lllll-l\llﬂan | v
tin | Fillet L . .
Pipe Diametre Groove 2 in. Diameterz1 in.
Fillet R ; All
f ' Specification (SFA) [only of infarmation] ! ER70S-3 // E7018
[ . Class (AWS) [only of information] | AS5.18// A5.5 | |
 Filermetal | - ., ' 6//4 | AllEn®A//Fn°1 2 3 4 With Racking |
| (Qw-404) | v | Y o -
- Consumable insert (GTAW or PAW) I |
_ Filer type (solid/metal or flux cored/powder GTAW/PAW) Solid ! Solid & metal cored ;
Deposit thickness for each process : _ | :
Process1: GTAW : 3 Layers minimum | Yes X No 3mm T<6mm |
Process 2: SMAW | 3Layers minimum | Yes X No | 2.54 mm T<5.08 mm
| Groove N ' oG 3
. | Plate and pipe > 24 inches All
! pﬁiﬂ:: ‘ Plate and pipe < 24 inches All
QW) | Pt Al
| | Vertical progression (uphill or downbhill) | Uphit | Uphill
Gaz For GTAW, PAW and GMAW gas backing Without ' With & without
(QW-408)  Type of fuel gas for OFW —— - .
Electrical | Current type (AC or DC) DC ' DC
Data Polarity (EN or EP) EN/EP ; EN/EP
{QW-409} | Transfert mode (spray/gtobular or pulse to short circuit GMAW) | B
| ) _ BEND TEST B
: Tvpe and fi'gure Number | Results el
N R T |
| e — OTHER TEST - i
. Visual examination of completed weld (QW-302.4) results : Satisfactory ' Report N°:RP_ CVT_0239_015/21 !
| Alternative radiographic examination results (QW-191) : Satisfactory | Report N°: RP_CRT_0239_026/21 - |
__Film or specimens evaluated by: MAHER BEN HMIDA ) -
FILLET WELD TEST
 Fillet weld — Fracture Test results : o NA | Length and % of defects: -
Macro examination (QW-184) results: | ~NA | Convexity Concavity ]
Fillet weld size : NA ~ Leglength i ;
Welding of test supervised by : Khaled FATNASSI Mechanical testing by : | NA |

| We certify that the statements in this record are correct and that the test coupons were prepared, welded, and tested in accordance
Mmrements of section IX of the ASME Boiler and pressure Vessel Code. ——
_ Date of test 709 ‘ ===
| Expiration date | 26/06/2022 |

Confirmation of the validity by employer, the contractor and the examiner body every 6 months, /"\

_INSPECTOR — \ TECHNICAL MANAGER

_Khaled FATNASSI o . ~/" n / MAHER BEN HMIDA |

| 27/12/2021 - s e RE 28/12/2021 |
- I - _.‘/.l

SMART CONTROL
SIEGE : 04 Rue Abdenebi Abderahmen —Menzah 1-1004 TUNISIE; Tél :_{;215} 71767 171 Fax : (+216) 70 201 164
AGENCE : Rue de |'environnement route de Gabes Km 03-3069 SFAX ; Tél: (+216) 71 767 171 Fax : (+216) 70 201 164
MF : 1307783B/A/M/000 Email : contact@smartcontrol.tn Site Web : www.smartcontrol.tn




