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OWNER: SUEZ STEEL CO.
CONSULTANT: DANKEL

WELDER IDENTIFICATION CARD (ASME 1X)
2 Akg i *t(f& NO, GTAW/60
! "%’-??ﬁ%fg l? Kareem

Qualified Position: ALL POSITION
Qualified Process:  GTAW

Weiders Job Card

Required by

Conlsact No. ‘i 4 -
Projest ,‘n()h RON:—.HQ: IPRO e
{Conltrzclor  *PETROJET

R

_L bom N ' At i
Welder Name e STAFA-BBO B Msymior MG 4
Mote: This clearance card Is for waldin: it on the aby \f«a:rﬂenzlunad project omy, , and rhay be
revoked {i weldors pre fnrmance is not ,ahsf.wlmy, 0 -




; Suez Thermal
- Power Planl 650 MW

CP-105 our

.-

Name : = S

Job Function : Weider

Company : KAHROMIKA

Nationality : EGYPTIAN

ID No.:  p400196

Site Access Card No, ; ~ . :¢
ANSALDO PGESCo

Test Record

Mostaiu Abd Ll Kareem Diah ]

Wilnessing Inspector g&@
BRI -

<
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KAHROMIKA WELDING ENGINEER FORM NO .Suez 65/Rev.0
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Suez Thermail Power Plant 650 MWV CP - 105

This ID Card is a properly of ANSALDC &
must be handed back 1o the company at

Ine end of your emploment

in case of Emergency contact : 01065543641

[ PLTUNEPAToy e ) MV SRNTE LN L S S S )

1065543641 = oy e )

Welders Name  [Mostafa Abd El Kareem Diab’ |
Welder No. KP-11) g

Cerl No. 15
Welding Process (es)
Type (Manug), Semi-ay

WPSHNe. 3

Dia. & Thickn: -

Range Qualdiely e WPLATE & Pipe 0.0> §40am
Test Position Position(s) Quatfied AL
Clectrode Class ¥. No. F4
JontType  CBURTWELD Tesibethod "1

RTRef No. RT Date :

Daleofissue 0706205 Piace of Issug : $U

This cavd on s own quaifes e wakder for 6 months from the dale issue. Bayond Ihis dale
wevdng recnids must b2 consuiied 1o ensure the welders quatfication has besa mainiained.

Welding Performance Record _.
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Welding Perfarmance Record

Welders Name Mostala AbdEHaream

Welder No. T-458
Cerl No. 191

Welding Piocess(es)  GTAW -

Typs (Merua!, Semt-automatic Auoratc)
WPS No. 10055-P4P1.D)

Dia. & Thickness {Actual) z
Range Quatfed Pipe 0Dz 1"1%:1.0__.
TestPosition b
BlectiodaClass T ERTESE
Joint Type BUTT WELD

RT Ref. No.
Date oflssue . otg o{ Issue
This card on his own B we'der Tor b moaths | from the date issue. Bayond this ate,

) fecards must be consy

ed fo ensure (he welder's ualifeation fies been mainizned.

STEEL MAKING PLANT
SUEZ STELL CO,

Citside Dlia Qualified Range D21 filler amy

Base Materials Qualitied Range P-No.I: P-No 11, P-No34 & P-No.41: P-No 47

Backing gas

with &without

j’_’;(‘kmg Witk Gwithow

Graove Weld Thick. Quatified Range up 1o 7.82 mm

Filler metal specifications 21 Hard H Abd ElSase & SFAS5.9 (F6)

et . \\:&iﬁ o ST IO 543
Progzession (Uphil / Downl l\;ai‘/ QCAUELE ARty up hill

SUEZ STEEL WELDING ENG /| L A |

S , : e e .
H Tem gy . 1]
3 Welders Job Card (Bd.,, B
}
R
Cleared For \ﬁ.fmqu On S
Materal P-No's P NG3 THR, P NG 157 PRO G4 & 41 THR. Fods
F'rocoss - CGTAW T .
dFNo'sT T - FE T -
ﬂsﬁéonﬁ’mgmssion T AT T
MinfMax Thicknioss
Diametar Range S S
Qualifying WPS
', - . ‘:
Company Quailty Rep. ‘
' 7 {
f T _
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Name : mostata abd el kerem dyab abd elkerem
Address : mostafakbai 1 / building 19b/ apar’tmentﬁ/roied

Dataof Birth  :30/9 /1987
Place of Birth  : suey

Religion : Muslim
Mobile : 01003524035

Marital Status : Single
Miritaly Sevvice : exempted
: welder aragon el ectricity

o DIPLOMA SANAYEH THREE YEARS WELDING AND METAL

o WELDER ARGONNE AND ELECTRICITY

- Welding company Orascom construction and mechanical installations ( draft APLC)
Transocean Drilling
Company Gerstenberg Schroder German

Suez steel company

EL AIN EL SOKHNA THERMAL POWER PLANT UNIT 2 { DOOSAN )
company petroment sector oil maintenance the SUMED tanks .
Suez Naval Shipyard

Egyptian german pumps ( Rohr)

Hassan Alam

WO N Sy TR WO
|2 S D T -

Arabic : Native Language .
English : GOOD
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WELDERS QUAL!FICAI-[ON TEST: RECORD
(ACCORDiNu ’m A wsr CODE)

Wéiders Mame:

Most‘n‘a Abd FI I(reem Dlab

Welding Processes used

{denwmauon of WPS followed by We|def dunng We](llng of wst € oupon:’
Base Matenal Weided :' o :

Manual or Seml Automallc Vﬂrial)les for each Proce S{Q.W«ISSG): .

Backing (Metal, Weld Melal, Welded from both sicles‘ ﬂux {c)

P-No Py
[} Plate

Filler Metal F Number :

. Consumable !nSPﬂ for GTAW and F'AW

Powder }
- Machine Weld

Au!omalu, Jolnt Trackmg
Welding posmon (1G 5G etc)

GConsurnable insert

Backlng (Mela! Weld metai Welded !ron* both sides, £l

A 1085

UTF\‘N*SMP\W

b)’\'g -

i ] Daosanleasy ladustiles -f|
Attt

"

‘1 REVI

_ToPNo . P1
AL

inler Metal Speclrcalion (SFA)

P|pe {enter dlameter if plpt’) '

Ab 1

(‘Eaaomcalmn

FFORM H0,. -FiA-10056- 202"

| CERTIFIGATE NO.: 118

ISIQi: 0.

Csmawewrth T

Ty

g :@ 60,3 mm -

HIA

Type _ofguided berid tes_t . I':-

Resiils .=

WA

Macro Tesl Fumon

Mechamcal Tests_ fi ug

ACCEPTABi E:

Rewt_‘(l Acceplqnég'-:’

Mame

‘Sighature.

Date

A2 a0 |

Do ;\\) 5
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WELDER PERFO

WwirQ),

According To ASME Coda Secilon IX-2007, Add 20083
: 2

RMANCE QUALIFICATION RECORD,

Tsaue Drate: 130772011

WS No.t S5C 002

| welderName I Mostafa Abd €l Kreem Diab
[ . Stamp No. %} i2g .
Centificate Na. T CROWN-SMAWMZE . I
ow VARIABLES ' ACTUAL VALUTS ',.QU'A‘LIE:ED VALUES
au0.1 (@) Wellling Process SMAW ' SMAW
424 {-)Backing With * With
403.16 Tipa owislde dlamefes “plpa6® _ [Groove 2 27/07] & [Riltat: Ang]
103.18 P-to.to P-No, T Pao.1 P-No.1: E-bo.11, P-No.34 & P-No.41 : P-No4?
40414 {#) Flhier: (GTAW) B WA . ) N/A i
40435 ‘&Na. I-Nod 5 F-No.4 ]
4042 (&) Inserts: (QTAW) N/A L WA ]
404.23 Troddict forid {GTAW) NfAT ™= p o N
404,30 {} deposited/ No, of passea ) 411nun . 1.5 mm TO 8.22 mm ]
0832 | (Uit S.C:(GMAW) N/A ] N/A N}
403.1 (¥) Posltion 6G all position
4053 () Proggresston T Uphill Uphilt
403.8 (-} Inest Backing Without Without
1092 | Transtersnode: (GMAW) N/A ] N/A
1094 | (@) Current typefpotasity oo/ Tpc/Ee _
{QW-302.4) Visusi examinatlon [Reporttlo. | WQT/200 Result ACCEPT
(QW-304) RatHographie test [Report No. WOTSMP/15 [Result: | ACCEPT
[QW-182; Tillet Weld-lractuce Test ... Nene...... coveennnns
{QW-169) Guided bend et~ NOTC i ier s
(QW-183) Macro Examln-allun ......... None....ovviercenne,
NOT conducted by
- ' P .‘P R
Quafification Malntalning Record Quo-zﬁﬁcah’on l4atnlalnitig Record
Pookorged weery § oot “Prakiog 4 Levery 8 Manay:
Data Sighalura PN;'I?: of R-T-S:.P“" Dslo. . Slgatura Posﬁi?: ol n.Tﬁ:purt

: .
E CBRTITY THAT THE STATEMENTES IN THIS RECORD
WELDED AND TESTAL: MY ACCORDANCE WITH THR REUIREMENTS OF 8ECT{ON 1X

Prepared By Reviewed By

Title : CROWN QC ANGINERR Title :55C QCMANAGER

AR CORNEBCT 45D THAT THE TEST COUPONS WERE PIREPARTD .

OFTHE ASME COPR /
T Wty
el - 6bWL(’yuw( it

Nome: AHMED KAMAL Plame tHANY HALIOEIR, - Abt EliSalam - o
. - B r/}-' it - . |01 1541'} ] ﬂ__éz}gﬂ,_,ﬂ::—n—-*—
Stgnature f Date: r L—”"ﬂ Signature f Daga I k' ¢ Mtins, o V2 -!ﬂ":f_’_ 4
grat = LN g0d AR A ZE v Cr ARl AL e
BL . e — P

—

=
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Welder Performance Quatification

Certificate NO. ............ 12/2016......... (Form Code No. : T -WI-001)
 Code:AWS D1.1 TWPS NO.:..2/2013.. | )
' Type of Welder: CJP Groove Weld | Identification No.: 12
i for Tubular Connstions i |
“Third Party(if required) . ABS -
| Welder's Name: _......Mostafa Abd Elkarim Geyab.....
Text Description
| Welding Process:SMAW | Process Type: Manual -
; Test Coupon Specif. of Base metai : ASTMA 106
‘_ Base metal Thickness: 12.7 mm
i Production Weld [ 7]
: Testing Date: 3-3-2016 ' N -
‘ Testing andit@p_gngggu,\.*‘icatmn Li}?}..ift_s o
! - Joint ?reparatmn and Welding Actual Values Qualified Range |
Variable S U — ]
Nominal Size of Test Ptpe 8 inch L 4m9h TO unhﬁrgglred o
ointDesign Fig oTAWSDI1 1
' Backing twithout With & Without
i Flller metal &»pec )ec.No. SFA AWS A1 o ‘
“Filler Metal Classification Root | Filing __ 5
f i E7016 {E7018 | o j
. |FNo. ] |4 11234 e
1 “Nominal Pape \Nall l”hlckness - M27mom  Smmb iOunllmlted o
é Position 6GR B A
Weldw_jggjessson o Uphiil .UP_“!‘L_,g__,Q_,_,______,,,,,
% | Inert gas backing N/A ~ TNIA o
Etectrlcal charactenstlcs DCEP i DCEP
L " VISUAL INSPELTION o
o Acceptable ..........
i ) Radiographic Test R Results L
Fllm Idenuficatlon N'umb?uﬁ Results Remarks
P Wiz A CC%Z;""M  Aeme

We certify that the statement in the record are correct and that the test weld
coupon were prcpared welded and tested in accordance with the reguirements

AWS D1.1
Quality C ?’E{&Olit}?&% X E;E\ B Thlrd “ party {if /req uirﬁed)
Hanfj Ahm& = . L7
} R f 2 /,,,_HW_EZ./,C)\;\_\.

o)
N A R G
£ . ¥ L
/ /f ‘ L .‘\.'\3":) S -~




SOUTH HELWAN SUPERCRITICAL POWER
PLANT3X650MW

ﬁ%@ LERS

E_rsuifo Calaty {251

WELBERS QUALIFICATION TES?RECORD ACCORDING TO

FORMNO.: S-HELWAN
oot

ASME CODE REVISION: 0
: CERTIFICATE NO; 101
oA _.‘_.';ﬁnﬂg_!a AbdEikaream iD/N: . _1‘-468 e
e Drosasens used: GTAW Type: _Manual
crasdihestior of WPS followed by welder during welding of test coupon: 10051-P1/P1-002
e bhateriat Welded: A106-GRB Thickness: 6 mm
it e B Anbermatle Yart Range
wiai or Bhemd Automatic Variahles for each Process Acigal Values Qualified
weing {(Meiaf, Weld Metal, Welded from both sides’,-ﬂux elc) Without - With & without
From p1 through
p15F. P-NO.34,
1 To P-No P1 . P1 and P-NO 41
through P-NO.
o 49
“ietn =l Pipe (enter diameter if pipe) T 2" 1770 UNLIMITED
iolat Gpecitication (SFA) A5.18 Classification ' , ER70S-6 ST
i dhstal F o umber A T ' F6 “ALLF 6
able Insert for GTAW and PAW ' None None
. R
Wede roposl Thickness for each welding process 5.54MM R&KATO 11.08
zztor (Uphill, Downhill) _ -UP up
e e lor GTAW, PAW or GTAW, Fuel Gas for OFW ‘ NIA NIA
iAWY fransier Mode ) ' NIA N/A
ekl Crirant Type / Polarity DCEN AC, DCEN
. . Range
Aaoauns We ’ ; - Tt
fzoal elding Variables for the Precess Used Actual Values Qualified
e ¢/ femate Visual Gontrol ’ NIA /A
=reonnatin Voltage Control (GTAW) N/A N/A
~utienvetes Joiod Tracking N/A N/A
bl posibion (16, 5G etc) 7 NIA N/A
apcannabie ingen . N/A NIA
Eranting {Metal, Weld metal, Welded from both sides, Flux, eic) N/A NIA
xarmination Resulis(QW- 008) ACCEPTABLE RT REPORTH# WQT-015
Fadingranhic Test resulls (ACCEPTABLE RT DATE# 7-3-2017
(o miigrmative qualification of groove welds by radiography) ' :
=il el Practure Test: NI Lenglh and percgwn!age,of defect: . NIA omm
iz evst fusion: NiA ) % Concawtleonvex:ly NIA_ -~ mm

visinig Tast conducied by:

peeianucal Tests vonducled by i NIA

\0’ /41*_)1) /) \(\/-——'

i zel]
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Ty

o ng— b TE

; = WELDER PERFORMAN( CQUA[!FICATIONTEST{WPQ) -
HAARDANIHY

IDENTIFICATION MNo:

! CERTIFICATO DI CuyaLIFICA SALDATORE PUNZONE No.s a1 s
! CO\JSTRLCFON (Ref. QW-301, Se 1j0n 1x, AsmiE vy '
' m"""'mwn—% mT%m:-m—"l-nwmhmﬁ‘%%
WPS No: T.C5.A-004 ‘ ' . :

Welder Name ~ Nome Saldatore: Mostafa Abd Fl Kr eem Diah
Identification No. — Punzone No: Mat3s

Refei'encu “Zode ~ Norma di rifgrimento: ASME IX
Examiner or Test Authority: Ahmed Safwat

(4] Test Coupon - Proving - [ Production weld - Giunta di produzione

1
Ele ! dp L }
Weiding Process (es) - : Proced:mnnt:{:} disaldatura -E;MAW § o SMAW ;
i o MMM_H S T | i
i =ck|ﬂg weld insert or flyx {Qw-4q02} Sostegno - . VIAW(W el Metal) SMAW WITH
W%ﬁ“wmm RS through P-No. 15, p.ito. |
Bzse metal (p No.—- OwW-403) — pdetallo Base (P Mo.) 5A 106 Gr. 8 (P no, 1) 44, and P-No. 41 through p-Ng.,
f ‘ ' 49
LDf;rmeter (pipe groove dja. - mri,) - Diametro esternc. [mmf *wﬁw%mm?ﬁm%
Wn[dmg Position - Pasizione dj - : aldatura T 66 | ALL T
 Filler Metal (F No. = G- ~404) ~ Fetallo & apporto {F No.j  dwithoackng 1,2,3,4 with backing |
We-id Deposit Thi (GTaw) - —5Spessore satdatura {GTAW) _W“MW Hﬁ*wrm_h__ ‘: 7
 Weld Beposit Thk (SMAW) - Spe jsora saldatura _L_“_—h_g._{}_s};m M_W_
Flllﬂt -5ocket Weld Saldatura acmoo tasca T AlL T ALE T
Vemcal progression {uphilf or dOWNHWW__HWM £
Ton:h type: gas type {Qw-408) «mmma hmmﬁ ST 100% AR . J
mmmw R T T NA - i
Fransfer mode (FCAW) _mwm%mnmﬁ I NA 1
Current Type (QwW- 409} - Tipo Corrente I oc T oc i
Poidnt\,r {electrodea) - Polarita® “_W"w_—“‘%m;\!_ﬂ_h__ T BOTH h
Other - Altro T _m
M—w-—m*__ﬁ__H
- Type ‘ ‘Resuit r
A ] NA

Alternative Radicgraphic Examination resylts {Qw-
191)

g

Fillet Weld - F-;cture‘r.est {Qw-180}

Macro examination (Qw-184)

b

Fitm ar spacimen Pva!uated by:

Mechanical test conducted bry:

[ Wel Irng supervised by Ahmey EL -Shawadfy Wohemad
_—

—_— T
We certify that the statements in- :this record ar are correct an
with the requirements of Section IX of the ASME Bm!er and Pre“tur'

My, ﬁlonamed lbd EL HameEtf ‘ Mr.Mohamed Fathy

*J' L;,‘xl‘ 5‘- ot e

.‘ e

7 ! R AT
< VTR T O

- P

- - ——
Signature ( K

; - ., !
m 'ﬂ;m}';s'zmw‘ﬂr mmmﬂ&!ﬂ:ﬁﬁa AT, mmmmﬂ_wgmm FOACAEEY R s—'J-J
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Gerstenburg Scheidar GabH Amtsgeoricht Loboeck HREB 5755

Ealkenstrofe 5157 Geschiftsfithrer Knud Aoge Gerstenbeng,
ijéff%i“%ﬁb@rg 3 0-23564 Liiheck »Gertany Kimn Kirkeby
% E ﬁ tEL 149 451 390 : UST.-ident-No. DE 814 383 958
éw Ifﬁﬁ, @E Fax  +49 451 37499 200 . WAL 535,00

Letter of recommunendation
for Mr. Moustala Abd el Kerim
diab

This is cectify that Mr. Moustafa Abd el Kerim diab, birthday 3 30" Septembet 1987,
5/ Abd el Kerim diab was working wi:‘h‘ m/s GERSTENBERG SCHRODIR
GrmbH, as a Arc welder (CS @ 1-6mm) of l)lfmt erection on out plant installation
at our castomer m/s IFECO BGYPT in Sudz , during the period Nov 08 o Jan 09,

We four d hi very professional, competen and keen in his work all the time with
good reputs  conduct,

o .

suee, 20.01.200) :
Place, daie Carsten Timmier
Service Engineer GS

Mostafa Il baycd
Project Manager Iffco Egypt

/4,\,‘)1_/

: ‘,fiﬁ_..

_~Macicj Kurasinski
P 6 \,ct Manager and TPM Iffco




L'OREAL EGYPT COSMETIC WELDER p SREORMANCE -
S PLANT !

) : QUALIEICATTON (QV-454)- f%?}}
] i (X(2010
Hassa t}i i’%LL.AM ' Ao G2010) - ONG ,,Lf%ll _
omiriprol it SN N i ) i 5
LI o
: : e o
"""""" Welder name v Dale 10 No. WPS "JA?;""- i
Mostafa Abd Ei Kreem Diab 06/09/2012 ToO2 ' JowWeood L
QW Essential Varfables ] Actual Values ] ‘Range Qualified =~ ]
363 Prosses ’ ©SMAW . ‘ . SMAW )
51(!‘2.':1 -bar:lunu S Hr T 'ﬁ"“"'\nﬁﬁoﬁiﬁ?@ﬁﬁi o o Wllhf W:lhcu{ Backmg
rl(i.}‘lp @ pipe dlametPr I CPlae i M?"Ia?
SEUKUN TS T T e T T T T T T b e e P T
L oandts 1o i YT T T e '._V"J_”'"FKIE fi??[?m T
A04.2 31) ' —é{l Weld depnsu“ T o T T T T g T T
Cans. | ' n- Posilmn [ T v i -"WTG—&—”‘&SG
40&. . Pnogressi(m o R B uﬁd”d%;t_fﬁw& sz;taEw—_“w T Fal ;&V T )
RESULTS

o s b *ﬂ%‘ﬁr:ﬂ:i%) st
A e

R

Visual examination resuus (QW—302.a-}) ’ ACCEPTED ;
Radiographic test results (QW-305) ACCEPTED Report No.: 401
{For aiternalive yualification of groove walds by radiogranhy) - .

SR

N
7
S

GUIDED BEND TEST (GW-1617

Typa (Root/Face Bend) QW-462.3 Res:i Fvpe (Side Band) QW-462.2 Result
o MIA . NA- e
______ _ NIA NIA B
Fillet wek! fracture tast N/A Length and percent of defects NIA
iMacro test fusion NIA Filellogsize - N/A Concavily/Conhverity
Other
Wiachanical fest conducted by :

Laboratory test no KA

i

-We cerily thal the stalements in this tecurd are correct anﬂ li]at the fezt coupans were ;| repared welded and tesled in
accordunce wﬂh lhe renuirements of . :ection EX of the A8 bl(pcmd\a(g@r\m ) .;l
AbSir A LAY

Welding Engineer _ Siqgélure H ; o Date
Eng.Moharned Khaira L '"/H“' N "r-m ,Z(/?rqn,q( oo P
‘ P ! . [ A
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