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Personal Data :

'Name : Mahmoud Kamal Essa Mahrous Elsﬂél{/ed

" Religion : Muslim
Education :
Industrial Technical Diploma
| Language :

il
i
.!
il

|« ORASCOM - SIDI KRIR .

" ¢ SAN MISR.

| o SIEMENS — ELBOROLS .

| e ELHASHMIA — ELBOROLS .
e Midor - Borg El Arab . | E

| Contact :

:

Date of Birth : 05/03/1987
Profession : Elc . Welder

Address : Kafar Eldawar - Beheira
Marital status :Married

Military Status : Finished

e Arabic : Mother language
e English : Average

Experience :

e KAHROMTCA - MAHMOUDIA .
e ZTPC - ABO QIR Power station.
e PETROMENT Company — Petrol Pipe Kafr Eldawar .

 0 Tel :01277798544 - 01221694616
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- ELDER PERF YALIFICATION =2 M—
WELDER PERFORMMANCE QYA ETREEEER
‘NP Q) b R i o
Bl  AsviE X add 2015 Certificate NO.: HICC.P164
WELDER NAME - fis Mahmoud Kamal -
WELDER 1D | HP314
POSITION [ 66
Certificate Date [ m
Process [T smaw ke | Mznual r progression
TEST DESCRIPTION
SRR
WPS NO. 458AA.03 Rev.:: | '8 . Test Coupon [:’ prodution weld
TESTING CONDITIONS AND QUALIFICATION LIMITS
R - = o
Welding Variables Welding Variables Range Qualification
Backing with with
Base Meta! i ] specification | SA 106 Gr.8
P-Number l P NO.1 Through P No .15F,
- L ok P No.34.P No.41 through £ No 43
g I B Plate i 1 Plate
I 27/8"
. ! Pipe diamater l A% (25.50) Min to unlimited
Filter metal or electrode spacification {s} A5.1
Filter metal or electrode specification (s) E.7018
Filter metal F-number {s} FNO.4 FNo.1,2,3 &4
solide or metal - Cored of flux - Cored N.A N.A
Deposit thickness for each process 9.5Smm 1S mm
e L R - " TAIL POSITION JGrooveREEt "‘A
Inart gas backing N.A N.A
transfer mode N.A N.A
Direct or remote visual control N.A N.A
Automatic arc voltage control {GTAW) N.A N.A
Automatic joint tracking N.A N.A
consumbles insert (GTAW) N.A N.A
Electrical {Curent or polarity) DCEP DCEP
vertical welding : uP up
Visual Report No.
RT/UT Report No.
Macro Test for fusion
Transvers root and face hend test
llongitudiﬂal root and face bend test ]
;-

We certify that statemeg
]




WEIDER QUBIEIGATION TEST GERTIFIGATE

[ Project AMOC TANK NO FB3253D
Welder name Mahmoud Kamal Essa
Welder LD No. M42
Welding process SMAW MANUAL
Code specifications ASME IX

Position & Direction of

6G  EG6010 (Uphill)

welding E7018 (Uphill)
Material specifications A106 Gr B
Plate thickness 7.11 mm
Filler metal specifications E6010 (AS.1)

E 7018 (AS.1)
Thickness range qualified Up to 14 mm
Place of test Alexandria Petroleum Co. Workshop
Test date 4/4/2008
WPS No. 11/ AMOC 2007

Test result

Visual result ACCEPT
Ra(iiographic result ACCEPT
R.T report No. 1
Laboratory test report No. N/A

We certify that the statement in this record are correct and the weld test is prepared, welded and

tested in accordance with the requirement of ASME IX specification

<

13

v 0\
L A
4 \

| Engineer - petromaint Client Rep.
= 7 Nfe .
& Q “~_Kh3
Name %;;/ .‘ \Kﬁed Abdallah




WELDER PERFORMANCE QUALIFICATION

According To ASME Code Section IX

353:356 | (@) Welding Process

SMAW

T
| (=) Backing

SMAW

FERROMETALCO
Certificate No. DAA /AQ541 SB3 Issue Date 14/01/2012
WPS No. HAE-804-55 Rev 0
Welder Name Mahmoud Kamal Essa Elsayed Stamp No. AQ541
-
Qw VARIABLES ACTUAL VALUES ] QUALIFIED VALUES j
| 1
i
| |
!

402.4 With Backing With Backing/Gouging
403.16 Pipe outside diameter 6" [Gmove: Dzz%'] & [Fillet: Any]
403.18 P-No. te P-No. l P-No.| P-No.1: P-No.11, P-No.34 & P-No.41 : P-No 19
404.14 (&) Filler: (GTAW) N/A N/A
404.15 F-No. F-No.4 F-No.1,2,3 &4
404.22 r (%) inserts: (GTAW) N/A N/A
40423 | Product form: (GTAW) N/A N/A
404.30 ;2:‘)‘“’"“" /(3 Layers 13 mm /5 fayers s Max 10 be weld
404.32 (t) Limit S.C: {CMAW) N/A N/A
405.1 ! (+) Position 6G All
405.3 ' (9) Proggression 1] Uphili Uphill
408.8 { {-) Inert Backing N/A N/A
409.2 Transfer mode: (G MAW) N/A N/A
e S e o S L o
409.4 (@) Current type/polarity DC/Ep Any J
(QW-MM) Rndlogrnphlc test Prolongation for approva: 5y the empioyer
Report No. * WOT-RT-118§ Result ©  Accept for the foliowmg six morthes
(QW-182) Fillet Weld ~Fracture Test None
Date Signature pisf?"‘ = = TF}L_"’:
== Ne
(QW-302.4) Visual examination Result - Accept = ] S
Report No. VT-32 | | )
(QW-160) Guided bend tes None 4 J~ e 1 @ 1
o E——
{QW-183) Macro Examination None “f_*—’__ 1

it

NDT conducted by
Mech. Test coducted by

SGS Eng- Abmed Rashed
Neome

WE CERTIFY THAT THE STATEMENTS IN THIS RECORD A
WELDED AND TESTED IN ACCORDANCE WITH THE REQUIRE

RE CORRECT AND THAT THE TEST COUPONS WERE PREPARED .
MENTS OF SECTION IX OF THE ASME CODE

Tssued By:
Title: Welding Engineer

Name:Hossam Ismael

Sign:

Reviewed By
Title: Q C Site Engineer WELDING
Name:

“Hﬂ%")w
Sign;

Approved by
Title: Authorized laspector

Name:

Sign.:




Welding test conducted by EGIT, OCI BE SIX CO.

Mechanical tests conducted by N/A. Laboratory test no. N/A

We certify that the statements in this record are cordage correct and that test coupon was prepared.
Welded and tested in accordance with the requirements of ASME IX. Code.

e

provided welder has been engaged in type of welding covered by this record.

WELDER’S PERFORMANCE
| Orascom QUALIFICATION RECORD EGIT
! ASME IX

Client : ORASCOM Construction, industries BE SIX

Project . Sidi Krir POWER STATION

Date Of Issue - 12/04/2009 :

Welder’s Name . Mahmoud Kamal Essa Elsayed R Z( \\J o Stamp : 71 é/
Welding Process(es) used : SMAW - el T i TS Type :MANUAL
Identification of WPS followed by welder during welding of test coupon: Orascom 805 ,
Base material(s) welded : Carbon Steel Thickness: 10 mm E
Manual or semiautomatic variables for each process : Manual Actual Values Range Qualified
Backing (metal, welded from both sides, flux...) With out With out
Material Specification ASTM Carbon Steel ASTM Carbon Steel |
Thickness 10 mm 4. 76émm to 22 mm
Plate Pipe  (Groove or Fillet) N/A N/A

Filler metal specification (SFA) Classification E 7018 E 7018
Welding position 2G.3GA4G 2G,3G. 4G },
e — — e —|
Progression (Uphill / Downhill) (Uphill) (Uphilly ’
Backing gas for SMAW N/A N/A

GMAW transfer mode N/A N/A

SMAW welding current type / polarity DC-EP DC-EP
Machine welding variable for the process used Actual Values Range Qualified
Direct / remote control Direct Direct & Remote
Automatic voltage control (SMAW) N/A N/A
Automatic joint tracking N/A N/A
Consumable insert N/A N/A

_Eaéking (ﬁetﬂ; weld metal, welded from both sided, flux, etc.) N/A RIS o TR iy
Guided bend test results

} Guided bend tests type: N/A
Visual Examination Result: ACCEPTABLE
Radiographic test results: ACCEPTABLE Report No. RT -WQT-OCI-05
(for alternative qualification of groove welds by radiography)
Fillet weld — Fracture test N/A  Length and percent of defects
Macro test fusion N/A  Filletlegsize in. X In concavity / convexity in

This record is valid for six months and could be extended for another six months by EGIT, OCI BE -SIX CO. in case of the

prm———"
o~

puge==—

= - =.,',: v,-i -
Validity extended to ne & ?if g
T INEFERING U HP-ED
Signature < LGINEE! s
Date: 12/04/2009 | Date: - Approved by:




WELDER PERFORMANCE QUALIFICATION (WPQ)
B asMEl [ awspia

==
=4 —1 3
<> W k34

<3 =

Certificate No.: HICC-045

Welder Name 5
Welder ID -
Position 3
Certificate Date -
Process : SMAW

Mahmoud Kamal Essam

TEST DESCRIPTION
WPS No. 79A Rev.: (¢] B Test coupon [1 Production weld
TESTING CONDITIONS AND QUALIFICATION LIMITS
Welding Variables Actual Value Range of Qualification

Backing With With
Base Metal =) Specification SA516Gr.70

Bl P Number PNoitoPNo1 P Notthrough P No 15F,2 No34.P No

41 through P 49

B Slate Plate Plate

[ ] Pipe diameter Plate >24"
Filer metal or electrode specification(s) A5.1
Filer metal or electrode classification(s) E7018
Filer metal F-number(s) FNo4 FNo.1,2,384
Solid or metal - Cored of flux - Corea NA N/A
Deposit thickness for each process 15 mm SMAW MAX.TO be Weld
Process 1:  SMAW 3 layers minimum 15 mm SMAW MAX.TO be Weld

= 2 Groove (ALL)& Fillst (ALL
Position qualified 36 el )
Inert gas backing NA NA
Transfer mode NA N/A
Direct or remote visual control NA N/A
Automatic arc voltage control (GTAW) N NA
Automatic joint tracking NA NiA
Consumables inserts (GTAW) Nea NA
Single or multiple per one side Muihoie Singie & Multipie
RESULTS

\Visual Examination | 053 UT Report No. 038 [Macro test for fusion ] N/A
Transvers root and face bend test N/A Longitudinal root and face bend test N/A
Side bend test N/A IF ilet weld-fracture test ’ N/A l Macro eatching N/A
Wﬁchanical Test Report ! N/A IOther Tests : , None l N/A

ed-irge oﬁiﬁ&%ﬁm the Code requirements.

We certify that the statements in this record are correct and that the test Coupons were prepared, welded, and

il

Orascom Signature
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BURULLUS Combined Cycle Power Plant Project

=

WELDER's |.D.

Name: Mahmoud Kamal Essam

ID No.: HO098

':FD'ate Qualified: 22-05-2017

e

Code: ASME IX

IRevision: 00 a7

——




| Max Thickness I
I Min. Dtameter

T

ASME P-No. Nb. Bt -G R 1 N/A | N/A

N/A 1 N/A
1 |

ORASCOM 1




Emergency No.
07208582241

0000035689



SIEMENS ORASCOM:. MDEPC

CONBTRUCTION INDUSTRIES

Al-Burullus
4800MW Combined-Cycle

Power Plant Project

Name: Mahmoud Kamal

| Position: welder

ID NO: 28703051802914
Site Access Card N 33035

Authorization Security Manager Admin Manage
Sadat Sadat Emad Azmy




RANGE QUALIFIED
Process «  GTAW ; SMAW GMAW | Fcaw
Backing N/A ‘with backing N/A N/A
Position N/A 6G (ALL Position) N/A
Max. Thickness N/A ' 19 mm N/A
Min. Diameter N/A 22,78" N/A
P-No. 1 through P-No: 15F; -
ASME P-No. N/A P-No. 34, and P-No. 4; N/R N/A
{.._,mﬁhl' s " 7 éi% -:'I{
,‘,A.M-L-QW; = I“"E; *‘?ﬁﬁ %*‘33‘3:‘:‘?% .gt?. ,".' &?r;:_'q"%_ 4
; ey 1@} E ‘_;_n,- o ! e i “-. '{ l R 2
E = 5 ? T ? i A 3 o
: A$yf_F-No (4 > .%&a— ‘1,353& v i T @ ? | N/A
j" Date Qualified: c-17 -
1 it s RS € fPRASCOU 4
T =N Y
'1 . Approved e



9. 8
Name: - sl g Jlas J5aaa

- D 28703051802914
Occupation: sl ga - slags plad

LA

—

—




BURULLUS Combined Cycle Power Plant Project




BURULLUS Combined Cycle Power Plant Project | 3

<7 FQH_Q.: HP314
¢ |Date Qualified: 12-12-2017

%

1

Code: ASME IX
Revision: 00




SIEMENS  ORASCOM:  MDEPC.

Al-Burullus
4800 MW Combined- Cycle
Power Plant Project

Name:  Mahmoud Kamal H
Position: Welder Yos ]

IDNo: 1802914 &

i '\-__ )},- -~
Site Access Card No: 1641 : k_
'Authorlzatton Security Manager Admin Manager 0

s Sadat Sadat - Emad Azmy
el \ .




