Contact

# Egypt. Elbehera. Damanhour
0 01019242272
= Mmmmoh8063@gmail.com

Personal information

Name
Mohamed Adeel Ghazal
Hashw

Birthdate
25/1/1986
Gender

Male
Nationality
Egyptian
Military service
Finished

Jop

Gtaw

NAME

MOHAMED ADEEL GHAZAL HASHW
WELDER

Experience

PETROJET

Midor | Alexandria

MEGA
Purullus | Kafr El Sheikh

El Krom

Giza north power plant

Aresco
West damietta project phase 11

Kahromika
Cairo West therm| power plant

PETROJET
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WPES NO, 2540:-P1-WPS-00]
PROCESS GTAW

Hase Metal Qualified PLTO P 15F
Rase Metal T ' H.54

PFipe Diameter . 2"

NPS (in) Range : = 1" to unlimited
Qualified thickness t ! 11,08

Filler Metal (F.NO,) 6

AWS Filler Class : AL, 18
Position : 6G

Up/ Down Hill : up
Current-AC or DC : DC CURRENT (EN)

Backing With / without




MEGA

NN S T

Sgtes

Q,C Oepartment

Welder Performance Qualification (WPQ]

{Cen2 |  ASME X CERT 250
Compan¢ Mame | MEGA
Miecer Name  |WMOHAMED ADEL GHAZAL |Izentification Mo M247
Test Description
{WPS Feicwes 001 Res NS O e
[viscrg Process |GTAW Process Type Mprmogt™  , 7. {2
| Test Covoen Size |77 P Ease Mtz PRO 1 - ol
i = P‘ = Base Metal Thicknes 5 841Aat, urulius -t
Es: N3 |0347 [sY A2 ¥
[Quaificaten Oate |2505-17 Supponed POR NG 7. W YN AP \S
Testing Condition and Q HtCTTon llmits
Joint Preparation and Welding Variable Actual Values Range Qualified
All B Mo 1 theaugh F-Mo 15F P.Mo 34 and
= ' - PN A1 through P-MG 49 material waldad
Ease Meta! P numes P1 16 (t3aif & any unassigred matals of similar
charnical eOtng
Al Pice | Piate Thickress 554 mm up to11 08 mm
G Pigce Outer Dizmetar T pps & GUNGETec
L o Joint Desgn Groave butt weld groove and filet
B s Backing without With and Without
Bacving Meta! Vithout V/ith and Without
T= 55 mm Filler Sgec No SFA 518 518
i A= 70Deq Filer metzal Clzssify ER 7056 F6
FF = 1-2mm F Mumber F8 _AllF8
ARG = 24mm Process 1numser of Pasizs 3Paszes Single/Multiple passes
Process 2/number of Passzs NA NA
Ceasumable Insen
P (GYAN cf PAV) i e
i riler type
{ (GMAY GTAN or PAW) i NA
F Gzs Tyoe MNA N A
H Gzs Bacnng B
; e PRV of GMAN) without With and Without
; tiea Degost Thickness 5 54mm 11.08 mm
H Transfer Mode (GMAVY) NA NA
g Test Positions g EG ALL
| \Jerical Progression urP up
| Elecincz! Chant _ DCEN DCEN
i Tes: “esults
i Non-Destruciive test results
- Rzdicgraphic Test | Accept report No.WQT (%35 |
{ T | Report 51
| Destructive test results
! Macro Test Root Test Face Test Side Bend Fllstaio
! Fracture
i NA NA. NA NA. NA.
| SSM
Ve cen ity that e 343-_5,—,::: in tnis record are correct 2nd inz! tne test weld coupon were prepared, welded and tested QC-04
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> RECORD OF WELDER Giza moty Power Plact
El Krom QUALIFICATION TESTS 153 W Simpia Cycie
AT AT WPQR
WPGR NO, o
Walder Name __ Mokamed Adeel Hatbw Sarmp Ne, KGPE3D
UsingWP3 No. STF _
Tha alove welder or welding operalor is qualified for tha following variables
Variables Used in Qualification Variables Qualification Range

Process SUAW  Type  MANUAL SMAW Type  MANU
Typa of jsint GROQVE GROOVE AND FILLET
Backing WITHOUT *7TH AND WATHOUT
Base Metal w
Spec. typa & Grada ___ SAI(EGRE
To Spec. Type & Grade SA106GR.B
PMo. 1 __GrNo. _1 ToPNo. _1 GrNo_ 1 From P.No. 1 ToPMNo.
Thickness 74144 U PTO&MM 14.220M
Pipa Dia £ 273" TO UNUMITED
FILLER Metal
Spec. No. SFAS{
AWS No. (Class) E7912
F. No. 4 ALL F4 ASME CLASS EQUTV.
Deposite Weld Mctal Thizk, 7.41MM UP TO £uu 1422uu
Pesiticn ] AL
Welding Progression UPHILL UPHLL

2nking Gas | GTAW NOME
Electrical Charay!t2sictics -
Current  DC __ Polarity gy =2
Transfer Mode (GMAW) NA NA
Other

GUIDE BEND TEST RESULTS QW 462.2 -QW 452.3 (a ) - QW462.3 (b))
Type and Fig. No. Results
For Alternative Qualification ¢’ Groove Welds ( QW 304 - QW 305 )
Visui: Examination 0K
Radiographic Test Results RT001(BY MASSA) )
Fillet Weld Tes' “esults QW 462.4 (b)

rracture Test
facro Test Fillet Size
Test conducted by Laboratory Te:. No. Dats

(s curiify that the statement In this record are correct and tost welds were prepared , welded
and {ssted In accordance with the requirements of Section IX of tho ASME Code.

MR(MT&HSTL

_____SABRYABO ABO

(STEmAT




‘5 ABESBD AC .« :::N\: No.  ARE .NTY

ve temiaroa st QWIS RECORD OF WELDER QUALISIACTION TESTS wesmm v o we v

Dot . 2TATNMT
Job No 3082

WEST DAMETTAFRQUECT FHASE 1

"

Welder Namae : Mobamaed Adee! Hashw ISprccaton DASMESEC Y Stamp Na ARECNINWQ
WPS No: ARE-DEM-AY Dot of Test 294717
N
Varase | Ace 1 Vates | Quaifcason Ranpe
Welding Process (es) ( QW-350) GTNY GTAW {
Process Type (Manual Semi Aum! Masgal Vb oy \ .
Backinrg (Metal Weld Mesy! ‘422 4) A -
3l Weld Meta! ect) ( QWD VRN WLt R W Bacdrg ‘ o
vodibiSowe ¢ SWNE - o SORATFAAL - - PoAQY Thmugn P NoV3E, |
] PN? .‘ 2 P NQ LY Tivvgh
1 FNad

Thickness -
Sroove Soe 16
Filet NA Al Thermess
Diameter ( QW03 1€) ;
Grocue | 250 2 20 men
Filet NA a1 Dameter
Eiller Metal { QW—404) t
F No. ENog FNag
Classficaten ERTS3
Deposited Weld Metal Thickness ( QW-404.30) b
Groove §mm iéom
Fllet NA Al soes
Consumable Insert NIS No
Fiiver Metal Product Form { QW-404.23) Bare ( sad alactode ) Bae
Fosiion Quered [Grv=535) ——p—— — —— A

QTR TR
Weld Progression Up B Up Hil Oy
Gas Type { QW-408) oy
Backing Gas NA NA
Electric Characteristics (QW-409.4)
Current pc oC
Polarity S"ag’*'F'tl DEN) Straght Poany (EN)
Tungsten Electrode EWwWTh 2 Al

Visual Examination Result (QW - 302) : Acceptable (Report No. : QC-WD-AFE-VT-15)
Guided Bend Test Result QW - 4622 (a), QW #62.3(a), QW 462 (b)- N/A

Guidad Bena Test Results - N A
Sxde/ Face Bend - N A
Macro Examinaton - N A

Radiographic Test Result (Q¥ -304 & QW - 305)

: ngihm Results: Acceptably : £+~ refReports a: CC WS ARC-RT-O
Fillet Weld Test Results (See O V-<462.4(a). QW -<432.4(b) - NA

Fracture Test (Describa the locaton, nature & sze of any crach of “:-:ma of specimen)

Length and Percent of Defects ........Nl...mm . ..N‘A P! R':l:'UTNb Fu%m SN S
Appearance - Fi'et Sze (ieg).. . N‘A ..m x ...NA.mm ; Convexty ....NA....mmor Ccnm\u:\ JNALLmm

We certify that the statements in this record are correct and the toupons were prapared, weldad and tested as per requirements
of ASME SEC IX P O

/b \:-—--um \ AC BOILER I'GESCO
Signature: o zﬁﬁﬂo ..-
Name: W .:..\'LC}\’:'
Desianation: C\ \_ o }Q/t]
Date: "’7\'5\--—'2:9"\??'
R P




e R ———

EM]EI{KHVP f
1A g Rev.(0) -
Q C Department 1 5
Walder meon'nﬁ_ nce Qualification (WPQ)
P —— - —
[Code ASME 1X CERT:3) { Welder Photo !
lCnm;pn, Narm- LME ELrROM MODE CAST K
V\Ndn Namt ——1@“”" LD ADEEL HASHW ' IWELDER NO { WR32
P F—
TMI Description
W""s 'v"'vw—v&“ o Rev, No.. 1
m hlmq Process GTAW Procou Type: Manual - J
Yeut Coupon Sue 2 Pipung -nii:i_'i_..- L PHNO I
== Base Metal Thickpgys: 5 54 mm
"l st No 15
"?fi‘i".?.L"“ 08n/2018 Supported PQR f)g - PCO1
- S Testing ConditioN ard Qualification limits
o Joim Preparation and Welding Variable Actual Values Range Qualifisd
All P No 1 Iheugh P-No 157 P.No M and
) P-No 41 INrough P-No 49 maleran weiced
Parent Metal: Pi-P1 10 13211 & any unassgned metais of surdiar
charmcal comp
AL RIS Pipe | Plate Thickpess 5 54mm up to11 08mm
- K1 Pipe Outer Diam«|er 2°Pipe 17 lo Unhmited
Joint Design groove butl weld groove and lillet
] Hey conn
| Backing (gas) | Without with and without
! Baching Metal Without wilh and without
e S LB ot -
: R 15 mm — FIlIorSDcc No.SF ol S — 520G e P o 1
‘ hs o = ~{rer metal Ciazsl. [ ER 705/ F6
‘ Hb 1.2mm F Number F6 ALLFNOE€
s /-4mm Process lnumbor ¢ asses 3Passes Single/Multple passes
Process 2number o Passes NA NA
Consumable Insert
A NA
(GMAW o PAW) N
Filler type NA NA
! GMAW.GTAW or P\W)
; Gas Type NA NA !
; Gas Baching NA NA
' GTAW,PAW or GVi'W)
Weld Deposit Thickuss 5 54mm 1108
Transler Mode (G 1Ay; N A NA
Test Positions _ 6G ALL
Vertical Progress “n upP VP
! Electrical Chart DCEN DCEN
L Tes kasults ]
e Non-Dastruc:t ve test rasults
C Padiographic Tesl 1 Accepl report No.%, V.1 0020 )
L Destiuctive test results
F = : Fillet weld
| | Macro Test Root To«: | Face Test Side Bend Fracture
e _HA NA NA NA - NA
Joe cen ly thal the staterpef: g (0rd are correct and (hat the test weld coupon were prepared, welded and tested
oL ga e win 'i?} ;znls ANME code Sec IX
e ‘_.a‘ _/‘
!
N ! Manager PGESCO
- m;ff SO ety inaeer? a\.pg'a XIO Quality Managyr ~ [ANSALDO Quality Manag
INamy e Na AN ¥ .p name:
Cate- AR ale: H ate:
> ol | —3
Lgneture Signature \‘\\, N Signature
— ;-.._____1'___(-
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Wi Lul ,,hiEnPP‘ﬁg{:’ Max.C2C°)

ETROIET PROJECT]
1D CARD FOR

WELDER & WELDING OPERATOR

NAME ____Mohamed Adeel Hashw

STAMP NO_ P 180
o s VAN AR
PTIQA/QC  AHAMED QU?@%\\[MS\\ (W s
TR

AUTH. FNPPI(,OMPANY MOHA ‘D A.ELFATTAN

AR T VAR B WSt s a s ——

Welder Qualified for Welding on :

PROCT NS POSILIONS  FILLER WIS NI
GTAW (CS) 60 ER70S-3 05
04-12-08

JVATFAIAE IR

»  Ttns Card may be cancallad by QC Inspector if weld qualily 1s nat satisfactary
« This Card canceled n cage (f add or scralchad after stamping




>»>

L1 Krom
Resdiinl b 8 AL

WIQIR NO, 4
Waoldor Name

Using WIS No, 8101

or
-

SUALIFICATION TESTS
WPQR

CORD OF WELDER

Mohamed Adeol Hashw

stamp Ho.
Rov,

KGra

The above weldor or welding eperztor I qualitied for the followlr

Varlablen Usoed In Qualifiezt an

Variablos Qual

Procens QTAW Type MANUAL GTAV/

Typo of Jolnt QROOVIL CROCV
acking WITIHOUT MITHAND W

Naze Motal
Spec. type & Grade SAN06GR.D

1o Spec, Typo & Grado SA100GR B

"No. 1 Qr.No 1 To P.No. 1 GrNo 1 From P.No. 1 To P.No. 8
Thicknoeus JMM UPTOGMM

Mipe Dia 2" 1" TO UNLIMITED

FILLER Metal g

Spec. No. SrA%.1D

AWS No. (Class) ERTO8G N ,

F. No. a ALL F6 ASME CLASS EQUIV.

Deposite Wold Netal Thick, IUM UP TO 62

Pos ot e ALL

£ rem gl (R printics

Sersen OO Potarty 5C _ _oen

Tr or Mooe {GMA W) 1A NA =

GUIDE BEND TEST RESULTS QW 462.2 - QW 462.3 (a ) - QW462.3 (b))
Type and Fig. No. Resulits
For Alternative Qualification of Groove Welds ( QW 304 - QW 305
Visual Examination OK _
Radiographic Test Results RT001(BY MASSA)
Fillot Wold Tost Results QW 462.4( b )

Fracture Test e Ty -
Macro Test Fillet Size R U

Test conducted by Laboratory Test No. Date o
We certify that the statement Io this rocord are correct and test welds wwere prepared , welded

and tested in accordince with the requirements of Section 1X of the ASME Code. "

P

ALI ALI ELSOUDY

.

\.\\

SAEBRY AED ALA.M

”’z//

,,éé-/,*h,__ R ‘




e Svsriiatoe b SNV Fard )

ne PRI § BewA e s

0 C Department
Woelder PurlormgQS'.".anllﬂcatlon (WPQ)

Coae TTAGME X [CERT 260 . imasy ey !
Company Name | MEGA | e S {
Welder Neme [MOMAME O ADE L GHAZAL I ,_ll'inn!.'.r,v.fm o AT
Test Descriptior
WS Tollowed 001 Rev_Ho e M
Welding Process |GTAW Procets Type 1' pl
e Base Metal j{’ NO =l
Text Coupon & g Lol s Mol i I oy 7.
st bl o Baso Melal Thick 15t L[908 fi - ﬂ‘
Tesl No M347 - EFfarmt——1 40 MW
Quatificaton Date [25-09-17 Supported POR My . 1025 st A 741
Testing Conditiu: i1 Qudlifibdtion simitdcp. -~ ent
Joint Preparation and Welding Varlablo = Actual Valuos PRIy Onsdifiad
PP Ve 3 ey Potin 158 P4 A 405
Pt A1 Beopigh Pbio AT mytaral waiced
Base Metal P numbre P 16 11981 & nery urase grar matals of el
crarical sy
Pipe I Plate Thic@g_sg__‘_____ 5 4 mm up o1t 0% mm
Pipe Outer Daameler | 2"pipe 17 to Uniimited
Joint Design b groove butt we'd grotee ard (st
Backing i without \VIth and Vitnout
U
' Backing Metal "" T Without Viin anc ¢iincut
T= 554mm Filler Spec.No SF.5 | 518 518 !
A= 70 Deg Filler melaf Clas . ___FR70S86 F& j
HF = 1-2mm FhNunoer " (] Fi i
RG = 2-4mm Process 1/numbs “- [i=djeo, ¢+ 3Passes SingleMutos p233es ]
Process 2/nurr‘Lw i r‘u. £L, NA NA
Consumable Ins:
VA, HA
(GMAW or PA‘J.—'_: B
Filler type N.A. NA.
(GMAW, GTAW or PAN)
Gas Type - NA. NA
Gas Backing : .
(GTAW,PAW gr_fjﬂAWl without With and V/ithout
Weld Deposit Ti ¢} - 5.54mim 11.08 mm
Transfer Mode. (t,_ .\W' il N.A MNA.
TestPosttions | 6G ALL
Verlical Progressc, | uP uP
Electrical Chart | DCEN DCEN
Non...= .. test results
Radlographic Test Accept report bin \V(Y
VT Report -0 l
DeJtructw" ’test results
Macro Test ool To e o Lo [ Y — Fillet weld
ot Tothy n = - | B Side Bend
NA. T T INA. NA
=7 bt MRV ['n‘" . v ""—}{"JMW
DAT? . / 30

We certity that the etatement In this record are cdrrecfahhapit i lL w.gnld couppn Mg Le pr‘pafed. welded and test
In accordance vath the requirements f ASME 1X
Fodt, 94

- ——in 0 ,.’: e u.w “anagor 0 d
¥ Am(f--r* SRR AT :
 (eHe name c UCTION

Hug PP 4800 g | gat
N QA
§a.mn nn.:,_._.’__.:._“_/_{{l‘// ~w5@§;@€m_‘

m..-.,‘"

MEGA QC Englnee
Name:MOUY

Date:

|Signature
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-~ T
; CAIRO WEST THERM : T
“’i"'\} L POWLI PLAN
% ROl WELDERS QUALIFI :
o™ 5 CATION Ri:CORD

Welders Name:

e

Welding Processes used GTAW

Mohamed Adeel Hashw l

dentification of WPS followtd by welder during wolding of tost coupon

]
Base Matgrial Welded . A10G GrB

——————— e

Manual Or Semi Automatic Variables ):or each Process(QW-350)
Backing (Metal, Weld Metal, Wzlded from both sides , flux elc)

P-No P2 To P-No P2

—

WQ1 65 wae
- MANUAL
a0 | Mggompany For Machanical & Elacy ol
KAHROMIKA
LT — QNQC Pssod Data,

Plale ‘ Fipe (enter diameler if pipe)

Fi%ier Metal Specilication (SFA] .

Filler Metal F Number

A5.18

Consumable Isert for GTAW and PAW £

Weld Depos.ilion Thickness for each welding process

Weld Position (1G,*5G etc)

Progression (Uphill, Downhill)

Backing Gas for GTAW, PAW ‘or GTAW, Fuel Gas for OFW
GMAW Transfer Mode

Weiding Current Type / Piarity

GTAW Filler Metal Type (Flux Cored /bar(Solid)or Metal Cored / Power )

Classification

TOUM HO.: FMA008 11000

HEVISION: 0 ’

P

GODEABME A

e

' Cairo Wwal Powar I"ar ﬁﬁ'f ![m
GTAW - WITHIOUT i ,

- ot

P2 ~ From1"2To P11
aTmm T 'ﬁﬁf QH[’F on
ER 705-3 ‘_..
FG -6 -
NONE o NONLE
GTAW =5.5mm GTAW =11mm
60 - ALL
Uphill Uphlll
N/A o NIA
N/A N/A B

GTAW -DCSP

GTAW --DCS

GTAW —Solid - GTAW - Solid
Machine Welding Variales for Ule Process Useed Actual Values Rango Valuos
Direct / Remote Visual Control (GTAW) N/A N/A .
Automatic Voitage Control (GTAW) NIA N/A
Automatic Joint Tracking N/A NIA
Welding position (1G, 5G elc) N/A N/A
Consumable Insert : ) N/A NIA
. L]
. Backing (Melal, Weld metal Welded from both sides, Flux, etc) NIA N/A
* L]
' . Guided Bend Test Result
Type of guided bend f2st Side Resulls Trans R & F Resulls Long R & F Results
u‘.’A NIA NIA N/IA
NEA N/A N/A N/A
| Ns : N/A N/A N/A
Visual exzmination results(QVV:302.4). ACCEPTABLE VT REPORT # WQT-030 DATE
Radiograntic Test results(QW-191): ACCEPTABLE RT REPORT # 10051-WWQT-042  DATE
(For alternative qualification o” of groove welds by radiography) .
Filat weld Fracture Test:  N/A Length and percantage of defect: N/A mm
Mazro Test fusion: _NA T Fea rAgenanical & Rrtical | Concavity/Convity: N/A mm
Velding Test conducted by:, |- Y - K MELDING ENGINEER
I7echanical Tests Conducted by: KARRUMIAA Laborater  Festt !
We certify that the statements ip this redaAe Gacend and that R coupons-were prepared, and test In
F~ecordance with the reguiremaznis of SeCHoT IEErAMiPPREBS|IRE VESSEL CODE.
Record Acceptance K1 a HITACHI PGECO
Name Ma . N .
Hamad GAWC | Al A LOHR QM A Ha 9S04 A
Signature L. G\ ALAL léé g i l ;
Date
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Nt DR NANE Mohamad Adeel Hathw

'

L oALE OF BIRTH

RECORD OF wiLpr Qtl

' WQaR !

IALIFICATION TEST
warT 091

STAMI pan

NATIONALITY  FGYPTIAN

REV 01

Lhas HEEN QUALITIED USING WERHS R oA i, =
& |
‘ sIANUIAL
L eROCESS GlAW AL e ,
-- - ustD I CUA QUALIT IGATION RANGE '
VARIABLES L actual VALUE S USTLD I QUAL. 0 \ LS
L - — - - 7 H It
ot v pun g, 100 |
et tvialii I 501 T0 11 CXCEPT PH I
| DASE METAL (P-NO) R :
PLATE OR PIPE (Enter diameter il prpe) nie -2 P
GROOVE GR:OVE GROOVE: {
FILLET ST e
WILD THICKNESS = '
GROTWE A ot !
FILLES I SO, .. S
FILLER METAL i i i
; SPLC & CLASS ER7053 : ER XX S :
: F-NO ' F& ' 79 i
{ FILLER METAL VARIETY (GTAW) ,
\ TONSUNA L INSERT [(S7YW) F\VHI" < l-"[il'? . i
elemicy . 66 ALt :
= - — —— s — - o e e 0 bt - it e o, o ot o g Ep—— SR S |
g S PRCGRESSION i UPHILL umm.l , !
RS20 e o e el e S | T— — b et o] | e s =weill) o :
i NA HA i
- P —— - - b~ e ceem e - —— ———— ———— — o af
" IRANS"ER MODT a HA HA
CURRENT & POLARITY L —]
GUIDED B0 TEST RESULTS !
, S 8 e S
: ! TYPE I RESULTS ! TYPE 1 RESULTS
= . —— — 1-- :'-- — - —_— g e S po— !
.| S . HA ,!,,,.,._ 1L S N |
| | e e e e o - il__._ FE S i
TR- NOSRAPHIC TEST RESULTS  ACCEPT RT REPORT NG WQT 35 VT REPORT
FILLET WEL ) TEST RESULTS )
FRACTURE TERT NA LENGTI R PERCENY DEFECTS f\///\
| MACROIESY NA FILLCTLEG SI2F ;\// A l
' .
I APPEATRANCE ///\ '
,m s N
ity LaE e Gy / p— - - e i i) e
] Ti\_-cu u_xf_;rr.n BY TN CERIIF. No 091 i
WE CERTINY THT STATEMUNTS 10 TIUS REGORD ARE g T T
el ST NN W”'”l| 'f‘ m\»'rn CORRECT AND THAT YHE 1EST Wi DS WERC PREPARED, WELLID !
i U AC ANC I REQUIREM! 414 OF e AWS D11 R AsmEsecor |
o !
i e P . - wr e e S mmom s - PoRs |
l . PETROJCT TECINNT CIMIMONTOT T EMPTHANEX ]
Lo gt e 10ile ) " Dale | . s
o ! Signa e i

r.1nlnnmm(1 Ianna

SR g

!
Lt _-/\‘f{\ "'"A -./."_r\l ;\.dr/_’



