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.. Farnikan

¥ Engineered Solutions

Welders Performance Qualification Record (WPQ)

Welder's Name:

Gholamreza

Identification No.: W-103

Roshania
WPS No. Followed By Welder: FPA-WPS-105 M Test Coupon Production Weld
Welding Process: GTAW+SMAW Type: Manual
Base Material Welded: SA 106 Gr.B Thickness: 10.97

Testing Conditions and Qualification Limits

Welding Variables (QW-350)

Actual Values

Range Qualified

Welding Process GTAW+SMAW GTAW+SMAW

Type (Manual, Semi-auto,..) Manual - Manual b
Backing NO With or Without Backing

Base Metal P-No P1To P1 P1 through P15F, P34, P41 through P49
Plate/Pipe (enter diameter if pipe or tube) ___ Pipe (#168.3mm) Plate & Pipe @273mm

Filler Metal Specification(s) SFA (info only) 5.1§ &5.1 _l B

Filler Metal or Electrode Classification(s) (info only) ER70S-6 & E7018 - /

6 & 1,2,3,4 (With Backing)

Welding test conducted by......... FARANIKAN QC. DEPT ..ottt oee oo oo
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 I1X ot'the ASME BOILER AND PRESSURE VESSEL CODE.

Date...2020-09-12.................}.. Cerifiad By....asum g

Filler Metal F-No. - 6&4
[Consumable Insert (GTAW or PAW) NO NO 2y
Weld Deposit Thickness for Each Process 3&797 6 &15.94 2
\Welding Position - ] B 6G ALL
Vertical Progression (Uphill or Downhill) A B NA
Inert Gas Backing (GTAW, PAW, GMAW) ' N.A. B N.A. _ ol
| Transfer Mode (Spray, Globular, Pulse to Short Circuit-GMAW) N.A. N ) N.A. . i
GTAW Current Type and Polarity (AC, DCEP, DCEN) DC- DC-
RESULTS

Visual examination of completed weld (QW-302.4): Acceptable
[Bend test: [Transverse root and face [QW-462.3(a)] OLongitudinal root and face [QW-462.3(b)] [Side Bend (QW-462.2)
UPipe bend specimen, corrosion-resistant overlay [QW-462.5(c)] OPIate bend specimen,corrosion -resistant overlay [QW-462.5(d)]
Clpipe, Macro test for fusion [QW-462.5(b)] Ll Plate, Macro test for fusion [QW-462.5(e)]

TYPE RESULT TYPE RESULT TYPE RESULT
Alternative Volumetric Examination Results (QW-191) : Acceptable: see report no. 56 HMRT or ouTt
Fillet weld —Fracture test (QW-180).. N.A................... Length and percent of defects..............................
Macro examination (QW-184)........................Fillet size (in.)...... ......Concavitylconvexity(in.)...........................
Othertests.....PT: ACC. ......oouiiiiiiiiiee oo e oo
Film or specimens evaluated by......A. Abbasl,...,,.,,..A,...,,.,..,.,...A.‘..,......,‘Company..,Puyash AZmoon.............coeeeei
Mechanical tests conducted by ................cooouvomeoeeeeoi Laboratory test N0........cccovuiieeci e o i




Farnikan Welders Performance Qualification Record (WPQ)

7 Engineered Solutions

Welder's Name: Vali Hoseinzadeh Identification No.: W-115
WPS No. Followed By Welder: FPA-WPS-010 M Test Coupon I Production Weld
Welding Process: GTAW+SMAW Type: Manual
Base Material Welded: SA 312, TP.321 Thickness: 15 mm
Testing Conditions and Qualification Limits

Welding Variables (QW-350) Actual Values Range Qualified
Welding Process GTAW+SMAW GTAW+SMAW
Type (Manual, Semi-auto,..) Manual Manual
Backing NO With or Without Backing
Base Metal P-No P8 To P8 P1 through P15F, P34, P41 through P49
Plate/Pipe (enter diameter if pipe or tube) Pipe (8168.3mm) Plate & Pipe @273mm
Filler Metal Specification(s) SFA (info only) 59&54 /
Filler Metal or Electrode Classification(s) (info only) ER347 & E347-16 /
Filler Metal F-No. 6&5 6 & 1,5 (With Backing)
Consumable Insert (GTAW or PAW) NO NO
Weld Deposit Thickness for Each Process 2&13 4 & UNLIMITED
Welding Position 6G ALL
I/ertical Progression (Uphill or Downhilly N.A. N.A.
Inert Gas Backing (GTAW, PAW, GMAW) Argon -
Transfer Mode (Spray, Globular, Pulse to Short Circuit-GMAW) N.A. N.A.
GTAW Current Type and Polarity (AC, DCEP, DCEN) DC- DC- |

RESULTS

Visual examination of completed weld (QW-302.4); Acceptable
[Bend test: OTransverse root and face [QW-4623(a)] DLongitudinal root and face [QW-462.3(b)] []Side Bend (Qw-462.2)

UPipe bend specimen,corrosion-resistant overlay [QW-462.5(c)] [IPlate bend specimen,comosion -resistant overlay [QW-462.5(d)]

Clpipe, Macro test for fusion [QW-462.5(b)] O Plate, Macro test for fusion [QW-462.5(e)]
TYPE RESULT TYPE RESULT ‘TYEE RESULT
Alternative Volumetric Examination Results (QW-191) : Acceptable: see report no. 106 HmRT or ouT
Fillet weld —Fracture test (Qw-180). NA...... Length and percent of defects...............
hMacro examination (QW-184)....... ............. ..Fillet size (in.)...... ......Concavity/convexity(in.).. ...... ..............

Other tests...... o o

Film or specimens evaluated by...... A. Abbasi... s Company.. Puyesh Azmoon... .
Mechanical tests conducted by ........................ seresessnaneeee ... LADORAtOTY teSt NOLL L
Welding test conducted by......... FARANIKAN QC. DEPT............ocoomii

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

accordance withmwmmuMTf the ASME BOILER AND PRESSURE VESSEL.COBE. QAT I FERN T\ \
Date...20 Certified By................. iﬁgpéction'&'Q“aw Services
witnessed

Reviewed [l
o

No.1 e80]




ﬁ -\‘. Farnikan

Engineered Solutions

Welders Operator Performance Qualification Record (WOPQ)

Welder's Name: Ahmad Zare Identification No.: W-101

WPS No. Followed By Welder: FPA-WPS-101 M Test Coupon (1 Production Weld

Welding Process: SAW Type: Semi-Automatic

Base Material Welded: SA 240 Gr.304L Thickness: 53 mm

Base Metal Por S-Number: 8 to  PorS-Number: 8 Position: 1G

Plate or Pipe: Plate

Filler Metal Specification (SFA ) 5.9 Filler Metal or Electrode Classification: ER308L

Testing Conditions and Qualification Limits When Using Automatic Welding Equipment

Welding Variables (QW-361.1) Actual Values nge Qualified

Type of Welding (Automatic)
Welding Process

Vaccume or Out of Vaccum (EBW)

Filler Metal Used (Yes or No) (EBW or LBW
Continuous Drive or Inerti ding (FW)

Testing Conditions and Qualification Limits When Using Machine Welding Equipment

Welding Variables (QW-361.1) Actual Values Range Qualified
Type of Welding (Machine) ~— TR R ) NG SR SR
Welding Process " <14 = - R i _SAW_ e | [ 22N __SA_W_ 1 A
Direct or Remote Visual Control N 2 = e DO .. Les D S Ui T
Automatic Arc Voltage Control (GTAW) el e oo NG Boblo el S A
Automatic Joint Tracking
Position(s) _ WO = i i =S U __ R RN TS FPlate&e:»?amm e
Consumable Inserts (GTAW or PAW) _ BATUE N RN - Gobor RN RO -
e e Ye o G T) T W e
Single or Multiple Passes Per Side Multiple Multiple

RESULTS

[IPipe bend spacimen,corrosion-resistant overlay

Clpipe, Macro test for fusion [QW-462.5(b)]

Visual examination of completed weld (QW-302.4): Acceptable
[Bend test: [Transverse root and face [QW-462.3(a)] OLongitudinal root and face [QW-462.3(b)] [ISide Bend (Qw-462.2)

[QW-462.5(c)] [IPlate bend specimen,corrosion -resistant overlay [QW-462.5(d)]

[ Plate, Macro test for fusion [QW-462.5()]

Film or specimens evaluated by......

TYPE RESULT TYPE RESULT TYPE RESULT
QW-462.2 ACC. QW-462.2 ACC.
QW-462.2 ACC. QW-462.2 ACC.
Alternative Volumetric Examination Results (QW-191) : Acceptable HWRT or out
Fillet weld —Fracture test (QW-180)...N.A................... Length and percent of defects.................ccoeoceevrrrsvivnsnn,
1Macm examination (QW-184)........................ Fillet size (in.)...... ...... Concavity/convexity(in.)................c. ..o

Other tests... ...

Mechanical tests conducted by ......... Razi-Applied Science Foundation.............. Laboratory test no....145224.....................io ...
Welding test conducted by.........FARANIKAN QC. DEPT...

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 ¢f the ASME BOILER AND PRESSURE VESSEL C-ODE o

...Company... Razi-Applied Science Foundation. ..

Date...2020-01-11.. T

Certified By
FARNIKAN PARS AVIN

Dept.

!
f




- ! Farnikan

Enginsered Solutlons

Welders Performance Qualification Record (WPQ)

Welder's Name: Majid Tazarvi
WPS No. Followed By Welder: FPA-WPS-100
Welding Process: GTAW+SMAW
Base Material Welded: SA 516 Gr.70

Identification No.: W-116

W Test Coupon
Type: Manual

Thickness: 20 mm

Production Weld

Testing Conditions and Qualification Limits

Fillet weld —Fracture test (QW-180)...NA...................
Macro examination (QW-184)........................ Fillet size (in.)......

e I e o O N () S
Film or specimens evaluated by......A. Abbasi........................_ .

Mechanical tests conducted by ...................c..ocoooiiii

Welding Variables (QW-350) Actual Values Range Qualified
Welding Process A et o Dt 0 | S _GTAW+SMAW GTAW+SMAW
Type (Maﬂualz_s_emi:aﬁq,,.)_ = = =L i — _Manual = | [/ Manual =
Backing e e L MR SIS o) S With or Without Backing
BtedeigiBNo . . - - — ] P1ToP1 =~ | P1ithrough P15F, P34, P41 through P49
ocEbeCiorddneleripegrtibel = Pme beoe Lo TlanbPioe (VNS
Filler Metal Specification(s) SFA (info only) NN G R R
Filler Metal or Electrode Classification(s) (infoonly) _ER70S-6+E7018 T L O e Y RN |
Filler Metal F-No. U4 Ve LML o | _ 6&4 L= _6&1,234 (with backing)
Consumable Insert (GTAW or PAW) e - |28 L e | R N L
Weld Deposit Thickness for Each Process(mm) o 5&15 . 10 & unlimited
Welding Position e A 5 o BN ST TN 0 I
Vertical Progression (Uphill or Downhill) sy el Uphill 1 oo oUDHE | O
Inert Gas Backing (GTAW, PAW, GMAW) S| SRS e S [ S [, R -
Transfer Mode (Spray, Globular, Pulse to Short Circuit-GMAW) | . NeA | N.A,
GTAW Current Type and Polarity (AC, DCEP, DCEN) DC- DC-

RESULTS
Visual examination of completed weld (QW-302.4): Acceptable
[[Bend test: CITransverse root and face [QW-462.3(a)] OLongitudinal root and face [QW-462.3(b)] [Side Bend (QW-462.2)
CPipe bend specimen,corrosion-resistant overlay [QW-462.5(c)] CPlate bend specimen,corrosion -resistant overlay [QW-462.5(d)]
Clpipe, Macro test for fusion [QW-462.5(b)] O Plat, Macro test for fusion [QW-462 5(e)]
TYPE RESULT TYPE RESULT TYPE RESULT

Alternative Volumetric Examination Results (QW-191) : Acceptable: see report no. 358 ERT or out

Length and percent of defects............ ..

...Concavity/convexity(in.)........................ ...

«ooo...Company...Puyesh AZmoon..................................

St L ADOFRIORPERTINL i
Welding test conducted by......... FARANIKAN QC. BRI o e e T i e
We certify that the statements in this record are correct and that the test coupons weré prepared;welded; aHdtestad in




Engineered Solutions

¢ ) Farnikan Welders Performance Qualification Record (WPQ)

Welder's Name: Afshin Asiabani Identification No.: W-119

WPS No. Followed By Welder: FPA-WPS-100 M Test Coupon Production Weld
Welding Process: GTAW+SMAW Type: Manual

Base Material Welded: SA 516 Gr.70 Thickness: 20 mm

Testing Conditions and Qualification Limits

Welding Variables (QW-350) Actual Values Range Qualified
Welding Process - 3 = Sl 4 - GTAW+SMAW _ GTAW+SMAW
BV Wavvel Semiste.) o - 0 Ml .l N o
Backing —————— 1 = No == |  WihiorWithoutEacking .
Base MetalP-No et el (BT B P -3 L = SR | P1 through P15F, P34, P41 through P49
Plate/Pipe (enter diameter if pipe ortube) =t = "o 2| ol Plate =—— | N _Pl_ate %_Epg s RN
Filler Metal Specification(s) SFA (info only) i e 513&5_1_ STl e T
Filler Metal or Electrode Classification(s) (info only) _ ER70S-6+E7018 | i N T e A
Filler Metal F-No, T At = S0 . SR % 1,2,3,4 (with backlngL
Consumable Insert (STAW or PAW) = O Sl T NG =
Weld Deposit Thickness for Each Process(mm) . Chi S SR | e 10 & unlimited A
Welding Position 4 et TR i M 3G o T | R e B RN 4
Vertical Progression (Uphlll or Downhlil) .S i o Uphillen e s SRl s _ Uphill e
Inert Gas Backing (GTAW, PAW, GMAW) = Te=Sures S R AP SRR O | |
Transfer Mode (Spray, Globular, Pulse to Short Circuit-GMAW) Tl =ENAs A N.A.
GTAW Current Type and Polarity (AC, DCEP, DCEN) DC- DC-

RESULTS

Visual examination of completed weld (QW-302.4): Acceptable

[[Bend test: [ITransverse root and face [QW-462.3(a)] OLongitudinal root and face [QW-462.3(b)] []Side Bend (QW-462.2)

ClPipe bend specimen,corrosion-resistant overlay [QW-462.5(c)] DIPlate bend specimen,corrosion -resistant overlay [QW-462.5(d)]

Clpipe, Macro test for fusion [QW-462.5(b)] L Plat, Macro test for fusion [QW-462.5(e)]

TYRE RESULT TYPE

RESULT TYPE RESULT

Fillet weld —Fracture test (QW-180). .NA..................
Macro examination (QW-184)........................Fillet size (in.)...

Other tests... ...

Weldlng test conducted by......... FARANIKAN QC. DEPT...

Alternative Volumetric Examination Results (QW-191) : Acceptable: see report no. 350 HWRT or ouT

-..Concavitylconvexity(in.)...........................

Film or specimens evaluated by......A, Abbasi..........................._ .

Mechanical tests conducted by .. . Laboratory test no..

Length and percent of defects................ocov oo

Company...Puyesh Azmoon...............




' \\ Farnikan

Engineered Solutions

Welders Operator Performance Qualification Record (WOPQ)

Welder's Name:

Base Metal P or S-Number: 1 to P orS-Number:

Plate or Pipe: Plate

Filler Metal Specification (SFA ) 5.17

Mahmood Zare

Identification No.: W-105

WPS No. Followed By Welder: FPA-WPS-100 s Test Coupon LI Production Weld
Welding Process: SAW Type: Semi-Automatic
Base Material Welded: SA 516 Gr.70 Thickness: 30mm

1 Position: 1G

Filler Metal or Electrode Classification:

EM12K

Testing Conditions and Qualification Limits When Using Automatic Welding Equipment

Welding Variables (QW-361.1)

Actual Values

-Range Qualified

Type of Welding (Automatic)

Welding Process

Filler Metal Used (Yes or No) (EBW or LBW) -
ia¥Welding (FW)

Continuous Drive or In 2
Vaccume or Out of Vaccum (EBW)

Testing Conditions and Qualification Limits When Using Machine Welding Equipment

Welding Variables (QW-361.1)

Actual Values

Range Qualified

Macro examination (QW-184)...............

Bates 2020001511 i e

Fillet weld —Fracture test (QW-180)..N.A...................

Film or specimens evaluated by......A. Abbasi................................

Mechanical tests conducted by .................cccooooorvooinnl,

Type of Welding (Machine) A7 3 - i i _Machinsi AT i 7O _Ma:?hjrf ¥ 0
Welding Process RENT Y o e L S L _SAW_ = | REE __.SAB?_ o U
Direct or Remote Visual Control _ SN e 00 RIRGYRE. - MESUS e i N
Automatic Arc Voltage Control (GTAW) ST S R R R
Automatic Joint Tracking IO N Ot sn . LR e T
Position(s) 1G F Plate & B§273mm
Consumable Inserts (GTAW or PAW) AR G T, |\ D L S
Backing (With or Without) S L TR SRS W e (LT e
Single or Multiple Passes Per Side Multiple Multiple
: RESULTS

Visual examination of completed weld (QW-302 4): Acceptable
[Bend test: [Transverse root and face [QW-462.3(a)] OLongitudinal root and face [QW-462.3(b)] [JSide Bend (QW-462.2)
[CPipe bend specimen,corrosion-resistant overlay [QW-462.5(c)] CIPlate bend specimen,corrosion -resistant overlay [QW-462.5(d)]
Upipe, Macro test for fusion [QW-462.5(b)] O Plat, Macro test for fusion [QW-462.5(e)]

TYPE RESULT TYPE RESULT ERE RESULT
Alternative Volumetric Examination Results (QW-191) : Acceptable: see report no. FPA/110 HRT or ouT

woeeoFillet size (in)...... ......Concavity/convexity(in.)..........................
Other tests...... G s e e R e e

-<we...COmpany... Puyesh Azmoon..........................

Gt LODOMBIDIYASBETIO.. .. 1. cou i seensin sssis vt s v

Welding test conducted by......... EARANICANQIC. DEPT..c ...yt i s st b v
We certify that the statements in this record are correct and that the test coupons were prepared, yelded, and tested in
accordance with the requirements of Section X of thé ASME BOILER AND PRES SURE VE '

o - R\

Length and percent pf:delsciay. 00 1 NSIERTI o sl




Farnikan

Engineered Solutions

Welders Performance Qualification Record (WPQ)

Welder's Name: Sajad Abedini

WPS No. Followed By Welder: FPA-WPS-100
Welding Process: GTAW+SMAW
Base Material Welded: SA 516 Gr.70

Identification No.: W-118
B Test Coupon
Type: Manual

Thickness: 20

] Production Weld

Testing Conditions and Qualification Limits

Fillet weld —Fracture test (QW-180)...N.A.... ..............
|Macro examination (QW-184)... ..
GiherteataWmiEI - L0 L B,

...Fillet size (in.)...... ......

Film or specimens evaluated by......A. Abbasi........

1Mechanical tests conducted by ... iiiiviiiiiin i,
Welding test conducted by......... FARANIKAN QC. DEPT...

Date...2022-05-12.,

accordance with the requirements of Saction 1X of the ASME BOILER AND Pﬁ SSUR

Welding Variables (QW-350) Actual Values Range Qualified
Welding Process g il : GTAW+SMAW GTAW+SMAW
Type (Manual, Semi-auto,.) e Tl o e I s T ey T
L SR S S TG e R s NO(GTAW) & YES(SMAW) _ With or Without Backing _
Base Metal P-No R T _P1ToP1 | P1through P15F, P34, P41 through£49_
Plate/Pipe (enter diameter if pipe or (_gbe) i L o Plate.__ &) R P[ate &fﬂe N S
Filler Metal Specification(s) SFA (info only) R S . R SO R
Filler Metal or Electrode Classification(s) (info only) ._ER_?Qiﬁ 55 AR (AN SR IS |
Filler Metal F-No. - 3 SR et i ) 6&4 _ 6&1234(Wlth8ack|_g)
Consumable Insert (GTAW or PAW) e T ol SNEIRG e el E Mo [ ws | TS
Weld Deposit Thickness for Each Process T e PR T || LR 5&15 2y 10 &unlimited
Welding Position e R T =N, e e gor ot ilffs T o o RN [
Vertical Progression (Uphill or Downhill) LA | P 2 _Uphill __Uphill__
Inert Gas Backing (GTAW, PAW, GMAW) wbisn .5 NA. i, 1o L,
Transfer Mode (Spray, Globular, Pulse to Short Circuit-GMAW) L NA, i [ N.A. k.
GTAW Current Type and Polarity (AC, DCEP, DCEN) DC- DC-
RESULTS
Visual examination of completed weld (QW-302 4): Acceptable
[Bend test: [JTransverse root and face [QW-462.3(a)] OLongitudinal root and face [QW-462.3(b)] [Side Bend (QW-462.2)
LPipe bend specimen,corrosion-resistant overlay [QW-462.5(c)] [Plate bend specimen,corrosion -resistant overlay [QW-462.5(d)]
Clpipe, Macro test for fusion [QW-462.5(b)] ClPlate, Macro test for fusion [QW-462.5(g)]
TYPE RESULT TYPE RESULT TYPE RESULT
Alternative Volumetric Examination Results (QW-191) : Acceptable: see report no. 348 ERT o or ouT

Length and percent of defects..................ocovooeieee

Concavitylconvexity(in.)...........................

-..Company...Puyesh Azmoon..........................

We certify that the statements in this record are correct and that the test coupons were prwep;red welded and.tes

1 LABOTAORYABEENG. e v isoriussiri s




fd ) Farnikan

_’,' Engineered Solutions

Welders Operator Performance Qualification Record (WOPQ)

Welder's Name: Esmail Bustani

WPS No. Followed By Welder: FPA-WP5-102
Welding Process: SAW
Base Material Welded: SA 516 Gr.70

Base Metal P or S-Number: 1 to P or 5-Number: 1

Plate or Pipe: Plate

Filler Metal Specification (SFA ) 5.17

Identification No.: W-109
= Test Coupon LI Production Weld
Type: Semi-Automatic

Thickness: 25mm

Position: 1G

Filler Metal or Electrode Classification:

EM12K

Testing Conditions and Qualification Limits When Using Automatic Welding Equipment

Welding Variables (QW-361.1)

Actual Values

nge Qualified

Type of Welding (Automatic)

Welding Process

Filler Metal Used (Yes or No) (EBW or LBW)
Continuous Drive or Inerti

Vaccume or Out of Vaccum (EBW)

Testing Conditions and Qualification Limits When Using Machine We

Iding Equipment

Fillet weld —Fracture test (QW-180)..N.A..................
Macro examination (QW-184)...

Other tests......

Film or specimens evaluated by...... A. AbBast. . naliiiaiaing
Mechanical tests conducted by .............c.cooovvveoeievviin,
Welding test conducted by.........

accordance with the reqtiirenients-of

»

Date...2020-01-11...... 5.4,

Welding Variables (QW-361.1) Actual Values Range Qualified
Type of Welding (Machine) e i LR R N
Weltgovopes PENSN, - SRANG. | ShRe Rl el
Direct or Remote Visual Control " i | NS = D_irei el | (SO~ R _Dire_cl. S
Automatic Arc Voltage Control (GTAW) R R ROt et S
Automatic Joint Tracking Al S =Y 4 o S Al sesa
POSitiOﬂ(S) 1G F Plate & 6273"’"’“
Consumable Inserls (GTAW or PAW) SEL MDA SO TR SN T
lgbinownen. - F 0 N T WahorWiteu SRR
Single or Multiple Passes Per Side Multiple Multiple

RESULTS
Visual examination of completed weld (QW-302.4): Acceptable
[[Bend test: [Transverse root and face [QW-462.3(a)] OLongitudinal root and face [QW-462.3(b)] [JSide Bend (QW-462.2)
OPipe bend specimen,corrosion-resistant overlay [QW-462.5(c)] [IPlate bend specimen,corrosion -resistant overlay [QW-462.5(d)]
Ulpipe, Macro test for fusion [QW-462.5(b)] [ Plat, Macro test for fusion [QW-462.5(e)]
EE RESULT TYPE RESULT TYPE RESULT

Alternative Volumetric Examination Results (QW-191) : Acceptable: see report no. FPA/115 BRT or ouT

Length and percent of defects... ...

«seereo . Fillet size (inu)....., ......Concavity/convexity(in.)............ccveveeiin .
wwoeo..COmpany... Puyesh Azmoon......................c.o .
rivvene. LAbOTAtONY t@SE 0.t
FARANIKAN QC. S R o S - W Al S S W
We certify that the statements-in this ;-ec,-g_rp_are correct and that the test coupons were prepared, welded, and tested in
e ,cti.o;i'FX,?ftheASME BOILER AND P

msf«w\
ontrol

Uapt.
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Farnikan

Enginaerad Solutions.

Welders Operator Performance Qualification Record (WOPQ)

Welder's Name: Mohammd Reza

Moosayi
WPS No. Followed By Welder: FPA-WPS-102
Welding Process: SAW
Base Material Welded: SA 516 Gr.70

Base Metal P or S-Number: 1 to P or S-Number: 1

Plate or Pipe: Plate

Filler Metal Specification (SFA ) 5.17

Identification No.: W-121

0 Test Coupon M Production weld
Type: Semi-Automatic
Thickness: 30mm

Position: 1G

Filler Metal or Electrode Classification:

EM12K

Testing Conditions and Qualification Limits When Using Automatic Welding Equipment

Welding Variables (QW-361.1)

Actual Values

nge Qualified

Type of Welding (Automatic)
WeldingProcess
Filler Metal Used (Yes or No) (EBW or LBW
Continuous Drive or In

Vaccume or Out of Vaccum {EBWJ

Testing Conditions and Qualification Limits When Using Machine We

Iding Equipment

Welding Variables (QW-361.1)

Actual Values

Range Qualified

Fillet weld —Fracture test (QW-180)...NA....................

Macro examination (QW-184)........................Fillet size fiysones

hertestss s s
Film or specimens evaluated by......
Mechanical tests conducted by ......
FARANIKAN QC. DEPT...

Welding test conducted by

accordance with the raquiremgntaro Se

Daie...2022-01~14..;'.

A Abbasl............. i,

Type of Welding (Machine) o SRRl T e
Welding Process = o . Sl el e e
Direct or Remote Visual Control st POMl o A e S s
Automatic Arc Voltage Control (GTAW) L= BT N N SN | SN B
Automatic Joint Tracking =8 el B . ST SEem L S oL R
Position(s) 1G F Plate & 5273mm
Consumable Inserts (GTAW or PAW) "y =l i A _N'A_‘ k. . i Pl M NA = - 1
Backing (With or Without) - riy | .y e Bt g BT KR T _Wi_th {W"h"'ﬂ‘_ A2
Single or Multiple Passes Per Side Multiple Multiple
RESULTS

Visual examination of completed weld (QW-302.4): Acceptable
[[Bend test: [Transverse root and face [QW-462.3(a)] [DLongitudinal root and face [QW-462.3(b)] [JSide Bend (QW-462.2)
DOPipe bend specimen,corrosion-resistant overlay [QW-462.5(c)] CIPlate bend specimen,corrosion -resistant overlay [QW-462,5(d)]
Clpipe, Macro test for fusion [QW-482.5(b)] U Plat, Macro test for fusion [QW-462.5(e)]

TYPE RESULT TYPE RESULT TYPE RESULT
Alternative Volumetric Examination Resuits (QW-181) : Acceptable: ERT or O uT

Length and percent ohdefaedss el s

-...Concavitylconvexity(in.)...........................

Laboratory testno...............oooeeei

We certify that the statements In{hls r.ecord are correct and that the test coupons were prefpared, welded, and tested in

-..Company...Puyesh Azmoon.................................




\' Farnikan

.~ Engineared Solutions

Welders Operator Performance Qualification Record (WOPQ)

Welder's Name:

WPS No. Followed By Welder:
Welding Process:

Base Material Welded:

Base Metal P or S-Number: 8 to
Plate or Pipe: Plate

Filler Metal Specification (SFA )

Por§-

Mahmud Zare

FPA-WPS-101

SAW

SA 240 Gr.304L

Number:

5:9

8

Identification No.: W-105
[ITest Coupon ]
Type: Semi-Automatic
Thickness: 40 mm

Position: 1G

Production Weld

Filler Metal or Electrode Classification:

Testing Conditions and Qualification Limits When Using Automatic Welding Equipment

Welding Variables (QW-361.1)

Actual Values

____—Range Qualified

Type of Welding (Automatic)

[|Welding Process

Filler Metal Used (Yes or No) (EBW or LB

Continuous Drive or In

Vaccume or Out of Vaccum (EBW)

W -

ding (FW)

Testing Conditions and Qualification Limits When Using Machine Welding Equipment

Welding Variables (QW-361.1)

Actual Values

Range Qualified

Fillet weld —Fracture test (Qw-180)...N.A.
Macro examination (QW-184)...............

Mechanical tests conducted by ...............
Welding test conducted by

accordance with the requi

[Date...2022-01-11........}. /.

<o Fillet size (in.)..
CHBBLABBISL . vt st s s

Film or specimens evaluated by..................ooooivvveveeeo
PN =1 Ta] 5 o Ca7 £-7-1 6 To SRORS
FARANIKANQC. DEPT...........................

We certify that the statemmm

Dapt.

Length and percent of defects

ceenn . COmpany..........

d that the test coupons were prepared, welded, and tested in
n IX of the ASFE BOILER AND PRESSURE VESSEL
pARG VN ;

i Coiirol

Certified By...............¢

cooe" .

MpcotWedngMacey | 0 0 ) 2 M T N e
Welding Process k SRNG5S o RISl i L TR e S
DisgorRomoloVisylGonkll. | ¢+ Diest pon L. LS
Automatic Arc Voltage Control (GTAW) il g Lo N N el LRI L :
Automatic Joint Tracking
Positions) R e as T
Consumable Inserts (GTAW or PAW) a % B e R e e A e
Backing (With or Without) e s il i e T 9l )= _Ye_s e iAX et | Wlth_ tiail
Single or Multiple Passes Per Side Multiple Multiple
RESULTS

Visual examination of completed weld (QW-302.4): Acceptable
[Bend test: [Transverse root and face [QW-462.3(a)] [Lengitudinal root and face [QW-462.3(b)] [ISide Bend (QW-462.2)
UPipe bend specimen corrosion-resistant overlay [QW-462.5(c)] CIPlate bend specimen,carrosion -resistant overlay [QW-462.5(d)]
Clpipe, Macro test for fusion [QW-462.5(b)] C1 Plate, Macro test for fusion [QW-462.5(e)]

Y BE RESULT TYPE RESULT TYPE RESULT
QW-462.2 ACC. QW-462.2 ACC.
QW-462.2 ACC. QW-462.2 ACC.
Alternative Volumetric Examination Results (QW-191) : Acceptable BWRT or ouT

....Concavitylconvexity(in.)..........................




; § Farnikan

Engineered Solutions

Welders Performance Qualification Record (WPQ)

Welder's Name:

WPS No. Followed By Welder: FPA-WPS-106
Welding Process: GTAW
Base Material Welded: SA 516 Gr.70

Hamid Reza Ranjbar Identification No.: W-114

B Test Coupon
Type: Manual

Thickness: 10mm

Production Weld

Testing Conditions and Qualification Limits

Welding Variables (QW-350) Actual Values Range Qualified

Welding Process e e R . e AT I
D bitsembaie) 0 1 0 dumemes T T _fmes S
Backing WSt S e M SR D i ] [0 s __With or Without Backing
0 UL e S — P1ToP1 | P1through P15F, P34, P41 through P49
Plate/Pipe (enter diameter if pipe or tube) | G . L SRR W O
Filler Metal Specification(s) SFA (info only) et o P U e 1 T
Filler Metal or Electrode Classification(s) (info only) ER70S-6 L LA ey ISRy SR s
FillerMetalFNo, e BN | =Dy B0 STl e | NG 1 TIRNRERE
Consumable Insert (GTAW or PAW) Dy, AL SIS B e Nl NO e
ngdIZ_J_e_g_qsitT@:‘.Igcnessj:rEach_Procesﬂmm_) -t B —| e e sl | bt SRR S DAL o] . ]
Welding Position e T e SRS
Vertical Progression (Uphill or Downhill) Bt i | _ NA SRR - | St N.A, oo
Inert Gas Backing (GTAW, PAW, GMAW) o Py - NA. || L WAL
Transfer Mode (Spray, Globular, Pulse to Short Circuit-GMAW) | N.A. M MSN | ) N.A. TN o
GTAW Current Type and Polarity (AC, DCEP, DCEN) DC- DC-

RESULTS

Visual examination of completed weld (QW-302.4): Acceptable

Hpipe, Macro test for fusion [QW-462.5(b)]

[[Bend test: [Transverse root and face [QW-462.3(a)] DOLongitudinal root and face [QW-462.3(b)]

U Plat, Macro test for fusion [QW-462.5(e)]

[(ISide Bend (QW-462.2)

OPipe bend specimen,corrosion-resistant overlay [QW-462.5(c)] CIPlate bend specimen,corrosion -resistant overlay [QW-462.5(d)]

EYEE RESULT TYPE

RESULT

TYPE

RESULT

Fillet weld —Fracture test (QW-180). .NA...................
Macro examination (QW-184)..............
T o e s

Film or specimens evaluated by......A. Abbasi... ..
Mechanical tests conducted bY ..............ooovovovvi

Welding test conducted by......... FARANIKAN QC. DEPT.....

Date...2020-01-11. %,

Alternative Volumetric Examination Results (QW-191) : Acceptable: see report no. 112

<o Flllet size (in).. . ...Concavity/convexity(in.)....

ERT or ouT

Length and percent of defects....................

--....Company...Puyesh Azmoon..................................

wussrecLaboratorydest no: s,

l

We certify that the statements in this record are correct and that the test coupons were prepared, weftled, and tested in
[accordance with the requiréments of Section IX of the ASME BOILER AND-ER




) Farnikan

Engineered Solutions

Welders Operator Performance Qualification Record (WOPQ)

Welder's Name:

Base Metal P or S-Number: 1 to P orS-Number: 1

Plate or Pipe: Plate

Filler Metal Specification (SFA ) 5.17

Majid Gheysari Identification No.: W-111
WPS No. Followed By Welder: FPA-WPS-102 [l Test Coupon = Production Weld
Welding Process: SAW Type: Semi-Automatic
Base Material Welded: SA 516 Gr.70 Thickness: 30mm

Position: 1G

Filler Metal or Electrode Classification:

EM12K

Testing Conditions and Qualification Limits When Using Automatic Welding Equipment

Welding Variables (QW-361.1)

Actual Values

___—TRange Qualified

Type of Welding (Automatic)
Welding Process g3t
Filler Metal Used (Yes or No) (EBW or LBW).
Continuous Drive or Inedi

Vaccume or Out of Vaccum (EBW)

Testing Conditions and Qualification Limits When Using Machine We

Iding Equipment

Welding Variables (QW-361.1)

Actual Values

Range Qualified

Fillet weld —Fracture test (QW-180)...N.A...
Macro examination (QW-184).....................
Other tests......
Film or specimens evaluated by.....
Mechanical tests conducted by ..

Welding test conducted by FARANIKAN QC. DEPT...

.Fillet size (in.)..... ......

Type of Welding (Machine) — b RS L e b 2y
-l = e L . SO DI
Direct or Remote Visual Control ey N o, P = s e e 4
Automatic Arc Voltage Control @TAW) [ Na |~ 3L LTyl A
Automatic Joint Tracking \
it RSAGES Eate el pienton. INNNONS RS AT
Consumable Inserts (GTAW or PAW) s Sl T AT e A BN TRl il
Backing (With or Without) el s BB R Ll e et
Single or Multiple Passes Per Side Multiple Multiple
RESULTS

Visual examination of completed weld (QW-302.4): Acceptable
[[Bend test: [ITransverse root and face [QW-462.3(a)] [Longitudinal root and face [QW-462.3(b)] [Side Bend (QW-462.2)
DPipe bend specimen,corrosion-resistant overlay [QW-462.5(c)] CIPlate bend specimen,corrosion -resistant overlay [QW-462.5(d)]
Clpipe, Macro test for fusion [QW-462.5(b)] 1 Plat, Macro test for fusion [QW-482.5(e)]

TYPE RESULT TYPE RESULT TYPE RESULT
Alternalive Volumetric Examination Results (QW- 181) : Acceptable: see report no. FPA/116 HRT or ouTt

Length and PErcEn i dBlECtS,. ..o

Concavity/convexity(in.)...........................

BRIGACC. e s bt b L o
ABAADBAGT . ... e e

..Company...Puyesh Azmoon

.. Laboratory test no..

We certify that the statements in this rer.ord‘are correct and that the test coupons were prepared, welded, and tested in

accordance with the reqmrement# of Secti

s

///

Dale...2022-0114........... .cccooe.....

e-ASME BO
AN PARS AVIN

lity Control

ILEi‘ AND PRESSURE VESSEL CODE.

Certified By......N. Abnavi.........

L ez e




Farnikan

Engineered Solutlons

Welders Performance Qualification Record (WPQ)

Welder's Name: Mehrdad Ghasemi

WPS No. Followed By Welder: FPA-WPS-101
Welding Process: GTAW+SMAW
Base Material Welded: SA 106 Gr.B

ldentification No.: W-123

B Test Coupon
Type: Manual
Thickness: 18.26

Production Weld

Testing Conditions and Qualification Limits

Fillet weld —Fracture test (QW-180).. NA.... ... ..
.1Macro examination (QW-184)........................

Film or specimens evaluated By... . AL ABDASL... ... e eveise e

1Mechanica| tastsiconauetad By ..o v i

accordance with the re

Welding Variables (QW-350) Actual Values Range Qualified
pEidingiProcess 0 © GTAW+SMAW GTAW+SMAW
Dype (Msnyel, Semisaito,.) 0 | e iapdp . o e Wanial o TRERY
L S RIS o VA A o N0 ] WithorWithout Backing
eelamiEe, L . el e oL ) — P1ToP1 | P1through P15F, P34, P41 through P49
Plate/Pipe (enter diameter if pipe or tube) 5. 8 _ Fespony) ] PESEEbed iomm T
Filler Metal Specification(s) SFA (info only) Tl - awiin b s il T S
Filler Metal or Electrode Classification(s) (info only) = _ER70S-6 & E7018 At 34 o e T
Filler Metal F-No. IS L4 » N =, P | Y 6&4 e _ 6&1.234 (With Backing)
Consumable Insert (GTAW or PAW) s | __NO e | T ANOT O S R
Weld Deposit Thickness for Each Process = A o | 1 il 0 o Tlimey 8&Unlimited
Welding Position o ey =t T I | LR - TR S e o O
Vertical Progression (Uphill or Downhill) Sl -ar | [SSoA U e | WG e .«
Inert Gas Backing (GTAW, PAW, GMAW) SN | [ _ NA — | SO e EIRON S .
Transfer Mode (Spray, Globular, Pulse to Short CircuitGMAW) | 5. ORI || e WA e
GTAW Current Type and Polarity (AC, DCEP, DCEN) DC- DC-
RESULTS
Visual examination of completed weld (QW-302.4): Acceptable
[JBend test: [ITransverse root and face [QW-462.3(a)] [CLongitudinal root and face [QW-462.3(b)] [Side Bend (QW-462.2)
CIPipe bend specimen,corrosion-resistant overlay [QW-462.5(c)] OPlate bend specimen,corrosion -resistant overlay [QW-462.5(d))
Clpipe, Macro test for fusion [QW-462.5(b)] I Plate, Macro test for fusion [QW-462.5(e)]
TYPE RESULT TYRE RESULT TYPE RESULT
Alternative Volumetric Examination Results (QW-191) : Acceptable: see report no. 350 HRT or nourt

Length and Relcantoftelacts. . ... wmmarins s
Fillet size (in.)...... .....Concavity/convexity(in.)........................_
Othertests

-+ COmpany.... Puyesh Azmoon...............................
e ALABOrEtORYRBStNG . L b e
Welding test conducted by......... FARANIKAN QC. PERT it s iy b s
We certify that the statements in this record are correct and that the test coupons were prepared, welded, and tested in
the ASME BOILER AND PRESSURE VESSEL CODE.

Certified By...............




. \ Farnikan

Engineared Solutions

Welders Performance Qualification Record (WPQ)

Welder's Name: Mehdi Hanayi
WPS No. Followed By Welder: FPA-WPS-100
Welding Process: GTAW+SMAW
Base Material Welded: SA 516 Gr.70

Identification No.: \W-108

B Test Coupon
Type: Manual

Thickness: 20 mm

Production Weld

Testing Conditions and Qualification Limits

Fillet weld —Fracture test (QW-180). .NA.............. .
Macro examination (QW-184)....................... Fillet size (LB e
Othertests...... ..........

Film or specimens evaluated by......A. Abbasi.......
Mechanical tests conducted by ..

Welding test conducted by......... FARANIKAN QC. DEPT...

Date...2022-05- 12

.. Laboratory test no..

accordance with the requlrements of Sactlon IX otthe ASME BOILER AND PRES

Welding Variables (QW-350) Actual Values Range Qualified
Welding Process B O g X\ » b GEAW+SMAW GTAW+SMAW
Type (Manual, Semi-auto,.) o TR _ Manual 7 b o Manuali 7 ST
RO o ol e el e T BineR e | NO E _ With or Without Backmg_
Base Metal P-No i s 56 sets ol _BiTeRP1 | P1 through P15F, P34, P41 trlr_ough_Pzig_ '
Plate/Pipe (enter diameter if pipe or tube) SR SRS SR TR
Filler Metal Specification(s) SFA (info only) S R el e N
Filler Metal or Electrode Classification(s) (lnfo only) __ERVOS6EEVOT8 . . ] e MW R
Filler Metal F-No. SOl e = L TR e e B&4 - - - GR%2 .34 (with backing)
Consumable Insert (GTAW or PAW) 5 ¥ -l oG o 6 0 o T o o g NO 1 R
Weld Deposit Thickness for Each Process(mm) 9 pdpls RN _ 10 & unlimited
Welding Position W 75 e s il ey aas BV el | X
Vertical Progression (Uphill or Downhill) S8 A | S dCiphllliee. Sy -« MISIENEe Uphill s
Inert Gas Backing (GTAW, PAW, GMAW) it i | SANACS e SRR N.A. ™’
Transfer Mode (Spray, Globular, Pulse to Short Circuit-GMAW) Y BEAs el N.A.
GTAW Current Type and Polarity (AC, DCEP, DCEN) DC- DC-
RESULTS
Visual examination of completed weld (QW-302.4): Acceptable
[JBend test: [CITransverse root and face [QW-462.3(a)] [OLongitudinal root and face [QW-462.3(b)] [JSide Bend (QW-462.2)
CIPipe bend specimen, corrosion-resistant overlay [QW-462.5(c)] OPlate bend specimen,corrosion -resistant overlay [QW-462.5(d)]
Clpipe, Macro test for fusion [QW-462.5(b)] O Plat, Macro test for fusion [QW-462.5(e)]
BEE RESULT TYPE RESULT TYPE RESULT
Alternative Volumetric Examination Results (QW-191) : Acceptable: see report no. 348 HRT or ourt

Length and percent of defects........................ccoo .
Concavitylconvexity(in.)...........................

...Company...Puyesh Azmoon...................

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

y Control

VIR e

Dapt.




' Engineered Sclutions

M Eorniican Welders Performance Qualification Record (WPQ)

Welder's Name: Mohsen Kianmehr Identification No.: W-112

WPS No. Followed By Welder: FPA-WPS-104 W Test Coupon Production Weld
Welding Process: GMAW Type: Manual

Base Material Welded: SA 516 Gr.70 Thickness: 20mm

Testing Conditions and Qualification Limits

1Macro examination (QW-184)...Acc............ Concavity/convexity(in.)..................

Other tests..,... BRGS0 e e s

Film or specimens evaluated DY, scrmensenisaans penpimrinns dessaneresnsns GOMPAMY s st v s

Mechanical tests conducted bY .............ocuevieeeeriioii e LADOTEIORY 88t N0:: .. .conrasimss i s i
|Welding test conducted by......... FARANIKAN QC. DEPT.c....oooooiiiiviiie e g

We certify that the statements in this record are corfect and that the test coupons were prepared, welded,.and tested in

|pate...2022-01-11..coco ]

R——

Welding Variables (QW-350) Actual Values Range Qualified
Welding Process GMAW GMAW/FCAW
Type (Manual, Semi-auto,..) e T _ Semi-Automatic __ Semi-Automatic
Backing — 1 N " |}  WithorWithoutBacking
BagpdieteliaNe o o ST L =y __P1ToP1 | P1through P15F, P34, P41 through P48
Plate/Pipe (enter diameter if pipe or tube) e b L PR ol L P EGer dan R D
Filler Metal Specification(s) SFA (info only) L seenlel O Shovl an s o S TS e el
Filler Metal or Electrode Classification(s) (infoonly) | __ER708-6 Rt 1 2 s e -
Filler Metal F-No. 4 s e AT - o e e proe B S G Ve T e LadiBl - i n T
Consumable Insert (GTAW or PAW) e TR e T T NG e ¥ __NO =
Weld [}apo_sit_"ﬂwickqess_fprEa_ch_Proces;{_mm)_ wi ot |58 ot BE MRS o S Tl __Unlimited e B
legibaegiion. - =~ - TWoee o N SRR
Vertical Progression (Uphill or Downhill) —¢ s e L e AR =2/ |18 KA
Inert Gas Backing (GTAW.PAW.GMAWY) | Db o ool e SRR ol
Transfer Mode (Spray, Globular, Pulse to Short Circuit-GMAW) ___ SprayArc. | Spray, Globular, Pulse
GTAW Current Type and Polarity (AC, DCEP, DGEN) N.A, N.A.
RESULTS
Visual examination of completed weld (QW-302.4): Acceptable
[1Bend test: OTransverse root and face [QW-462.3(a)] [lLongitudinal root and face [QW-462.3(b)] [OSide Bend (QW-462.2)
[IPipe bend specimen,corrosion-resistant overlay [QW-462.5(c)] [IPlate bend specimen,corrosion -resistant overlay [QW-462.5(d)]
Clpipe, Macro test for fusion [QW-462.5(b)] 01 Plat, Macro test for fusion [QW-462.5(g)]
TYPE RESULT TYPE RESULT TYPE RESULT
Alternative Volumetric Examination Results (QW-191) : ORT or ouT
Fillet weld —Fracture test (QW-180)...Acc.................. Length and percent of defects................coocooevvivvinrnnn,
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