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DEFINITIONS
Client / Owner: Persian Gulf Petrochemical Industrial Co.(PGPIC)
EPC Contractor: Petropars Iran / Nargan Joint Venture
Vendor: KASRAVAND Co.

Project: DEHDASHT HIGH DENSITY POLYETHYLENE PROJECT
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Part1

Welder Qualification Certificate
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WELDER PERFORMANCE QUALIFICATION RECORD (W.P.Q.)
ASME SEC. IX

Welder's Name: /Abdollah Salehpoor

Identification No.: 011

Test Description

Specification of Base Metal(s): ASTM A106 Test Date : 04-Nov-2020
Test Specimen Form: Pipe 2” Identification of WPS followed: W-011
Thickness(mm): 1 WPQ Record Number : WPQ-140
Testing Conditions and Qualification Limits [P-No. 1 through P-No. 15F
Welding Variables (QW-350) Actual Values Range Qualified

Welding Process(es) GTAW + SMAW GTAW + SMAW
Type Manual Manual
Type Of Weld Joint: Pipe-Groove Groove , Fillet
Pipe size: 2" 1” and Unlimited
Base Metal P No.: P.No.1 to P.No. 1 | P.No.1 to P.No. 1 |
Backing GT: without  SM: with GT: with/without : with backing
Filler Metal Specification 5.18,5.1 5.18,5.1
Filler Metal Classification ——— ———
Filler Metal F-Number F-N.4 without backing F-N. 1,2,3 with,&F-N.4 with/without
Filler Type: Bare(Solid) , Metal Cored Bare(Solid) , Metal Cored
Consumable Insert ' None None
Weld Deposit Thickness(mm):

GTAW: 3 layer deposit [lYes BNo 25 5 (Max)

SMAW: 3 layer deposit MYes [INo 2.5 5 (Max)
Weld Position 6G All
Progression - -
Backing Gas _ Without With/Without
Transfer mode (for GMAW) — mmes
Welding Current/Polarity (for GTAW) (DC-EN/EP) (DC-EN/EP)

RESULTS

Visual examination of completed weld (QW-302.4): Accepted— No Imperfection

OTensile test [QW-462.1] ; O Transverse root and face [QW-462.3(a)]; QLongitudinaI root and face [QW-462.3(b)]; OISide [QW-462.2]
OPipe bend specimen, corrosion-resistant overlay [QW-462.5(c)]; OIPlate bend specimen, corrosion-resistant overlay [QW-462.5(d)];
OMacro test for fusion [QW-462.5(b)]; OOMacro test for fusion [QW-462.5(e)]; Olmpact test [QW-170]

Type Result Type Result Type Result

Alternative radiographic examination results (QW-191): Accepted — No Imperfection

Fillet weld — fracture test (QW-180): - Length and percent of defects: ~ -----

Macro examination (QW--184)  --—--- Fillet size (mm.) - x - Concavity/convexity (mm)  -----
Other tests: ------

Film or specimens evaluated by: Bina Parto Consulting Engineers Co. TestNo: 09
Mechanical tests conducted by:  ----- Laboratory test No.: ----

Welding supervised by:  M.Reza Goroei
We clﬁa t{:t his record are correct and that the test coupons were prepared, welded, and tested in accordance with the
requi hts'

ME BOILER AND PRESSURE VESSEL CODE.

T.P. Inspector:

Reza }?/oel p Date: 04-Nov-2020 By: Date:
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% KAGRAVAND Cs
Request : 01 Date :99.08.20 Report No :09
Subcontractor :Kasravand Co. Client:*** Project ***
Radiation Source type :Ir192 Film type : KODAK MXI125 IQI Placement : Source side
Activity : 50ci Density : 2.5 IQI Type :6.12FE
Source dimension: 3*3 - Material :C.S
- Reference code :AWS D17.1 ~
S.E.D:30CM U/G :0.9
Exposure time:2min Temperature : 23 Ce
Techniques Used:DWSLPanoramic
Sereen : Pb Developing Time : 4MIN
pieces Specifications Film
= (=) 7] = =
= = |dia] g 3 g Material Z Defects
Item Tag No. Weld No. 2 = B 2 @ =
% E] 2 2 8
1 WPQ140 A.SALEHPOOR * 11 2|3 AB.C 12 CsS ACC
2
3
4
5
6
7
8
9
10
11
12
-
13
P
7 Total Lengs:36¢cm Total inch:
)VA Inspector: Client:
Name : Name:
Date : Date @
yl renjent

.l
P/ Tt 0
)1:2008 J
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WELDER PERFORMANCE QUALIFICATION RECORD (W.P.Q.)
ASME SEC. IX
Welder's Name: Tavakol Kazemi
Identification No.: 010
Teéi Description

Specification of Base Metal(s): SA516 Gr.70 * Test Date : 04-Nov.-2020

Test Specimen Form: Plate : Identification of WPS followed: W-105/3

Thickness(mm): 12 WPQ Record Number : WPQ-101

Testing Conditions and Qualification Limits
Welding Variables (QW-350) Actual Values Range Qualified

Welding Process(es) SMAW [P-No. 1 through P-No. 15F |

Type ' Manual Manual

Type Of Weld Joint: Plate-Groove Groove, Fillgt

Pipe size: ———- J—

Base Metal P No.: P.No.1 to P.No. 1 P.No.1 to PNo. 1

Backing without backing With/ without backing

Filler Metal Specification 5.1 5.1

Filler Metal Classification ann s

Filler Metal F-Number 4 without backing 1,2,3 With ,4 With/ without

Filler Type: Metal Cored Metal Cored

Consumable Insert None None

Weld Deposit Thickness(mm): 12 24

GTAW: 3 layer deposit ClYes [CINo —— s
SMAW: 3 layer deposit MYes [CINo : 16 Maximum to be welded

Weld Position . . 3G Groove: F,V Fillet: F,V,H

Progression Uphill Uphill

Backing Gas ) Without With/Without

Transfer mode (for GMAW) ———- e

Welding Current/Polarity (for SMAW) : (DC-EP) (DC-EP)

RESULTS

Visual examination of completed weld (QW-302.4): Accepted— No Imperfection

OTensile test [QW-462.1] ; O Transverse root and face [QW-462.3(a)]; OLongitudinal root and face [QW-462.3(b)]; OSide [QW-462.2]
OPipe bend specimen, corrosion-resistant overlay [QW-462.5(c)]; OIPlate bend specimen, corrosion-resistant overlay [QW-462.5(d)];
OMacro test for fusion [QW-462.5(b)]; CIMacro test for fusion [QW-462.5(e)]; Oimpact test [QW-170]

Type Result Type . Result Type Result

Alternative radiographic examination results (QW-191): Accepted — No Imperfection

Fillet weld — fracture test (QW-180): - Length and percent of defects: -

Macro examination (QW--184)  --—--- Fillet size (mm.)  ----- X - Concavity/convexity (mm)  -----
Other tests: ------

Film or specimens evaluated by: Bina Parto Consulting Engineers Co. TestNo: 09
Mechanical tests conducted by: Laboratory test No.: -----

Welding supervised by: M.Reza Goroei ‘
We certify that'the statements in thisrecord 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.

Orgapization: . . T.P. Inspector:

‘tment l Date: 04-Nov.-2020 - By: Date:

TKesT) X?KMC” \
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KASRAVAKRD Co

Request : 01

Date :99.08.13

Report No :06

Subcbntractor :Kasravand Co.

Client:***

Project ***

Radiation Source type :Ir192

Film type : KODAK MXI125

IQI Placement : Source side

Activity : 50ci

Density : 2.5

1QI Type :6.12FE

Source dimension: 3*3

Reference code :AWS D17.1

S.F.D:30CM

Material :C.S

U/G :0.9

Exposure time:2min

Temperature : 23 Ce

Technigques Used:DWSLPanoramic

Sereen : Pb

Developing Time : 4MIN

pieces Specifications i Film
5 E dia g 5 5 Material g Defects
fterm Tag No. Weld No. 2 g s - ® =
8 < = 8
1 WPQ101(SMAW) T.KAZEMI * 12 * 1 0-24 24 C.S ACC
2
5
4
5
i 6
7
8
79
10
11
12
13
14
15

Total Lengs:24cm

Total inch:

NDT Company:bina partoo.

TPA Inspector:
Name :

N

‘Tment I

Client:
Name:

Date :

Co-
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Part 2

NDT Personnel Qualification Certificate

Some of NDT personnel qualification certificates are
eligibles. Vendor shall replace them.
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Some of NDT personnel qualification certificates are eligibles. Vendor shall replace them.
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This is tv cortify that
My, Maledi Vajdpour Varjovy
Fram : Industriol Hodid Co.
IMethod: Urltrasonic Testing

Meets the Reguirement of Level H Certification in Aceordance with the Kavoslyar Arya’s Written Praciice which is
prepaved gecording to SNT-TC-14 of the Anwerican Svviety for Nondestriwetive Testing.

Applicable Specification .
ri&’;]!ij: 'LS‘EFH ; ‘1 { ?I! i |
AWE DL 201

Criginal Certificate No: UTII0822004
Brate of Issue: 20 July, 2042

Certificote Renawal 2 0F May 2008
Expivy Darte ¢ 01 May 2022
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