Br. C.A.T INTERANTIONAL CO. LIMITED

QATIF SITE WELDERS CONTINUITY MEMO FOR THE MONTH OF

(July - 2019)

S.NO WELDER SYMBOL PROCESS UPDATED ON DUE DATE NO.OF DAYS LEFT
1 966 GMAW 22-jan-19 23-jul-19 «f 55
2 966 SMAW 22-Jan-19 23Jul-19 | 55
3 1391 GMAW 23-Jan-19 24-jul-19 o 56
4 1520 SMAW 20-Jan-19 21-Jul-19 7 53
5 1366 GMAW 10-Jan-19 11-Jul-19 7 43
6 1366 SMAW 10-Jan-19 11ul-19 | a3
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WELDER / WELDING OPERATOR QUALIFICATION

ORD.

e

<Welder Symbol:_ 966 /

Welder Name: SHOKAT KHAN JAHAN ALI
- QA/Qc /
Issue Dates of Welder Cards: ___ AS RER ()EREI)%?“WEM—r Pybcess: GMAW/
Record of Continuity T NTRALEE —~References Contractor Q.C.
Verified By Project / Line Numbers
Date Name Sign Company Weld Numbers Name Sign
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Vetco Saudi Arabia Co. Lid,

-

WELDERWELDING OPERATOR Tesl No. WQT-2280/17/P
QUALIFICATION TEST RECORD Dale: 28-Sep-i7
Name:  SHOKAT KHAN JAHAN AL tdenlificalion Mo.: 966
lgama / Passport No.: 2248751675 Joint Type: Singte V Groove
ldentification of WPS Followed: CAT-WPS-211-1, Rev-0 Waeld Type: Bull Weld
Specification of Base Melal(s) AP 5L Gr. XG0 Mal'l Size: 8" NPS X 10.31mm WT.
Testing Variables and Qualification Limits ',-& : e
Welding Variables Actual Values Range Quialified”
Welding Process{es) GMAW-STT / SMAW GMAW-STT I SMAW
Type (ie: Manual, Semi-Auto, Automalic) SEMI-AUTO / MANUAL SEMI-AUTO | MANUAL
Backing {(with { without) GMAW-STT: Withoul GMAW-STT: WillyWithout
Backing (with / without} SMAW: With SMAW: Wilh Only
Tast Specimen (Plate / Pipe) PIPES 8" DIA 21" 0D & Over
Base Melal (P Number 1o P Number } P1 G2 to P1Gmp.2 P1-P15F, P34 & P41-P49
Filler Melal or Electrade Specification (SFA) TAS B/ AS A -
Filler Metal or Electrode AWS Classification ER 705-3/E 7018 -
Filler detal F Number (s) F6/Fd ALL FB/Fl loF4
Electrode / Filler Dia f Brand Name GMAW-STT gt.1mm - SUPER ARC L-50 -
Electrode / Filler Dia f Brand Name SMAW o3.2mm - SUPERCITO £7018 -
Deposit Thickness of GMAW-STT  Process 3.0mm GRUWW-STT: 3.3mm Maximure
Deposil Thickness of SMAW Process 7.31 mm SMAW: 14.62mm Madimum
Position 6G ALL
Welding Progression DOWNHILL / UPHILL DOWNHILL / UPHILL
tnar Gas backing (GTAW / PAW [ GMAW) NIA MNIA
Current/ Polarity (AC / DCEP / DCEN) DCEP ! DCEP DCEP / DCEP
Transfar Mode (Spray / Globutar or Pulse or Short Circull - GMAW) NIA N/A
Filler Metal (if nol covered by AWS) NIA N/A
Test Conducted Test Detaits (lype, report no. etc) Results
Visua! Inspection { X)) Site Record:  WQT-2280/17/P Salisfaclory
Radicgraphy { ) NIA -
Bend ( ) NIA -
Fillet Fraciure ( } NIA -
Macro Examination ( )i NIA -
Cther Tests  {UT) { X)) UT 011017-005 Accepled
We, the undersigned cettify that lhe statements in this recard are correct and that the test coupons were prepared,
welded and tesled in accordangewith-the-requirements.o ASME IX 2015 Edition.
For Velco Saudi Arabia Co.lld @%\N l Contractor Br. CAT, Inlt Co.Lid,
JAVAKUMAR
FADIKKAPS VI
Test Witnessed / 1087712 Conlractor's Rep L«'ﬁ""‘
Welding Inspector JAYAKUMAR. P.P1 Wi Name & Sign  KEIT H BALDAM (&-F? o
T

A
s
Vendor Inspeclion Manager's Name & Signalure  THOMAS VARGHESE 4.7 7 <’]
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WELDER / WELDING OPERATOR QUALIFICATION

Welder Name: SHOKAT KHAN JAHAN ALI QA/Q Ider Symbol:__ 966
C
DEPA 4
Issue Dates of Welder Cards: __ AS PER,CERT'S RTMENT (1 ess SMAW
A7y ehuon araeih (€D
Record of Continuity TPRALYY “—References Contractor Q.C.
Verified By Project / Line Numbers
Date Name Sign Company Weld Numbers Name _Sign
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Vetco Saudi Arabia Co. Ltd.
WELDER/WELDING OPERATOR

QUALIFICATION TEST RECORD

Name:  SHOKAT KHAN JAHAN AL

lqama / Passport No.: 2248751675

Tesl No. WQT-2280117/1
28-5ep-17

Idenlification of WPS Followsd:

Date:
tdentification No.: 966
Joint Type: Single V Groova
CAT-WPS-211-1, Rev-0 Weld Type: Bullt Weld

Specification of Base Melal(s)

APISL G

3r. XG0 Mat'l Size:

$l* NPS X 10.3 1 WT,

Testing Variables and Qualification Limits

/
=
\

Welding Variables

Woelding Process(es)

Type {ie: Manual, Semi-Aulo, Automalic)
Backing {wilh / without}

Backing {with / wilthoul}

Test Specimen (Plate / Pipe)

Base Metal {P Number lo P Number )

Actual Values
GMAW-STT / SMAW

Range 'Glid) me
GMAW-STT ! SMAW

S5EMI-AUTO / MANUAL

SEMI-AUTO I MANUAL

GMAW-STT: Wilhoul

GMAW-5TT: WithiWilhoul

SMAW.: With

SMAW: With Only

PIPES 8" DIA

2¥5" O & Over

P1 Grip.2 o P1 Girp.2

Pi-P215F, P34 & P41-P49

Filler Metal or Electrode Specilication {SFA) ABABTABN
Filler Metal or Etecirode AWS Classilicalion ERY0S-3/E 7018 -
Filler Metal F Number (s} FGfF4 ALLFG/Fitof4
Elecirode [ Filler Dia / Brand Name GMAW-STT a1.1mm - SUPER ARC L-50
Electrode / Filler Dia / Brand Name SMAw 03.2mm - SUPERCITO E7018
Deposit Thickness of GMAW-STT  Process 3.0 mm GMAW-STT: 3.3mm Maximum
Deposit Thickness of SMAW Process 7.31 mm SMAW: 14.62mm Maximum
Posilion [1¢] AL
Welding Pragression DOWNHILL / UPHILL DOWNHILL { UPHILL
Inert Gas backing (GTAW { PAW / GMAW) NIA NIA
Currenl / Polarity (AC / DCEP / DCEN) DCEPR / DCEP DCER /DCEP
Transfer Mode (Spray / Globular or Pufse or Shorl Cireuil - GMAW) NIA NIA
Filer Metal (if not covered by AWS) NIA NIA

Test Conducted Test Details (lype, report no. etc) Results
Visual Inspection { X)) Site Record:  WQT-2280/17/ Salislaclory
Radiography { ) NIA -
Bend { ) NIA -
Fillet Fraclure ( ) NIA -
Macro Examination { ) NIA -
Other Tests  (UT) { X)) UT 011017-006 Accepled

welded and testad in accordan
For Velco Saudi Arabia Co.Lid wﬁm

Test Witnessed /
Welding Inspector  JAYAKUN

AR.PP(

We, the undersigned certify thal the slatementls in Ihis record are correct and that the test coupens were prepared,
be wrth ihe -requiremants.o

=)

ASME 1X

Contractor

SV l

2015 Edition.
Br. CAT,

inl'l Co.Lld.

Confractor's Rep
Name & Sign
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WELDER / WEL

“CONTINUIT

TOR QUALIFICATION

S

Welder Name: MUHAMMAD REHMAN QA/Qc elder Symbol:__ 1391
DEPARTMENT : ‘
Issue Dates of Welder Cards: __ AS ,C,‘{IFRQBS\MB,A M ./ Process: GMAW
ERHAU% 1.C0. W
Record of Continuity References Contractor Q.C.

Verified By Project / Line Numbers
Date Name Sign Company Weld Numbers , Name Sign
alrval?| kamatcwt /77&%// NAPID manipin poTenaL | O SYED Fav [on’
KuMAR ﬂu/a@h} ABQQ, ANDE, SDGM Iq[.?l 17
1. |
25 -1 8| P AL IHR ki A SAPI D MP-PRoJser —SAH 4 > A &u‘;)wﬂdnwL-L,L,:L,_i(ﬂL
N[ ANVDIR 1L - LEDL o welding
Y BRo-60729)- 32151 °
A
29|z MOHSAN Act AN_O\_ | spPiD M- P PROTeT - 5P -1 | Jeay George ,Z"D/ﬂ%
ABQQ , ANDR , SOGN, £22 28/l
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TCR Arabia Company Limited @égwﬂ gl f i i

Limited Liability Company
C. R. 2050059845
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WELDER PERFORMANCE QUALIFICATION TEST RECORD

Welder's Name ! MUHAMMAD REHMAN Identification No.” : 1391
WPS No - ¢t WPS -121 Rev. 2 * Test Coupon
Material specification » API 5L X60 Thickness
Bate of Inspection 1 2B8-MAR-2017
Variables Actual vail‘Jers

N o GMAW (S.T.T)- Semi Auto & | GMAW (ESIF‘T) Sem
Welding Process & Type :

o o L ‘SMAW - Manual N ) SMAW - Manual__n ]
Backmg ( with /\Vlthout) . gm:vv‘,\: x:::g;ciﬁqc;mg gmﬁw hﬁ{:ﬁgggﬁ 3§bk‘|ng : Wi
Type of Weld - Single V' Groove _ A Groove & Fer} T

Product Type (Plate or Pipe) Pipe Plpe and Plate™ '_
Diameter ) 8 inch 2- ?/8 0D & Qver
. ' ' | P. No.1 through P. No.15F, P.No34
B Metal P Number
{ 765?___:] Gf_____ - P. No. 1 ) , - | and P.No.41 through P.No.49
GMAW 1 A5,18 -

Filler Metal or Electrode specification SMAW : A5.5 .

. ' o | GMAW | ER 705-3 -
Filler Metal or Efectrode Classification SMAW : E 7010-P1 )

GMAW :F, No.6 (Without Backing) | All F. N
Filler Metal F- Number W 0.6 (Without Backing) 0.6

SMAW :F. No.3 (With Backing) F.No. 3,2&1(Wwith Backlng}
' Consumable Insert(GTAW or PAW) | N/A N/A
_--l;-l-luier Metal Product Form Solid Solid
Deposited Thickness for each process S:;I:w fOSSOn;TnEF({:?:)& o Smﬁx géifgmmmm(?l;j:i) '
Welding Position and Progression | 5G Down ' Fvonygod T
Type of Fuel gas (OFW) A - ' | A T
Inert Gas Backing N/A ' ' N/A T
“Current type /Polarity GMAW & SMAW - DCEP GMAW & SMAW - DCEP
Transfer Mode (GMAW)  s1T ST.T o o
Type of Qualification Tests Performed and Accepted Not Tested
(K Visual Examination Acceptable Test No:
Radiographic Examination - Acceptable 7 CAT-1057-17-084
UT Examination Vv REPORT NO:
Bend Test (Root / Face /Side) Acceptable v
Fracture Test \/ :1)) igézé
Macroscopic Examination v
Other Test v

We certify that the statements in this record are correct and that-the test coupons were prepared welded and
tested in accordance with the requlrem nts of SEQ_{DILIX of the ASME Boiler and pressure vessel code 2015

Edition. \ f : ! ‘
\J d - .
AN - S Uil TeItOngY -1,

Witnessing Inspector ISHAL K. JAISWA& ta? Gonfractor; —

TGR A:a ia Co*lh;i Wb Br. C.A.T International Co. Ltd. ti o1 %(7
Pnnl\Name & S|g§ature u ' g Print Name & Slgnalure
The Results relatéd to the sample tested an xst)‘all n_ﬁ‘i be ke éced@xce;gtun;full without the written approval of laboratory
QLP/TCR/WPQ/L.0REY.1 ﬁ\‘ A Page 1 0f 2
1. (13) 847 5784 /5 - Fax : (13) 847 5768 (W) ALY oViA + oSl — AtV eVAL [ o Ugal /*"‘“k

Apagpmad) A podi AELE - PYYYS plaud) - Ml\"uus—:@I}nﬂlﬂbﬂu_ujll)u_ﬁm;.mlbhuﬁ ?L!:-.“(_?JQI.A”LUAAJ‘}—.J u,l)ud;‘e&b,a\jlrs_)

Neg. 3 & 4 Opp. Gasoline Station, Besides Al-Kadi Company, King Abdul Aziz Seapor Road, PO, Box 8143 - Dammam 32224 - K.S.A.
ISO 8001 - 2015 Ceriified / [SO 17025 - SASO Accredited

N 2
CRgipanen st




WELDER / WEEDING OPERATOR QUALIFICATION
@ e JedNTINUTWRECORD

)

Welder Name: MUHAMMAD SHAHID IIMIRAN %’Eﬂg

TMENT | Welder Symbol:___ 1366

Issue Dates of Welder Cards: __ @EBTE%ELRI@B’“ \“\’\@ Process: GMAW
NATIONAL CO-
Record of Continuity References Contractor Q.C.
Verified By Project / Line Numbers

Date Name Sign Company Weld Numbers Name Sign
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82961

WELDER / WELDING OPERATOR QUALIFICATION TEST RECORD

Specification
Classification Number
Joint:
Type of Joint (Butt, lap etc.)
Type of Weld (Groove, Fillet)
Pipe or Plate
Consumakble Inserts
Backing
Pipe Diameter
Filler Metal:
Specification
Classification

API 5L Gr. X60 to API 5L Gr, X60

FSL Job. No. 18.72-748

Woelder Name: Muhammad Shahid Imran Muhammad Sharif Date: 10 January 2019

Stamp No. {Symbol}: 1366 Passport No.:  N/A

Using WPS No.: CAT-WPS-211-1Rev.0  Type:  Semal®*  jgamaNo. 2391691231

Welding Process: GMAW + SMAW Backing: None Nationality: Pakistani

Base Material: API BL Gr. X60 Thickness:  0.625" Client/Contractor  Br. C.A.T. International Go Lld.
RECORD ACTUAL VALUES Range Qualified

VARIABLES Used in Qualification
Welding Process: GMAW + SMAW GMAW + SMAW
Base Metal:

P1 thru P15F, P34 & P41 thru P49 to Same

P1to P1

P1 thru P15F, P34 & P41 thru P49 to Same

Butt All

Single “V" Groove Groove & Fillet

Pipe Pipe & Plate

None None

None With or Without backing
10" & 2 7/8" O.D. & Over

SFA 5.18 & SFA 5.1

SFA 5,18 & SFA 5.1

ER70S-3 & E7018

All F6 & F4 Classification

Other

F-number F6 & F4 F6, F1 thru F4 with backing
Deposited Weld Thickness GMAW -0.118" Up to 0.130" thickness
Deposited Weld Thickness SMAW - 0.507" Maximum to be welded
Welding Parameters:
Position 6G All
Welding Progression: Root (Downhlll); Hot, Fitl & Cap (Uphiil) Root {Downhill); Hot, Fill & Cap (Uphill)
Gas Backing N/A NIA
Current / Polarity (Reot) DCEP DCEP
Current f Polarity (Hot/Fill/Cap) DCEP DCEP
Tests Conducted Describe (Number, Type, etc.} Resuits
Visual Inspection [X] Satisfactory
Tensile & Bend Test [ 1
Hardness Test [ 3}
Charpy Impact [ 1]
Ultrasonic Inspection [X] FSL-UT-023 -2019 Satisfactory
[ ]

“We cerlify that th&iiférmation infhisreco
Tested in accordance with the requirery emF

_EP VC.1X-2017 "

Date 14 January-2019 .. o< ) | Date

Signed:, NDT/WSS W - | Signed:
FSL Welding In§pector

Print Name: Print Name:

NOT Wi FORM 03 (28) Re

pac ncar|itg Bayrop
[TALIT Tl

is-correct and (hat the test coupons were prepared, welded, and

. 1y ‘TR'A )W [ ?
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WELDER / WEEBING OPERATOR QUALIFICATION
@ 7 éﬁNﬁNUlTVnéE% D.

Ay

Welder Name: MUHAMMAD SHAHID IMRAN S RfT?A?ENT | Welder Symbol:__ 1366

8, &Y 74
Issue Dates of Welder Cards: __ ASY Rfﬁmg}:ﬁz{)x\h‘“ Process: _______ SMAW
Record of Continuity References Contractor Q.C.
Verified By Project / Line Numbers

Date Name Sign Company Weld Numbers Name Sign
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WELDER / WELDING OPERATOR QUALIFICATION TEST RECORD

82961

W

FSL Job, No. 18-72-748

Welder Name: Muhammad Shahid Imran Muhammad Sharif Date: 10 January 2019

Stamp No. (Symbol}: 1366 Passport No.: _N/A

Using WPS No.: CAT-WPS-211-1Rev.0  Type: SamA1*  |gamaiNo: 2391691231

Welding Process: GMAW + SMAW Backing: None Nationality: Pakistani

Base Material: APl 5L Gr, X60 Thickness: 0.625" Cllent/Contractor  Br. C.A.T, Internatlonal Co Ltd.
RECORD ACTUAL VALUES Range Qualified

VARIABLES Used in Qualification
Welding Process: GMAW + SMAW GMAW + SMAW
Base Metal:

Specification
Classification Number
Joint:

API 5L Gr. X60 to API 5L Gr, X690

P1 thru P15F, P34 & P41 thru P49 to Same

P1to P1

P1 thru P15F, P34 & P41 thru P42 to Same

Type of Joint (Butt, lap etc.) Butt All
Type of Weld (Groove, Fillet) Single “V" Groove Groove & Fillet
Pipe or Plate Pipe Pipe & Plate
Consumable Inserts None None
Backing None With or Without backing
Pipe Diameter 10"9 27/8" 0.D. & Over
Filter Metal:
Specification SFA 5.18 & SFA 5.1 SFA 5,18 & SFA 5.1
Classification ER703-3 & E7018 All F6 & F4 Classification
F-number F6 & F4 F6, F1 thru F4 with backing
Deposited Weld Thickness GMAW -0,118" Up to 0.130" thickness
Deposited Weld Thickness SMAW - 0.507" Maximum to be welded
Welding Parameters:
Position 6G All
Welding Progression: Root {Downhill); Hot, Filt & Gap {Uphill) Root (Downhili}; Hot, Fill & Cap (Uphlll)
Gas Backing NIA NIA
Current [ Potarity (Root) DCEP DCEP
Current / Polarity {Hot/Fillf/Cap) DCEP DCEP
Tests Conducted Describe (Number, Type, etc.} Resuits
Visual Inspection [X] Satisfactory
Tensile & Bend Test [ ]
Hardness Test [ ]
Charpy Impact [
Ultrasonic Inspection [X] FSL-UT-023 -2018 Satisfactory
OCther [ 1
“We certify that thg-intérmaltion in Jhis record isco ‘rrTct and that the test coupons were prepared, welded, and
Tested in accordance with the reqwremegﬁpbéﬁdé:&}’ CAX-2017 "
Date 14 January 20;19 -1t | Date - \ Y \‘PL«,\ L,O ﬂ
Signed:. NDT/WSS M/ﬁ‘”‘ Signed: {) 0 \ /o
FSL Welding In§pector ~7 1 Confractor  |p
Print Name: naencarlito Hayron Print Name: LAy /) m(
NDT Wi FORRM 03 (96} Rav.04” TR ”
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WEL[}ER’; WELDING OPERATO !
® I: QONTAWWY REC

\ DEPARTMENT

Welder Name:_NGUYEN HOANG HIEP 7 -
N Mgyt ARA &)

UALIFICATION

elder Symbol:__ 1520

BIA <
1 C L"ﬁ‘\\\
Issue Dates of Welder Cards: ___ AS P LCO.- Process: SMAW
Record of Continuity References Contractor Q.C.
Verified By Project / Line Numbers
Date Name Sign Company Weld Numbers Name Sign

| Austoltlod] s | SEPID oMb ZoNE A2 | poifppen |g cto
4 HAMEA ‘d[ .H-K"“ K/u‘ L ,r,uf“/;(’,fg? 99 _—p\-221H
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WELDER / WELDING OPERATOR QUALIFICATION TEST RLCORD /l\ B f

81304
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FSL Job. No. 18-72-748
Welder Name: Nguyen Hoang Hiep Date: 21 July 2018
Stamp No. (Symbol). 1520 Passport No.: B9312210
‘Using WPS No.: CAT-WPS-108-IT Rev. 1 Type : Manual Iqgama No.: NIA
Welding Process: GTAW + SMAW Backing: None Nationality: Vietnamese
Base Material: API 5L Gr. X60 Thickness:  0.625" Client/Contractor  Br. C.A.T. International Co Ltd.
RECORD ACTUAL VALUES Range Qualified
VARIABLES Used in Qualification
Welding Process: GTAW + SMAW GTAW + SMAW

Base Metal:
Specification
Classification Number
Joint:
Type of Joint (Butt, lap etc.)
Type of Weld (Groove, Fillet)
Pipe or Plate
" . Consumable Inserts
Backing
Pipe Diameter
Filler Metal:
Specification
Classification

API 5L Gr, X60 to API 5L Gr. X60

P1 thru P15F, P34 & P41 thru P49 to Same

P1to P1

P1 thru P15F, P34 & P41 thru P49 to Same

Butt All

Single “V” Groove Groove & Fillet

Pipe Pipe & Plate

None None

None With or Without backing
10" & 27/8" 0.D. & Over

SFA 5.18 & SFA 5.1

SFA 5.18 & SFA 6.1

ER70S-2 & E7018

All F6 & F4 Classification

F-number F6 & F4 F6, F1 thru F4 with backing
Deposited Weld Thickness GTAW - 0.118" Up to 0.236" thickness
Deposited Weld Thickness SMAW - 0.507" Maximum to be welded
Welding Parameters:
Position 6G All
Welding Progression: Uphill Uphill
Gas Backing N/A N/A
Current / Polarity (Root/Hot) DCEN DCEN
Current / Polarity (FilVCap) DCEP DCEP
Tests Conducted Describe (Number, Type, etc.) Results
Visual Inspection [X] Satisfactory
Tensile & Bend Test [ ]
Hardness Test [ 1]
Charpy Impact [ ]
Radiography [X] FSL-RT-2918 -2018 Satisfactory
Other [
“We cerlify that i information {n this record js corfect and that the test coupons were prepared, welded, and
Tested in accordance with the requiﬁwen ts ELA_SME‘BPVC.IX—ZOW " /1
Date E 2018 < ~z 41| Date ; o /Jruﬁ‘i '.7,01.{’
Signed: NOTHN J‘ﬁq / I Signed: /
FSL Welfhﬁ g Inspector // ontm
Print Name: | Jent | td ayrgn Print Name:
NDT WI FORM 03 (98) Rev. 04— | 1 ———— =
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