ROMAN AGUSTIN B. FERNANDEZ

Brgy. 6 Zone 5, Victorias City, Negros Occidental
Contact No. 09708217626

Gmail: namornitsugazednanref(@gmail.com

PERSONAL DATA:

Date of Birth z July 19, 1976

Place of Birth : Victorias City, Negros Occidental
Age : 47 yrs. old

Nationality : Filipino

Religion : Roman Catholic

Gender - Male

Civil Status : Married

Height : 546%

Weight : 1401bs.

WORK EXPERIENCE:

Company : GS - ERC

Position : Tig Welder

Location : Egypt

Duration : 2017-2019

Company < YUHANTECH TRADING LLC.
Position : Tig welder

Location : Oman Sohar Refinary
Duration : 2016 - 2017

Company : GS - DAEAH RABIGH
Position : Tig Welder

Location ¢ Rabigh, K.S.A.

Duration : 2014-2015

Company : GS - NEOTEK

Position 2 Tig Welder

Location : Jubail, K.S.A.

Duration : 2011-2013

Company : KENANA SUGAR COMPANY
Position : Tig Welder

Location : Sudan, Africa

Duration : 2010-2011

Company : MMG COMPANY
Position : Tig Welder

Location : Juabil, K.S.A.

Duration s 2006-2009




Job Description for Tig Welder:

Oversee the selection and procurement of materials and equipment required for TIG welding.
Measure and align work pieces using straightedges, clamps, and calipers.

Fill ducts with water/air and submerge in water ti identify pipe leakage.

Assist plumbers, HVAC, and manufacturing engineers during construction.

Ensure compliance with established health/safety policies and regulations.

Carry out grinding thermal cutting operations to obtain various textures and sizes for metal parts.
Oversee the set-up of TIG welding equipment.

Operate power and hand tools such as ARC welders, buffing machine, and scrapers.

Maintain good working knowledge of the welding characteristics of metals such a stainless steel,
aluminum, and titanium.

e Read and interpret welding blueprints, schematics, and codes.

e (Carry out preventative maintenance and repair of piping system and metal structures.

¢ Ensure welding operation meet set specifications and constructions requirements.

o Oversee the training and mentoring of new and trainee TIG welders.

o Perform TIG welding on materials such as fiberglass, iron, plastic, and copper.

o Conduct radiographic and bend tests to verify the quality of weld.

I hereby certify that the above information are true and correct to the best of my knowledge and belief.

ROMANA . FERNANDEZ

APPLICANT
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DA-013 Roman Fernandez

Test Record e e
This is to certify that this person
~ has been tested in accgsdance with
the requirements of ... 23 ME IX - 2013
Welding Code, for and on_the

oA felcsaupi

F!O.Box1122.AI-Kho S A\+¥8],/(013) 889 1000

Caiiyady . DAEAH E&C(SAUDI ARABIA)CO.,LTD./GS CONST.(ARAB

Weidic's Nane - TIOWIAN AGUSTIN B. FERNANDEZ

Symbol / 1D. No, : DA-013

Igama / Passport No. s B T R S
N e
Type (Manual/semi-automatic/Automal WUAL .................................
WPS No. : GS-UO1M1'1MREV1 ......... P.No. : P1 to PANOAP:’......,

Range Qualified .ummon &Ovcr(FNoc 17MmmThlck'hx.)

Test Position (s) .Eg ........ 2 LL .......... Position (s) Qualified : .- - e A I
Electrode C| PR e S S R SRy

O CS SLEVEE =
Jonit Type e Rty SR S s SR SRS Test M

o T Card . ’_.f.'ff.'f:fffZ._’J' 25 Zfﬁ.fﬁﬁ:)

Date of Issue . 25Mar2014 o oflsue: . JEDDAH

This card, on its own qualifies the welder for 6 months from the date of issue. Beyond this date,
welding records must be consulted to ensure the welder’s qualification has been maintained.




R.Fernandez

ID No. GS-050

Grade CS

Sub. GSNeotek

& Ex. Date| 30-Oct-13

This certificate proves that he is qualified
as per ASME Sec. IX.

3 I( s o SN {
: GSCA FQM IPMT

EVA Plant & Utilities Project

i Instructions /
: |

1. This certification is valid only in the
EVA Plant & Utilities Project in Jubail.

2. If you lose this certification, you should
immediately notify to GSCA QC Team.

3. Not accept to transfer it to others.

4. Always bring this certificate during
works and when the inspector ask for
it, it should be presented.

A ATIO

PROCESS [P-NOPOSITION THK DIA

S eee——

%

¢ 10mm+ | 27/8"to
GTAW+sMAW | 1 All | rimited Unlimited |
1"to
ot | 11.08MM
1 Al Unlimited

e

@GSCA




Welders Name
Symbol

WPS Qualified
Qualified F. No.
Process
Position

Thk. Qualified

Pipe @ Qualified
Material Qualified
Date Issued

[MMG L_,) @il
Welder ID Card
Sasref ULSD Project

ROMAN AGUSTIN B. FERNANDEZ

F-066

P01-001Rev.0

F6

GTAW

6G __ Uphill/Al

GTAW (F6 ) : Up to 0.436"Thk.

@ 1" 0D above

P1to P11

July 22, 2009

Welders Name
Symbol

WPS Qualified
Qualified F. No.
Process
Position

Thk. Qualified

Pipe @ Qualified
Material Qualified
|y Date Issued

Welder ID Card
Sasref ULSD Project

ROMAN AGUSTIN B. FERNANDEZ
F-066

P01-001/002 Rev.0

F6 & F4

GTAW & SMAW

6G Uphill/All

GTAW (F6 ) : Up to 0.436"Thk.
SMAW ( F4 ) : Up to 0.628"Thk.
@ 1" OD above
P1to P11
August 31, 2009

MMG Gl @
This is to certify that

ROMAN AGUSTIN B. FERNANDEZ
with symbol F-066 has been qualified
in accordance with the requirements of

CBIl-Lummus Welding Inspector

= @

This is to certify that
ROMAN AGUSTIN B. FERNANDEZ
with symbol F-066 has been qualified
in accordance with the requirements of
ASME Sec. IX 2007

Arn an
MMG QA/QC Manager

Ramasamy
CBI-Lummus Welding Inspector




Fermnandez R

ID No. GS-050

Grade CS

Sub. GSNeotek

X. Dat 31-Oct-12

This certificate proves that he is qualiﬁedﬂas
per ASME Sec. IX.

Lot joaf)

GSCAFQM _/ IPMT

/ )
EVA Plant & Utilities Project

Welder Certificate

Name

Fernandez R

D No. GS-050

Grade CS

This certificate proves that he is qualified as
per ASME Sec. IX.

Sub. GSNeotek

x. Datg  31-Oct-12

: *‘%f:?"v:m{ W %}'}.
~) GSéA FQMM C / -

EVA Plant & Utilities Project

1. This certification is valid only in the
EVA Plant & Utilities Project in Jubail.

2. If you lose this certification, you should

immediately notify to GSCA QC Team.

3. Not accept to transfer it to others.

4. Alwaxs bring this certificate during

works and when the inspector ask for
it, it should be presented.

QUA ATIO

PROCESS |[P-NO|POSITION THK DIA

GTAW 1 All 11.08M 1"to
M | Unlimited

2" below fillet and weldolet

s oy
¢, GSCA

Instructions

1. This certification is valid only in the
EVA Plant & Utilities Project in Jubail.

2. If you lose this certification, you should

" immediately notify to GSCA QC Team.

3. Not accept to transfer it to others.

4. Always bring this certificate during

1 Works and when the inspector ask for

it, it should be presented.

QUALIFICATION

PROCESS |P-NO[POSITION THK | DIA
eTawssvaw | 1 Al | onimte| 278"t
¥ q | Unlimited
e
¢ GSCA




Test Record

This is to certify that this person
has been tested in accordance with
the requirements of . ... ASME-IX 2013
Welding. Code,

Card Serial No.

Witnessing Inspector ey
ARMAN AHMED (

Authorized by

BERNARD T. PE}
For AL-HOTY ST

Test Record ¢
-F.r_snn -Sunaim

Jj\i_g& T o %ﬂf_
This s to cerffy that this has begRe-==— 7
tested in ance with the requireriehts-of - .~ |
Latest ed ME S&c. 1X 2008,Addenda
Welding for; and on the behalf of |
Mohammad Al Mojil Grodp '
| MerviniMaBeredo
Witnessing-Inspector-( e
Mr. Bill Butlin

Client Representative - 77

§ T - )
s, ettt <& GSCA
Welder Certificate
Name | FERNANDEZR |
ID No. GS-050
Grade SS
Sub. GSNeotek
§|Ex. Datﬁ 17-Jun-13

. EVAPIant & Utilities Project
e T AR

———— ——

o WELDING PERFORMANCE RECORD o

Company

Welder's Name  :
Symbol /1.D. No. : PA-013

Igama / Passport No. : ---- PR#-EB1981727
Welding Process (es) . GTAW & SMAW
Type (Manual/Semi 1ati ic : MANUAL

WPSNo. ............GS-UOY.WRS-1/1.002REV.2 ........ PNo.:.P1 wp. NPL....
Dia. & Thickness (Actual) :....468.28.mm X 10.97.mm.THICK............ooroooooereeee....

Range Qualified 23,5 mm.0,0. & OVER(F.No.6.5 UR.TO 6.0.mm . max /F.No.4 = LIP.TQ 15,94 mmf..max.

Test Position (5) : .6G.-URHILL............ Position (s) Qualified : Albbe.........reoeeecrreeea
Electrode Class  : . ER70S.6.8 E7018............... F.No :....0.%4....

Joint Type : BUTT.SINGLE VEE... Test M R?g@ﬂg’!" ..........
Testing W.0. No. :  Jp1.14-420............ - m 3 1

Date of Issue  :.93 Mar.2044............... PIICE OFIEB0E 5 orsssacroscsosoesivsio AEDDAH..

This card, on its own qualifies the welder for 6 months from the date of issue. Beyond this date,
welding records must be consulted to ensure the welder’s qualification has been maintained.

Coinpany: Mohammad Al Mojil Group
: WELDER QUALIFICATION CARD
Welder's Name Roman Agustin Fernandez
Symbol1.D. No: F-066
P.Pgama. No.: TT0328874 /| NA
Welding Process(es) GTAW & SMA)
Type (Manual/Semi-automatic/Automatic: Manual
WPS No.: P08-020 Rev. 0 P.No. 1 oPNo. 1
Dia. & Thickness (Actual): 6”@ Sch.80 ( 0.429")
Rarige Qualfied 27/8" & Above & Up to SMAW= 0.622" thk. (Fill & Cap only)
Test Position(s) 6G Uphill__ Position(s) Qualified: All
Electrode Class: E316L F No. F5
Joint Type: " _Single “v" Butt Test Method: -Radiography
Testing W.0. No. SAQ7-7200 Card No.: FSLIMMG/29314
Date of Issue - _20 April 2008 Place of Yanbu
the welder for 6 months from the date of Issue, -Bevond this
xﬂnmw?:u consulted to ensure the Welder's qualffication. tias been
maintained; .

Instructions LY

{1. This certification is valid only in the

1 EVAPIant & Utilities Project in Jubail,

112. If you lose this certification, you should

| immediately notify to GSCA QC Team.

:3. Not accept to transfer it to others.

4. Always bring this certificate during
works and when the inspector ask for

it, it should be presented.

S
QUALIFICATION
PROCESS |P-NO POSITION| THK DIA
GTAW s 1"to
8 All 7.82;“ u
e




FUGRO-SUMAIMI LTD;

This is to certify that this person has been
tested in accordance with the requirements of
"ASME Sec. IX-2007"
Mohammad Al-Mojil Group
Danny Mejia

Witnessing Inspector (FSL)
William Butlin
Contractor Representative

s Sena

Frwsre o AR
CUGRO-SURAIMILTD.

This is te certify that this person has been
tested in accordance with the requirements of

"ASME Sec. 1X-2007"
Mohammad Al-Mojil Group
Danny Mejia
Witnessing inspector (FSL

William Butlin

Contractor R=prasentafive

[ rd
l ’ TEF.B::&:: -SuHAIMI

e 5. AT -1
' This is to certfy i

tested in accordance with the requnremenls of
Latest edition ¢f AWS D1.1

Welding codes for, and on the behalf of
Mohammad Al Mojil Group

RobertR. Tri ‘Fﬂdé‘d

Mr. Bill Butlin
Client Representative /

R PR T TR

: Record
"F.IIRII Sunamm

IA T
This is o certfy that this person has been. -
tested in accordance wnﬂ the requirements of
Latest edition of ASME Sec. I1X 2006,Adden
Welding codes fr, and on the behaf of

A \_f.’;,.!l

" Mr. Bemardo T Lopez ﬁ"/

Client Representative /

R

Lamgay Mohaminaa Ai-
Weider Juza

Mol Group
ation Card

®Velder Mame: Roman A _Fernandez
Symbol 1D Me E- Q66
igama Passport No.. 2232679700/ TT- 0328874
Wetdlm Procesa( 2s): GTAW

ype (M2-.alSem -automatic/Automatic; Manual
WPS N £01-001 Rev.0 PNo.. P1  ToPNe £1

B ———————————————— v - 3

Dia. & Tickness (Actuah: 2" 0D & 0.218" thick. P
fang‘f Qualified: 1" 0D _and over, GTAW up to 0.436" th x"kl‘e»

est Position(s): 3G Position Qualified

~§;:rT°d: -loss: ER7082  FNo. =n ey
. ype ~ ———
A e Single V" Groove _ TestMethod, Rag: \araph
#Sl. Jab No SA 08-7250 Card No. r—-.,?l—'"?'L

Date of lssu P
. SIS 24 June 2000 Placecf 'ssue_Lamman

{uau’% ne weider for 8

ampany fioiiammad Al-iiofil Group

Jener Jualification Carg
JVelder Name: zmap A F.:(naﬂgez ¢
Symool/ |.C. No.: £. 086 >

lgama/Passport No.: 2232679700 / TT 0328874

Welding Process(es)’ GTAW - SMAW

Type (MaruairSemi-auton, a::cv’Autmal

WPS No.. _P01-002 Rev. 0 PNo.._ Pl _ ToPNo: _P1
Dia. & Thickness (Actual): 6" 0.D. & 0.432" thicki thickness
Range Qualified: 2778 0.0 3

ng over STAW up to 2 236" SMA
Test Pusition(s): 6G osition Quaified
Electrode Class: ER705-28E7018  FNo. F64rd
Joint Type Singie "V" Groove  TestMethod:  Radiography
FSL Jn?b No.. SA 03_7550 Card No. :,\——*——M NG36207
Date of issue: S

2 August 2009 ace of Issue: _Dammain
Sard on its own aualifies the welder for 3 menthe fram thae 3 @ Beera
welding records must be cons..ited 10 ersure the V
=& maintained

Company: Mohammad Al Mojil Group

= : WELDER QUALIFICATION CARD
Welder's Name _Roman Agustin Fernandez
Symbol/l.D. No.: F-066 g
P.P/igama. No.: N/A 12232679700
Welding Process(es): SMAW
Type (Manual/Semi-automatic/Automatic: Manual
WPS No.: P01-018 Rev. 0 P.No. Grp. | to P.No. Grp. |
Dia. & Thickness (Actual): Plate w/ 0.472" thickness
WW; 0.125" up (0 0.944" Any fillel sizes & PJP weld size on any thickness of plate, pipe.
Test Position(s): 3G Uphill Position(s) Qualified: F,H,V
Electrode Class: E7016 & E 7018 F No. F4
Joint Type: Single “V" Butt Test Method: Radiograph
Testing W.0. No.: SA07-7200 © CAINGT—" = 'FSLIMMG/24406— —
Date of Issue: 22 September 2007 Piace of Issue Yanbu
This card on its own. qualifies the welder for 6 months:from the dale of issue. Beyond this
date, welding records must be consulted to ensure the Vielder's qualification has been
maintained.

o e e e

e s, e - e NS 2o gonrd Ve T 34
Company: - Mohammad Al Mojil Group
WELDER QUALIFICATION GN‘("
Welder's lName Roman Agustin Fernandez 5
Symboll.D. No.: F-066 =5
P.Plgama. No.: TT 0328874 | NA
Welding Process(es): SMAW
Type (Manual/Semi-automatic/Automatic: Manual
WPS No.: P01-133 Rev. 0 oMo, . P fo P.No. P1
Dia. & Thickness (Acwal): . 6"@ Sch.80 (0.429")

Range Qualfied: ~_27/8"8 & Above & SWAW= Up 0 0.622" thk. {Fill & Cap orly)
TestPositon(s): 66 Uphill___ Positons) Qualiled Al

This card on its own qualifies th welder for & morths {rom the date of issue  Beyond this
date, welding records must be consulled to ensure the Wewer's quanfication has been

| maintained. 2%

Electrode Class: E 7018 F Mo, F4

Joint Type: Single “V" Butt Test Metned. Radicgiaphy

Testing W.0.No: _ SA07-7200 Tew kT T FSUMMGIZR0T * ™
Daeolissve:  _18Novembsr 27 bwoci'sse Yambu




e

dpgoui gSoll n 0 i
SoudiAramco SAMC ORSAL f Welder Job Clearance Card (BACK)
Welder Job Clearance Card (FRONT) i3
(5-PM-G000-1520-0011) ASME-IX 2013 : 8 e I QAJOC Department
|Contract No. 6600028401(IK) 4 Cleared for Welding on
k S Rabigh-Il Project
10l Interconnecting Package(UO1) IMateriﬂ P-No's P-1to P-1
Jcontractor GSCA (BH) sruction » process GTAW
— s
Name & ROh:::&GU Welders 7052/ F-6
-No' . ER70S-2 / F-
Badge No. 7041478 FSVHQ_M 4 Electrodes / F-No's
Note : This Clearance card is for elﬁi on theWmmed projgck
only, and may be revoked if erform i8 not sati A - Rossiion ] Progression ALL / Uphill
Card must be returned when welder'is.7é < =E5M e o0 :
1 PISERSSY 2= L oG cone &k
Cotpeny 4-( W«;‘““’ e S | [Min/ Max Thickness GTAW-17.48mm
P oot cthn - GS-UO1-DH-058 -+ [oiameter Range 1" & Over : ‘
s M,:%— g | I card Issued | o4, P
=/ P d | GS-UO1-DH-058 oate, | 172~ 14

L 2 e PRSIt .

: < RPN TP e R R e %
s i mmouom Welder Job Clearance Card (BACK)
Welder Job Clearance Card (FRONT) ! q i s
(S-PM-G000-1520-0011) ASME-IX 2013 f JCompany Section | oo partmen
[contract No. 6600028401(IK) eared for Welding on
IPI’Oject Rabign-ll Project u IMaterial P-No's P-1to P-1
Interconnecting Packa; )di) _ :
Jcontractor GSCA, JProcess GTAW+SMAW
Name & Fg:m’;:“:g fes@ : Electrodes / F-No's ER70S-6&E7018 / 6&4
Badge No. 70413 W i
Note : This Clearance card is for we% i gosl=i . :
I only, and may be revoked if welder's. @rbym& MQ‘)[ g | |P°5m°" / Progression ALL / Uphill
(Card must be returned when welder is remaovi |
Company Inspector Issuing Card b Ig:ln / :Ila);ThIckness GTAW-GZm;?s{'SZA;VV-;:’.94mm
! ameter Range . -
o GS-UO1-DH-013 ] — e
e i = GS-UO1-DH-013 s
= R . 3 o R T T T i ;
it PO R s T - = : ¥
i e WELDING PERFORMANCE RECORD =
L R e e e e Company : DAEAH E&C(SAUDI ARABIA)CO.,LTD./GS CONST.(ARAmA*.T[
e :2::?; AGUSTIN . FERNANDEZ
i — b) 1/ 1.D. No. :
Test Record e ~ EB1981727

Iqama / Passport No. :
Weld'ing Process (es) : GTAW

Type (Manual/semi ic/ Automatic : MANUAL

WPS No. $ GS-UO1-WPS-1/1-001 REV.4 P.No. P1 to P.NO‘P:A!......
Dia & Thickness (Actual) ;... 00-3 Mm O.D. x 8.74 mm W.T.

This is to certify that this persprr:
has been tested in accordance wit
the requirements of...... ASME IX - 2013

Welding Code, for and on theA

oAghlfedc(sAuD! ARABI 5 ‘ Nange ifiad - & :g '-‘?j;!r‘«?i% & Over (F No.6 : 17.48 mm Thick Max.)

CONST.(ARAB s % B Teat Position (6) = =SSt Positon (s) Qualified : ALk
o A S A y Electrode Class :..ER,os.'z.. ...... F. No. : 6

Card Serial 825 JokType . NOLEVBET . WADIOBRAPHY

Witnessing inspegfod % Tesng W.0. No. ;300 e NUT 9 &) &

W.P. RELEG (Ag e Dateofsue ;2o Mar2014 Place of Issue : ... JEDDAH

. = This card, on its own qualifies the welder for 8 months from the dat of issue. Beyond this date,
Authorlzqg_ty REL ] HEe welding records must be consulted to ensure the wsldef;n qualiﬂca:ion ha::aeenyr?m’;lnwfne:.t 5




W' Date: 22-May-12
P WELDER PERFORMANCE QUALIFICATIONS (WPQ) < 6sca

r ee . —— ¢ e

oo e . 4 49 ARARTIIRND TR LY

Subeontracior | S Neotek = " Grade Carbon Steel
Test Deseription
Identification of WPS foliow PCLOQC-WPS.a3 | Test counon
",..‘,._,.._-,....-....\.,m—_u DA M0.1) Thickness 18.26mm
Testing Conditions and Qualification Limits

= Welding Variables (QW - 350) Actual Values Range Qualified
Welding Process(cs) , GTAW+SMAW GTAW+SMAW
Type (ie. Manual, semi auto) used Mannal Manal
B p— wenmou, €, ) GIAW-No, SMAW-Yes GTAW-No, SMAW-Yes
Orixe ® Pipe (enter diameter if pipe or tube) ‘ 6" 2 7/8" to Unlimited
BasemetalPorS-nmnbertoPorS-nmnber P-No. 1 P-No. 1

Filler Metal or clectrode specification(s) (SFA) (info only) 5.18/5.1 : 5.18/5.1

Filler Metal or electrode classification(s) (info only) ER70S-2/E7018 ER70S-2/E7018
Filler metal F - Number(s) : F-6/F-4 FAEI~F4

e — o a caw N/A N/A

Filler type (solid/metal or flux cored/powder(GTAW ) N/A N/A
Deposit thickness for each process 5o S5mm/13.26mm Upto 10mm/Unlimited
Position qualified (6G. Etc.) e 6G All »e
Vertical Progression (uphill or downhill) Uphill ) Uphill
Typcoffocioas(QFW) NA WA
e S T NA N/A

Transfer mode (spray/giobular or pulse to short cireuit - GMAW) N/A N/A

GTAW current type / polarity (AC, DCEP, DCEN) DCEN DCEN

RESULTS

VMM‘M“M-@ZJ‘) Pass

O Bendes; 0O Transvesse root and face (QW - 462.3 (a)); Longitudinal root and face (QW - 462 3(b): O Side (QW-462.2);
| PipebmdSpecinmn,Mmsion-mistamovahy(QW-mS(c)); O Plate band specimen, corrosion - resistant overlay (QW - 462.5(d))
O Macro test for fision (QW- 46250y, [ Macro test for fusion (QW - 462.5(¢)):

[ Tome ' Borete ’ = i i i i
Alicrnative mdiographic examination results (QW - 191)  Results©  Pass Report No. - WQT-041, RT-PKG2-069
Fillet weld - fracture test (QW - 180) __ NA  Loogh and percent of defects :

et A R ——y anaa B et ] - Loncavity / Lomveaty (in.) NA

Other tests N/A

Film or specimens evaluated by H.K Singh Company GSCA

Mechanical tests conducted by N/A L3 20 Laboratory test no N/A

Welding supervised by R.A.Garcia s
Wecutityhkmhkmﬂnm.ﬂh&mmwmﬁ.-&ddﬁhmﬁww&k

FETIrmarmrte nf ACKANT C s T ® 4rrr v ———— .

GSCA PMT
Certified by Verified Mr

“ T ——

R L b



2EQ No- IPC-C0-QC-WPQ-GSN0S6-01 Date:  10-Feb-13

= WELDER PERFORMANCE QUALIFICATIONS (WPQ) <gesca
Welderspame  FERNANDEZ R demificationne ~ GS-050
Test Description % ;
Identification of WPS followe IPC-CO-QC-WPS-04 8 Test coupon 8 Production weld
Specification of base metal(s) A312 GR TP 304 L (P No.8) Thickness 3.9%mm
Testing Conditions and Qualification Limits
Welding Variables (QW - 350) Actual Values Range Qualified
Welding Process(es) GTAW GTAW
Type (ie. Manual. semi auto) used Mannpal Manual
I weld metal, double welded, etc, without Backing with Backing
O Pime @ Pipe (enter diameter if pipe or tube) z 1" to Unlimited
Base metal P or S - sumber %o P or S - number PNin R o PN~ ©
Filier Metal or electrode specification(s) (SFA) (info only) 59 59
Filer Metal or electrode classification(s) (info only) ER308L ER308L
Filler metal F - Number(s) F-6 ; [
Consumable msert (GTAW ) N/A NA
Filler type (solid/metal or fiux cored/powder)GTAW ) NA N/A
Deposit thickmess for cach process 381mm 7. 32mm
MR R R o a
Vertical Progression (uphill or downhill) Uphil Uphill
Type of fuel gas (QFW) NA N/A
Jnert gas backing (GTAW,GMAW) Yes Yes
Transier mode or o short cirowt - GMAW) N/A N/A
GTAW current type / polarity (AC, DCEP, DCEN) DCENMDCSP) DCEN
RESULTS
Visual Examination of computed Weld (QW - 302.4) Pass

O Bendest O Tramsverse root and face (QW - 4623 (a)); Longitadinal root and face (QW - 462.3(b)); O Side(QW-4622);
[ Pipe band specimen, comosion - resistnt overlay (QW- 4625@);. ~ [J Plate band specimen, corvosion - resistant overlay (QW - 462.5(d))
OO Moo st for fusiom (QW-262500);. =~ 13 Maczo o5t for fusion (QW - 362 5(e));

Type Result Type Result Type Result
Alsemative radiopravhic exarmmation reanits (090 - 19T) L Dt Ma . WIPVP TVRNT TP Ner awrae < emvmen
Filiet weld - feacture tst (QW - 130) NA _ Longth and peroent of defects
Macro examination (QW - 184) N/A  Filletsize (In.) = Concavity / Convexity (In.) N/A
Other tests N/A
Film or specimens evalusted by  HK Singh Company GSCA
Mechanical tests conducted by  N/A Laboratory test oo NA
Welding supervised by Garcia
W rortif thiat The cootommmte fm Fan et mem b ooe 3 Sooes 50 2o S L A T T

requirements of PASB-508 WELDER PERFORMANCE QUALIFICATION PROCEDURE
GSCA > T - T




35003

WELDER QUALIFICATION TEST RECORD

A

F.S.L. Job No.. SA 08-7250
Welder Name: Roman A. Fernandez Date: 24 June 2009
Stamp No. (Symbol): F-066 Passport No.: TT-0328874
Using WPS No.: P01-001 Rev. 0 Type Manual igama No.: 2232679700
Welding Process: GTAW Backing: None Nationality: Filipéno
Pass waGt . S U B, Tttt . D I R e Rt T
RECORD ACTUAL VALUES
VARIABLES Used in Qualification .RANGE IED
{ Base Metal:
' Specification SA106Gr.BioSA106Gr.B P1 thru P11,P34 & P41 thru P49 to Same
Claccifiratinn Numbar D4 ¢n D4 D4 thores D44 DA B D44 Hhrres DAD 4 Qv
Joint:
Type of Joint (Bult, Lap, etc.)  Butt All
Type of Weld (Groove, Fillet) _Single "V Groove Groove & Fillet
Pipe or Plate Pipe Pipe & Plate
Backing No With or without Backing
gl st b R s Sy aes
Filler Metal:
Specification SFA 5.18 SFA 5.18
Classification ER 70S-2 All F6 classification
F-number Fé All F6
Deposited Weld Thickness GTAW - 0.218" Up to D.436" thickness
LEPpOSHET YVEIU 1 THORIIEDSS MNIA NIA
Welding Parameters:
Position 6G All
Welding Progression Uphill Uphill
 { Gas Backing NA N/A
1 Current / Polarity (Root) DCSP DCSP
Current / Polarity (Fil/Cap) DCSP DCSP
Tests Conducted: Description (Number, T c. Results:
Visual inspection {X]
Root Bend [ ]
omary roret =
Side Bend 3
Fillet Fracture i
Macro-etch P
Radiography [X] Report No.{FSL-127051)
Other 5
“We the nndersngneé e‘efr"t}“fywﬂ;a{mé )
welded and tested injaccordance with the
Date: wme s Jume 2009
Signed: »&.w
Print Name: § WEFEC Uanmy Mgna ]
T e " etiatss e
NDT Wi FORM 03 (98) Rev. 04
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35207
WELDER QUALIFICATION TEST RECORD
\
F.S.L JobNo.: SA 08-7250 = G
Welder Name: Roman A. Fernandez Date: 12 August 2009
Stamp No. (Symbol): F- 066 Passport No.: TT 0328874
Using WPS No.: P01-002 Rev. 0 Type : Manual igama No.: 2232679700
Welding Process: GTAW + SMAW Backing: None Nationality: Filipino
Base Material SA 106 Gr. B Thickness: D432" Chent/Contracior  Mioh'd. Al-Moiil Grp.
RECORD ACTUAL VALUES
VARIABLES Used in Qualification ~ RANGE QUALIFIED
( Base Metal:
Specification SA106Gr.BtoSA106Gr. B P1 thru P11, P34 S P41 thru P49 to Same
Ciassification Number P1itoP1 P1 thru P11, P34 & P41 thru P48 to Same
Joint:
Type of Joint (Butt, Lap, efc.) Butt All
Type of Weld (Groove, Fillet) _Single V" Groove Groove & Fillet
Pipe or Plate Pipe Pipe & Plate
Backing No With or without Backing
Pipe Diameter §” @ NPS 27/8" 0.D. and over
Filler Metal:
Specification SFA5.18 & SFA 5.1 SFA 5.18 & SFA 5.1
Classification ER70S-2& E7018 AllFE&F4
F-number FE&F4 F§, F1 through F4 with Backing
Deposited Weld Thickness GTAW -0.118" Up to 0.236" thickness
Deposited Weld Thicknass SMAW - £8314" Up to 0.628" thickness
Welding Parameters:
Position 6G All
Welding Progression Uphill Uphill
Gas Backing N/A N/A
Current 7 Polarity {Root) DCSP DCSP
Curient 7 Polarily {FilCap) DCRP DCRP
Tests Conducted: Description (Number, Type, etc.) Results:
Visual Inspection [X] Satisfactory
Root Bend ) I
Face Bend t
Side Bend P9
Fillet Fracture £ 4 AL
Macro-etch i3 GROUP
Radiography - [X] Report No. (FSL-123370) Satisfactory
Other SALR
T e R ST O “‘l
"We the undersigned] certify that the; :
welded and tested in dccordance wi
Date: s Ty
Signed: : :
H F&mcw
m m: ¢ RISPED r ;
NDT Wi FORM 03 (98) Rev. 04




No_ IPC. Date: 22-May-i2

Lo

B WELDER PERFORMANCE QUALIFICATIONS (WPQ) <, GSCA

Welder'ssame FERNANDEZ R dentificationne GS-050
Subeontractor | 55 NGOIeK Grade Carbon Steel
‘Test Description
Identification of WPS follow PCLOQC-WPS83 8 Test coupon 8 Production weld
Specification of bose mectalls AIS Cr B (P Nal) Thickoes: I8.36mm
Testing Conditions and Qualification Limits

Weiding Variables (QW - 350) Actual Vaiues Range Qualified
Welding Process(es) GTAW+SMAW GTAW+SMAW
Type (ie. Manual semi suto) used Manual Manual
Becking (metal, weld metal, double welded, o) GTAW-No, SMAW-Tes GTAW-No, SMAW-Yes
O Piaste W Pipe (enter diameter if pipe or tube) 6" 2 7/8" to Unlimited
Base metal P or S - number to P or S - number P-No. 1 X P-No. |
Filler Metal or clectrode specification(s) {SFA) (info only) 5.18/5.1 5.18/5.1
Filler Motal o clectrode classification(s) (info only) ERT0S-VE7018 ER70S-2/E7018
Filler metal F - Number(s) F-&F-4 F&/F.1~F4
Consumeble insert (GTAW ) N/A WA
Filler type (solid/metal or flux cored/powder(GTAW ) N/A N/A
Deposit thickness for each process Smm/13 26mm Upto 10mm/Unlimited
Pasition qualified (6G. Eic.) 6G All
Vertical Progression (uphill or downhill) Uphill Uphill
Type of fusl gas (QFW) N/A N/A
Inert gas backing (GTAW.GMAW) WA N/A
Transfer mode (spray/giobular or pulse to short circuit - GMAW) N/A N/A
‘GTAW current type / polarity (AC, DCEP, DCEN) DCEN DCEN

RESULTS

Visual Examization of computed Weld (QW - 302.4) Pass

O Bendtes; [ Transverse root and face (QW - 4623 (a)); Longitudinal root and face (QW - 4623(b)); [ Side (QW-4622);
O Pipe band specimen, corrosion - resistant overlay (QW - 462.5(c)); L1 Plate band specimen, corrosion - resistant overlay (OW - 462.5(d)
O Macro test for fiusion (QW-46250));, ] Macro test for fusion (QW - 462.5(c)).

Type Resalr Type Result Type Result
Alternstive radiographic cxamination results (QW - 191)  Resplis:  Pass Report No. ©: ' WQT-041, RT-PKG2-06%
Fillet weld - fractire test (QW - 180) NA Lzagth snd percent of defects
Macro examination {QW - 184) N/A  Fallet size (n ) » Concawity / Convexsty (ln.) WA
Other 1513 N/A
Film or specimens evaluated by H.K Singh Company GSCA
Mechanical tests conducted by N/A Laboratory test no NA

Welding supervised by R.A Garcia
We cortify that the statements in the record are corrert and that the test coupons were prepared, welded and tested in accordance with the
wgmwm&mmwmmm

GSCA PMT
Certified by Verified by %7
e A




5 5 Tt [ooees GTAW/SMAW
Or'g:)f% DAELIM Petrofac @l YMM Material P to PISF, P34 & P4} 1o P49
YUHANTECH TRADING LLC FNo. 6, Fi-F4
WELDER IDENTIFICATION CARD (CS) Position >610-All | <610-All | Fillet-All
Welder Name : ROMAN FERNANDEZ Min Dia Qualified ms Pipe 2778 in(73mm) O.Dand Over
Welder No : YTW-357 Dep.Weld Thick Max(mm- - GTAW:7.8/SMAW:14.14
Date of Issue : 07-8-2016 e Current Polarity /o~ )\  DCENDCEP
Yuhantech DPIVY ; F7PIRgR. o
Backing f 5 ‘&; w?_"-w% A‘_‘\i‘—“ ith& Without/SMAW-With
™ na Uphill / Down Hilk "‘-\ % r¥y Uphill
S A
Backing Gas A8 With&Without

vou




| R | | process . GTAW
<3 e
Orpic DRELIN Petrofac é’ Yﬂhﬂﬂre@ Material Pi to P15, P34 & P4l to P45
YUHANTECH TRADING LLC F.No. 5
WELDER IDENTIFICATION CARD (CS) Position | >610-All | <610-All | Fillet-All

Welder Name : ROMAN FERNANDEZ Min Dia Qualified mm.~.. | Pig 1.in.(25 4mm) O.D and Over
Welder No :YTW-357 Dep.WeldThickMaf /% B, Ny} 1108w
Date of Issue : 07-8-16 Current Polarity | 21379 V5 Je ] DCBN

Backing 3‘\43‘ _:,’ ATAW-WitheWithout

2
Uphill / Down Hill Uphill
Backing Gas With&Without




F-T-est Record

. Welding Code, for and

DAEAN £8 'saunt ARABHA £NG

S -

This is to certity that this person
has been tested in accordance with
the requirements of ASME-IX 201

Autnénzed by
BERNARD T. PENU
For AL-HOTY STAN

WELDING PERFORMANCE RECORD

Welder < Name 3 S R S o )

Ssmbed 1D No M3 =
lgama  Passport No - - PPE ER1881727

Welding Process 104 - BTAW & SMAW ;

Type (Manual Semiautomanc Automatic - " o MRANUAL

WIsNe .. 1. GSUOI WPES U102 REV 2 PNo P16 P
Do & Thicknes (Acuall 168,28 mm x 10.87 mn THICK .
Range Qualifed A e O B OVERF No e UP TO 5.0.mm Lmas F Mo 4 2 1P T 1854 sl mas
veu Poson () : QQANMILL ........... Posion (s) Quablie V.

fecnde Cas © ERT0S.E & £7018 Fro B84 ;

joesTpe + BUTT SINGLE VEE . 1, o0 RADIOGRAPHY
Testing W O No IO ... Card ¢ (0 ‘ :2 3 ‘3 1

Prate of lage 43 Mas 2044 Place of lasue - JEDDAH

THiS Card 0n 13 own QuUASHiSs the WoNseY 167 5 MoAtS irom ™e Cate O ssue. Beyond this date

waIing feConds Mus! De CONSLUIAS 15 aAsuYE the welder s qualdicaton nas been martansd



October 2009

DEZ TIG WELDER of

MMG 1D# 23614 had work for our SASREF Ultra Low Sulfur Diesel Project (Balance of
Plant) in Jubail, Saudi Arabia from MAY 2008 to present .Under my supervision he has
shown quality work, dedication and commitment in accomplishing his task.

This certification is issued to whatever purpose it may serve.

Lummus Al-Ireza Ltd. Co. (LALCO)

Sadat Engineering Building, Dammam-Khobar Road, Al-Khobar 31952
P.0. Box 31682, Al-Khobar 31952
Kingdom of Saudi Arabia

Tel.: +966 3 8821111

Fax: +966 3 8829466

T
&L o,;jg,{%»

Teoye HA“"J

\1‘-'




MMG i
MOHAMMAD AL-MOJIL GROUP

| a2l g, Py
CONSTRUCTION DIVISION

CERTIFICATION

To whom it may concern;

This is to ceraﬁtkat Mr ROMAN AGUSTIN FERNANDEZ with Badge

No.23614 has been employed by Mohammad Al Mojil G‘rup (MMG) and
rendered his service as a WELDER — GTAW/SMAW/SS. He was assigned in

PC2 Monomer Project (PO Unit), Rabigh, K.S.A. from 25 Scptember 2006 up to
15 January 2099 : :

Durmg Mr. I"ERNANDEZ 'S period of assignment, he has shown

of confidence when working. Furthermore, he am be rrumd Jor h:s:-;ﬂiczency
hard work, and good moral character and safety conscious employee. His
performance with this company can be rated very satisfactory.

.....

This certification is issued for whatever legal purpose it may serve him.

Done this 14" day of January 2009 at Rabigh, Kingdom of Saudi Arabia.

Certified by,

M
ior Project Manager

PC2 Monomer Project (PO Unit)
Rabigh, Kingdom of Saudi Arabia

GPSUPPONOMOGID.COM - JsaSIX! spull . (411 THALT £-¥4 . sl (ATT F)ALT 1ITY il dppradl dyalt aSleldl TV pleadl V) w0
NN > 0. Box 11 Dammam 31411, Saudi Arabia, Tel : (966 3) 842 1111, Fax : {966 3) 842 5079, E-Mail : grpsupport@mojiigrp.com



Kenana Sugar Company Limiled - ; 43022 asletium s Gty

PO Box 2632 Khartoum PO PO L s

Republic of the Sudan el g g

Tel: 224703 - 224704 CO38 $ o THIVT _ails

Fax: 452171 2T Sk

Telex: 24033 Kenan SD Kenan 8D T ™r  .SL
24060 Kenan SD Kongn'SD r:-1

Date: 7" of January 2011

Subject: Service 1

To Whom it May Concern,

This to certify ROMAN AGUSIN B FERNANDEZ {Employee No. 983233860) joined the services of

Kenana Sugar Company Limited, Republic of Sudan, in 8" of July 2010 in Seasonal contract in
capacity of WELDER.

The employee over the past last (6) Months has been showing good Performance.

This certificate issued upon his request to serve in any legal use without any legal, social or any
other kind of responsibilities on the company.




i) silS &gl ool (2 88,
Y000 MV O o J 9laedt

ksainfo@gsneotek.co.kr s ,58 a it
www.gsneotek.co.kr/en/: sy s ad gt

GS Neotek co. Ltd.

CONTRACTOR, C.R. 2055014665
E-mail:ksainfo@gsneotek.co.kr
Website: www.gsneotek.co.kr/en/

Date: 24" Nov, 2013

Greetings!

This is 1o centify that Mr. ROMAN AGUSTIN BELASA FERNANDEZ, Filipino with
Passport# EB1981727 was employed in GS Neotek Company from 16 April 2012 to 24
November 2013. He workgd as a TIG WELDER in EVA o Utility project, Sipchem.

During his tenure with us, fe ably handled major responsibilities and we found him to be
energetic, hardworking, Productive and Satisfactory. We have found him to be self-siarter
wio i motwated, duty bound and Rigafy commisied seam pigyer with sirong conceptuai
Kpowledge.

We at GS Neotek Company wish him all success in his future endeavors.

#9177 P YooV ;WS (+477 VY Y Y eY :.-.'au.;,j.xl;\,..anut,\.:..i.,a,._l\z,,)d\mlr\\o\ Juall (YVeY . s
P. 0. Box 2152, Jubail 31951 Saudi Arabia, king abdulaziz st. , 101 business tower #801, Tel.: +966 13 361 3242, Fax : +866 13 361 2557



DA-013 Roman Femandez

E;s

¥ 1
AL HOTY - STANGER ‘ WELDER / WELDING OPERATOR et
|
Cslwery i § QUALIFICATION TEST RECORD ¥ %
| DAEAHE & C (SAUDI ARABIA) CO.LTD. / |
| GS CONST. (ARABIA) LTD. DL
Name W AGUSTIN B. FERNADEZ identicaton No.. DA-013
Weiding Process ° GTAW Position 6G - UPHILL

Procedure Spec No.: GS-UO1-WPS-1/1-001 REV.1 Material Spec  A/SA-106 Gr.B (P1)
Diameter and wall thickness or Joint thickness B803mmOD x874mm WT
Thickness range qualified - FNa6:Up to 17 48 mm Max.

Diameter range qualfied 25 mm 0.0. & Over
FILLER METAL
Specificanon No SFA 5.18 F. No. 6
Filler metal {1 not covered by AWS) . -
Backing Stnp used -
Fiier metal clameter and tradge name © Z4mm© - ESAB
RADIOGRAPHIC TEST
Film Identification Results Remarks
GS-UO1-WPS-1/1-001 REV.1
DAD13 A POROSITY PASS
GTAW B NO RELEVANT INDICATION PASS
8 - uPHi
503 mm 0.0 x 8.74 mam W.T.
Test Witnessed by: WENDELITO P. RELEGANO (AHS-11) Test No . JM-14.185 ¢ DA.013

We the undemsigned cerlify tha! the stolement in this record are comect ond that the test coupons wers prepared

ond tested in accordance with the requirements of ASME IX weiding code. 2013 f£dition,
For AL HOTY STANGER LTD. CO. X
e ) ”
e DAEAH E & C (SAUD! ARABIA) CO.LTD. /
Welding Suparvisor WENDELITO P RELEGAND Contractor : G CONST (ARABIA} LD,
Print Name

inspection !/ Region Manager - Contractor Rep. : MR, O.K. KWON

Print Nagne & Signature Prnt Name & Signature

|_71us report relates only to the sampie tesied anc snail only 06 reproduced in full wWith @ wristen approve! of AHSL testing laboratory. ‘
AHRIC WOTIOT Ry 2 App 22 Page 1002

AL HOTY STANGER LTD.CO
INDEPENDENT LABORATORIES & MATERIALS TESTING

B 8% 1190 A VHEOTAR 168D . TEL T ASHACN0 (19 IIEGH RURDASH ( BRETATN Far MY BSRARY




Al HOTY . STANGER ‘ WELDER / WELDING OPERATOR e
L QUALIFICATION TEST RECORD } =i
’ erm ea.c smm ARABIA / f - e
; 2 GS CONSTRUCTION (ARABIAJLYD. |  ‘Mets
Name  ROMAN AGUSTIN FERNANDEZ BELASA  Identification No DA-013
Waiding Process GTAW & SMaw Position 8G - UPHILL

Procegure Spec. No.  GS-UO1-WPS-1/1-002 REV.2 Matenial Spec A /SA 106 Gr.B (P1)
Diameter and wall thickness or Joint thickness ©  188.28 mm 0.D. x 10.97 mm THICK _,.—-—m
Thickness range qualified - £ No.& = UP TO 6.0 mm t.max. / F No. 4= up 16 16 94 mmT
Diameter range qualified 73.0 mm O.D. & OVER

FILLER METAL AR T S e
Specficaton o SFAS188SFASY F No 884  Classification Yo ER708-6'8 E7018
Filler metal (if not covered by AWS) © - \ % :
Backing Strip used . kl\w;..«/‘
Filler metal glameter and rade name . 24mm @/ 25mm©O &3.2mm@ - ESAB
RADIOGRAPHIC RESULTS
Film | n Results Remarks
G8-UDT-WPS-1/1-002 REV.2 {em})
DAQ13 U-18 NO RELEVANT INDICATION PASS
GTAW B SMAW 18-36 NO RELEVANT INDICATION PASS
6G - UPHILL 360 NO RELEVANT INDICATION PASS
168.26 mm 0.0, x 16.97 man THICK
Test Witnessed by: ARMAN AHMED {AHS-02) Test No.: JM-14-120 / DA-013

We the undersigned certify that the statement in this record are comrrect ond thot the test coupons were prepored

L

and tested in cccordance with the requirements of ASME - welding code, 2013 Edition.
For AL HOTY STANGER LTD. CO.
L ons i S > DAEAH ERC SAUDI ARABIA |
Weiding Supervisor BEiNARD 7. PENUUIAR Contracior . GS CONSTRUCTION (ARABIA] LTD.
Arint Name & Signature Print Name
T e
inspection / Region Manager w AYMAN A. TANNINAH Contracior Rep MR. O.K. KWON
Print Name & Signature Print Name & Signature
This report reiates only 1o the sampile ltested and shall only be reproducer in full with a written approval of AMSL testing iaboratory ‘

AMSOCWOTO1 Rev 2 Apa 24 Page 102

AL HOTY STANGER LTD.CC

INDEPENDENT LABORATORIES & MATERIALS TESTING




Orpic DAELIM Petrofac (¢ YuhanTech
SOHAR REFINERY IMPROVEMENT PROJECT (SRIP)
WELDER PERFORMANCE QUALIFICATIONS{WPQ)
< (QW-301, Section IX, ASME Boiler and Pressure Vessel Code)
§Welder's name ROMAM FERNANDEZ identification No. YTW-357
: . TEST DESCRIPTION
erﬁm‘ ion of WPS foliowed WPSYT-GTSM11-003REV.Z B Testcoupon [eroduction weid
Test Variables and Qualification Limits
Actual Values Range Qualified
eld GTAW+SMAW GTAW+SMAW
ype(ie; manual, semi-automalic) used Manual Manus
Backing(wi withouthwith with&without Awith
P1 P-10PASF, P-34 & P-4110P49
piate L[] Pipe B  (enter diameter if pipe o tube) bl Pipe 227%0D
Filler metal or electrade specification(s)(SFA) SFA5.188& SFA51 SFA 5.18 & SFA 5.1
Filier metal or electrode classifications(s) ER70S-2 & E7018 All F8 & F4 Classification
FE&F4 ¥5 WaWiout Backing, F1-F4 with Backing
Consumable nser{GTAW or PAW) None None
Filler Matel Product Fomm {solidimotal or fux corediposader{GTAV or PAVY) Sokid Yie Soiid Wire
posit thickness for each process
ess:____GTAW___ 3layersminimum | | YES s o 3.9mm Up to 7.8mm
es52_ SMAW 3 layers minimum 8 YES {3 wo 7.07mm Up to14. 14mm
Position qualified G Al position
progression {uphill or downhill) Uphill Uphil
e of fusl gas(DFW) bia MA
inert gas backing(GTAW, PAW, GMAW) Without With&Without
ransfer mode (spraylglobular or pulse to short circuit GMAW) N/A N/A
TAW current typefpolarity(AC, DCEP, DCEN) DCEN DCEN
JSMAW current typefpolerity(AC, DCEP DCEN) DCEP DCEP
RESULTS
Examination of Compileted Weld)QW-302.4) Accepfed
ransverss face and oot bends (QW-462.3(a), | Longitucdinal root and face bends(QW-462 5(b); Side bends{QW-452.2);
ipe bend specimen,corrosion-resistant overlay{QW-482.6(c)]) | Plate bend specimen corrosion- resistant overlay[QW-462 5(d)];
ipe Specimen Macro test for fusionfQW-462 5(b); | | Plate Specimen Macro test for fusion QW-462 5(e)];
i Type Resuit Type Result Type Result
i S 2 p - - =
i = - i " % =
tive radiographic examination results(QW-491) Accepted / Report No. YHC-WQT-055 (3) Date: 3-Aug-16
Fillet weld - fracture lesl(QW-181.2) None Length and percent of defects -
| Fillet welds in PlatefQW-452 4(b)] U1 Fillet weids in Pips [QW-462.4(c)]
examination (QW-184) None Fillat siza(in.) N/A  Concavitylconvexity(in.) NIA
None
: MR, SUNIL KUMAR Company - HRTECH INSPECTION SERVICES LLC, OMAN
Laboratary testno. ~ NA
elding supervised by :- Yuhantech Trading LLC ( Mr. JoherFBRYMAgyilar - Welding Inspector)
wese preparsd,welded and tested in m«hmjg
Name,
Signature.
Date,




GS B
WELDER QUALIFICATION CARD el
Project Title : ERC Refinery Project
Job No 17704
Welder's Name  : Roman Agustin Fernandez Stamp No' GS-442
Date Testea : §19/2017 Valid Up to: End of Project

We centify that the test coupon was prepared welded and tested in acrardancs with
ASMF Ser IX & 7TT04.CS-00-TS-003

OMFAN'Y/
™!
=4
SIGN
s
NAME Mostafa Kamel 8.8walim
= ==| ™ |jo-g.Qojz | fo]1])
’ Form No 7TC4.OC-TP-FORM 12ARev L]
Process GTAW
Z
'WPQT Cenificate Nos. 442 7
Backing win/ Witnouty/”
Base Metal Qualfied P1TOPISF |
Min NPS Qualified 34" A/
Max. Thickness Qualified (mm) 11.08 _
F. No. [}
Position All
Up /Down Hill Up Hill
Current & Polarity DCEN
Gas Backing With / Without

Form No 7T04-OC-TR.FORM 128/Rev 0



<=3 =B i o e e e A
— § A
Orpic  DAELIM Petrofac @ YuhanTech
SOHAR REFINERY IMPROVEMENT PROJECT {SRIP)
ELDER PERFORMANCE QUALIFICATIONS(WPQ)
{Gi-301, Sediion IX, ASME Boitei aind Pressurs Vesse! Cade)
fWeldersname  ROMAN FERNANDEZ Identification No. YTW:357
TEST DESCRIPTION
of WPS followed WPS-YT-CT1.1-002 REV. 3 B Test coupon [IProduction weld
s Date of Test; 3Aug-18
Test Variables and Qualification Limits
Actual Values Range Qualified
processies) GTAW GTAW
ype(i.e., manual, semi-automatic) used Manual Manual
with/without ) without with&wilhout
Metal Specification P1 P-1 to P-15F, P-34 & P41 to P~40
Piate = Pipe B (enter iameter i pipe o tube) 2'X5.54mm Pipe 21" 0D
e Toetnl or dleckiade specification{si{STA} SFAS 1R
iller metal or slectrode classifications(s) ER70S-2 e
Filler metal F-Number(s) £-5 F6 With&Without Backing
insert(GTAW or PAW) None None
iller Meta! Product Form (solidimetal or flux consdfpowden(GTAW or PAW) Solid Wire Solid Wire
it thickness for each process :
1 GTAW __ 3layersminimum B vES iJ wo 5.54 mm Upto 11.08 mm
& NA _ 3byersminimum || YES M o
ion qualified G Al position
progression (uphiil or downhiil) Uphill Uphill
ype of fuel gas(OFW) N/A N/A
ransfer mode {spray/globular or pudse 1o short circuit-GMAW) NA N/A
AN cumment iypeipoin (A, TOEP, DOER) DCEN DCEN
RESULTS
Examination of Compieted Weld)QW-302.4) Accepted
ransverse face and root bends (QW-452 3(a); Longitudinz 100t and face bends(QW-462.3(b) Bide bends(QW-462.2);
ipe bend specimen comosionesistant overday|QW-462 5(c)]) Piate bend specimen, comosion- resistant overlay{QW-482.5(d)]
Specimen Macro fest for fusionfO-452 5(bj] Plate Specimen Macro test for fusion OW-482 5(sjf
Type Result Type Result Type Result
radiographic exammination results(QWW-491) Accegted/Repart Na YHC-WQT-55 (1) Date: 3-Aug-16
et weld - fracture test{OW-1512) None tength and parcent of defects -
I Fillet weids in PlaefCW-462 4(0f] Rl welds in Pipe [OW452.4(c)]
examination (QW-184) None Fillet size(in ) N/A  Concavityiconvexity(in.) NIA
ther tests None P
iim or specimans evaluated by MR. SUNIL KUMAR Company : HLTECH INSPECTION SERVICES LLC, OMAN
tests conducted by : Pl S 2
AT
AR ] L9 \ :
i 4 ,d“i:‘ F‘v :, -3 o
EATRPN '; L‘ j
Client I TPL .5
Name.  pUMALD
Date. Vil ‘91 i
FormNo: YHTMEITIO0! Rev.00 Page:t of 1f




e —— YohanTech Tradng LIC
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satdeymomeigee YUDRaNTech Trading LLC

Certificate of Fmployment

| Resident Card No: 107689023 Arrival Date: July 29, 2016
| Job-Trade: PIPING WELDER (6G) Exit Date: January 22, 2017

EmployeeNo.: YTO-PHIL-1180
YH-Site Code: YH-2028

This is to certify that Mr.
Roman Agustin Belasa Fernandez
(Philippines)
Has been employed by YuhanTech Trading LLC
Sohar Refinery and Improvement Project (SRIP)

P.O Box: 512, P.C: 322, Falaj Al Qabail, Sulatanate of Oman TEL. +968 9364-3532, CR No.1231054
1231034 15,0 ++968 9364 -3532 1ifn s Al (Bl 2184322 gyl Ja )l 512 nism
Home Page : www.yuhantech.co.kr - E-mail :jsj@yuhantech.co.kr
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QW-484 RECORD OF WELDER QUALIFIACTION TESTS

Egyptian Refimng Company
S Oy ol &S

Record No. : GS-WQT-442

Date : 7/9/2017

Company : ERC Porject Title : ERC Refinery Project

Contractor : GS E&C

Sperification : ASME SEC IX &7T04 CS 00-15-003

GS Job No. : 7T04

Welder Naiie . Ruiien Agustii Fernandez

—

Stamp No.: GS-442

WPS No: GS-WPS-P1-GT-001 Rev-01

Date of Test : 5/9/2017

The ahove walder qualified for following ranges as per QW-356

Variable |Actual Values |Qualification Range
‘elding Pi W-, GTAW GTAW
Backing (Metal, Weld Metal ect.) Qw-402.4) GTAW - Withaut Racking GTAW - With or Without Backing
Material Spec. { QW-403) Pl P1 Through P15F
(A106 Gr.B)
Thickness
Groove 5.54 mm N/A
Fillet N/A N/A
Diameter ( QW-403.16)
Groove 2"'NP .3mm 4" NP: mm_OD) to Unlimil
Fillet N/A All
Filler !
f. No. E-6 (Without Backing) F-G (With & Without Backing)
(ER70S-6)
Deposit Id Metal Thickn W-404.
Groove 5.54 mm 11.08 mm Max
Fillet N/A Al
Consumable Insert No No
Liller Mctal Py QJm.l Tuiiis { Q'r&'iﬂ,‘_!l Sulidd Sohg
Position Qualified (QW-405) 66 All Positions
Wiyld Pregreccion Up LNl U LGy
Gas Type W-408,
Backing Gas Without With or Without
Electric Characteristics (QW-409.4)
Current DC DC
Polarity Straight Polarity (EN) traight Polarity (EN
Visual Examination Result (QW - 302) : Acceptable Prolongation for Approval by Employer for the following 6 Month
(Report No. : 7T04-CS-GS-ITR-WQT-VT-MP-1224)
Guided Bend Test Result QW462.2(a), QW462.3(a), QWA62(b)- N/A o { Senwnre | Posiion | RTReportNo. | Contractor | Company/Th
(Report No.: -— )
Guided Bend Test Results Result
Side / Face Bend - N/A
Macro Examination - N/A
Radiographic Test Result (QW-04 & QW-305): Acceptable
(Reports No: 7T04-CS-ACL-ITR-RT.WQT.OC-0015)
Fillet Weld Test Results (See QW-462.4(a), QW-462.4(b)) - N/A l
Fracture Test (Describe the location, nature & size of any crack or tearing of specimen)
N/A
Length and Percent of Defects .........N/A......... PO o N/A......... % ; Macro Test- Fusion N/A
Appearance - Fillet Size (leg)......... N/A.. ..N/A........mm ; Convexity .......... N/A......mm or Concavity .....N/A.....mm
We certify that the statements in this record are correct and the coupons were prapared, welded and tested as per requirements of ASME SEC IX & 7T04-CS-00-
T5-003
GSE&C Company/TPI
Name: Mostafa Kamel S.Swalim
Designation: Welding Engineer /'gaég_/;—?
r“ o e
Signature: />/ fOlQ//%
L 14 "t
Date: ~ 10-9-XVF

Form No. /104-OC-ITP-FORM 11/Rev.0



e GS Engineering & Construction

Egyptian Refining Company Project (ERC)

78 Ammar bin Yasser st.11 floor flat No. 1101, Heliopolis, Cairo, Egypt
Tel.: +2 0226217310

Fax.: +2 0226217309

26-March-2018

CERTIFICATION

This is to certify the Mr. ROMAN AGUSTIN BELASA FERNANDEZ, with Philippine passport
No. EC7485962 was employed as Tig/Arc Welder by GS Engineering & Construction - (Egyptian
Refining Company Project) for the period 14-Jul-2017 to 28-Mar-2018.

This certificate is issued upon employee’s request for whatever legal purpose it may serve without
any liability on the part of GS Engineering & Construction.

Respectfully yours,

Jin Gyoung Kim
General Manager

/ref# GS_ERC_HR_0178






