UMESH KUMAR

AYODHYA PRASAD 120 MAHRAJSINGH NAGAR PRATAPPUR
MIHINPURWA BAHRAICH UTTARPRADESH 271855

7234052729 | umeshkumar55682@gmail com

« LARSENETOUBRO LTD OCT2011 - JUL2014
2F3F GMAW WELDER
THARMAL POWER RAIPURA PUNJAB

= LARSEN&TOUBRO LTD AUGZ2014 - DEC2016
3F3G GMAW+FCAW WELDER
THARMAL POWER CHHABDA RAJISTHAN

» GAMMON INDIA LTD MAR2017 - OCT2017
3G,4G FCAW WELDER
NUCLEARPOWER RAWATBHATA RAJSTHAN

« LARSEM&TOUBRO POWERLTD OCT2017 - MAR2019
3G FCAW WELDER
MUCLEAR POWER RAWATBHATA RAJSTHAN

+ BGR ENERGY SISTEM LTD JUL2019 - MAR2019
2G,3G GMAW WELDER
THARMAL POWER KANPUR UP

= PRIYA CONSTRUCTION SEP2020- MAR2D21
3G GMAW WELDER
NTPC THARMAL POWER MAUDA NAGPUR

= LARSENATOUBRO LDT MAR2021 - MAR2022
3G.4G FCAW WELDER
MTHL PROJECT PACKAGE ONE MUMBAI MAHARASTRA

» FABTECH ENGEENIRING MAY2022 - JUN2D24
3G,46 FCAW WELDER
FABTECH ENGEENIRING DIC UAE

Education
« Bth 2008

Personal Details

= Date of Birth - 01/01/199
« MNationality - INDIA
« Passport 1 US931927
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REMARKS :

SIC NAME : Mls- Tssew

QUALIFICATION VALID TILL SATISFACTORY PERFORMANCE

RAJPURA
WELDER ID CARD

LARSEN & TOUBRO LIMITED-TPPC-BU
2X700 MW THERMAL POWER PROJECT

NAME _ Mxy. UmesH kowae

WELDER No. W G- B0 -

Q\'\y
APPROVED BY : L&T TPP
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T WELDER': IDENTIFICATION ©ARD
| Project  Rajasthan Atomic Power Project - 788

| Clent : Nuclear Power Corporation of India Ltd.
Company : Gammon India Ltd.

Procedure Mo.: PER /u07

Welder vams : UMESH KUMAR v

Weider 'D No/Pass No. : (5 w ~4-0

Desiger Process © ZC AW

Validity TILL SATISFACTORY PERFORMANCE

Remarks - This is 10 Certifyghat this Rerson has been teted in accordance with requirement

Liwelding code | ASME Sec. iX
N
* o ot - ..l Wy
e Lw WO 4 e
Sl N

GIL QA Nf’CIL QA
Fevision Date :

Format No, @ GIL Revision No,

pacetn 1o
P R



GAMMON [HOIA LIMITED o
NDCT & CWPH INCLUDING ALLIED WORKS @ RAPP -T & 8
FCAW (CS-CS3)
QW-484 Welder Performance Qualification (WPQ)

elder Name. ! Umesh Kumar
mber GW-40
on of WPS followed : GIL/RAPP/NDCT/WPS/007

Test Coupon H__.\qou:nuos Weld

nd typrizrade or UNS Number of base metal(s) : 152002 Gr2

Testing Variabies and Qualification Limits

o Welding Variables [ OW - 360] Actual Qualified
Weld ng process{es) FCAW FCAW
e (i.6. manual, semi-eutomatic) used MANUAL MANUAL
Backing lwith/without WITH CWITH
T Fate Pipe (enter diameter if pipe or tube) 16 mm Thk Upto 32 mm Thk
Zase metal P-Number to P-Number P1 | Pl
‘=r metal or electrede specification(s) (SFA) {info, only) 5.20 5.20
lar meta! or electrode classification(s) (info. only) E71T-1M E71T-1M
iiler metal F-Number{s) FG F&
Zonsumable Insert (GTAW or PAW) NA NA
Filler Metal Praduct Ferm {solid/metal or flux cared/powder) (GTAW or PAW) Solid/Metal Solid/Metal
Cieposit thickness for each process
Process 1 3 layers minimum Yes 5 MM No limit
Process 2 ° 3 layers minimum
Fasition qualified (2G, 6G, 3F, etc.) 4G 1G,4G,1F,2F 4F
‘Jerticzl progression {uphill or downhill} UPHILL UPHILL
_._. pe of fual gas (OFW) NA
narL gt Dacking (GTAW, PAW, GMAWY MNA
zncler mode ispray/globular or pulse to short circuit-GMAW) . MNA
GTAW current type/polarity (AC, DCEP, DCEN) DCEP
Rasults
Visual ezamination of completed weld [QW-302.4) : Found Satisfactory
Transverse face and root bends [QW-462.3(a)] Longitudinal bends [QW-462.3(b)] Side bends (QW-462.2)
Tipe ﬂ_ Reslt Type Resuit Type Result Type ' | Result
_
Alternative Volumetric Examination Results [QW-191): RT uT {Check _D_._mlu
Filrm or specimens evaluatad by Mr. R. K. Verma [MPCIL) Fompany .QMNEEMQ_: ST
q,._..nn:.m:_nw_ tests conducted by RT Report No: RT-28 Dtd 18-03-2017
Welding Witnessed by Mr. B. Mistri (NPCIL), Mr. Vivek Kumar Sharma (GIL)

We certify Qw.n ihe statements in this record are correct and that the test coupons were prepared, welded, and tested in
accordance with' the requirernents of Section X of the ASME BQILER AND PRESSURE VESSEL CODE.
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oubro Ltd - POWER
e Island Package, RAPP7&8
Corporation India Limited

r's ldentity Card

Welding
Date Process
04-10-2017 FCAW

i {PLATE)

Qualified For: (A] 3G [A]16,36

(B) 1F.2F 2




= Larsen & Toubro Ltd - POWER
Balance of Turbine Island Package, RAPP7&8 |
Nuclear Power Corporation India Limited . _ .!

s
- —_—

| QW 484 WELDER PERFORMANCE CUALIFICATION
QW 301, Section IX ASME Boller & Pressure Vesscl Codd (RENSSSmm———M

Welder Nama:- UMESH KUMAR Stamp o W 136
Using WPS No R-RPF'T&SfL&TiﬂGTIPfMECHMPSI 220 Rev O
Base Motal Spectication 15200 GR-B Thitkness 2umm

iz Test Coupan I ! Production weid

[The above welder s qualified tor the iollowing rangas.

Variable Rocord Actual Values | Qualification Range
‘Process FCAW B FCAW sl I
[Process Type SEMI AUTOMATIC SEMIAUTOMATIC A= D |
;'Backlng. ( WLithMI':ith out ) BAGK WITH SMAW WCLD METAL BACK WITH SMEW 'WELD METAL o ]
jiatena!s Spec. 152062 GR -B o 15 2062 GF -8 e 1
iPnoto¥no PitoP1 P10 P -
i'l'hickness {mmy} oo e
F Groove 2ainm Max to be weld _
| . Fillet ALL
I[Diarne!er .
Groove NIA V (FOR =600NB) AND F {FROM 73 NB AND A20VE |
Fillet NI F.HV (FOR PLATE AND PIPE} _l
Filler Metal i
| Spec. No. E7IT -1M EV1T -1M
L Class SFAS 20 B SFAS 20
| — A No CamE 1 1
F. No. 6 -]
Position 3G 1G 3G 1F 2F3F
Welding Progression Lp-hill Up-hill - |
Gas Type ARGONM +CO2 ARGON +C02  _— i
Electrical Characteristics —
| Current oc DC — |
| Polarity DCEP DCEP - :
Guided Bend Test Results |
|Report No: NA |
Type and Fig. No. Result ..
i[ FACE BEND=NA NIL
| ROOCT BEND=NA NIL
[ Radiographic Test Results
(For alternative qualification of groove welds by radiography
E,p'a_”f’“h* Resultt 00K B - 130 & 411002017 7 - |
Fillet Weld Test Results I
Fratture Teut (Desonbe the location,nature and size of any crack of (Eannc_gf the specimen - NA
IL""'HT'ﬁ and Per Cent of Defecls Nfanches. Nia % i
!n-'!a:ru?r-zt-?-y,.qr. T/ |
[ARpearance - Fillet Sige by tofs s Convexily ar Cancavity: N/A @@:‘23 I|
e \
Test Condugted by ] %) ' \ ——]
We certify {:ai:: HWWME:‘:T:? . r:m-r 03/10/2017 ?&(“wﬁ\ :gxg'gp,\?"\ t
Ffﬂ:m i ‘w‘!’,"; ! cm:‘ eorrect and that the Lest welds were prapared, wel %@k@ :\ngkﬁ %‘ﬁ\urcmem af
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¢: BGR ENER3Y SYSTEMSLTD &

2 3X660 1V GHATAMPUR THERMAL POWER PROJECT,
mu ﬁ.m UTTAR PRADESH § __

Te-Tod

’E.Cm_ﬂ IDENTIFICATION CARD
Welder Name: \UMESH K Ukt
Welder Identification No.;- =0 | PY2! T i) 22
Sub Contractor Name- _£581 Yot S8 T
Valid upto:-_SPTASER TP YE Drakti
Sub\. FQA
Contractor BGRESL r




QUALITY SYSTEM RECORD

Title : Welder's Qualification Record (NON IBR Category)

Ref. FQA/MECH
1|SI. No/ Date 2074 B
2| Welder Name UMESH KUMAR
3[Name of Agency PRIYA CONSTRUCTIONS
oo 10BS P/ Bvi Yacapy
5|Welding Process GMA ‘
6| Type of Qualification war
7|Date of Test 03/09/2020
8| Type of Joints/Position SINGLE - V 3G (BUTT WELD)
9|Material Specification IS2062 GR.B
10[Type of Electrode ER705-6
11|NDT Test Result Acceqt RN 02
12|Bend Test Tensile Test Result -—
13|Date of Issue o X~ 09-2020
14|Valid upto Al-12 - 2020
RENEWALS
FORM_|TO Approved By_| Wezi\ Y / l
Weider's f’sueﬁ By
Signature MHPS-(FQA)  (NTPC FQ.A)




(L o IHI LARSEN & TOUBRO LIMITED - HCI IC
_ Mumbal Trans Harbour Llnk pro;ect (Package 1}

WELDER IDENTITY CARD - OSD WORKS |

NAME -Umesh l(urnar

CONTRACT 'Ajwa
WELDER NO MTHL- 01/050/w0 05

|
_——— -

'PROCESS FCAW
BASE METAL 'All OSD material (Up to Yield
‘strength of 620 Mpa)

— —

Qualified all FCAW filler metal ‘Groove & Fillet -

TAL
FILLER ME [wnth backing) | Unlimited
POSITION Groove & Fillet : All Position
S - Ce.rt'lﬁed by -

Yy, —
e |

| Zelc3|al
(5 GAMPAT - ¥LGAR)

— ——




TABTECH §F— e N S T

ENGINEERING el anfi o Ll sz

(A unit aof Fabiech Graupl
S

~ Welder’s Performance Qualification Record (WPQ)

o Mr. Umes_h_ll?urr_la_r_.

| Weider's Name : - Mr. Ur . o
| Identification # _ _ HEEME - - . “
| WPS Followed I (30045 .
yalific | Test cc X Production weld [ e
=Y

| Qualification conducted on i Test_couban _

| Qualfied to - Code / Testing Standard | AWSD1.4/D1.AM:2020

| Specification of base metal | sochWM CestNo.700BO31

| Thickness of testcoupon | 25mm

 TestDate i 15" Aug 2022 o : ——

— Welding variables _ I

| Variables . Actual values Range qualified 4
_Welding Process(es) ] FCAW _  _FcAW

" Semi Automatic

| Type (Manual, s-emiautorr}'éﬁﬁ_-.__f_i_lam o B S o
| o Groove & Fillet - With backing, Back gouging or 8oth

Semi Automatic i

4. Joint Type & Backing { With / Without) | Groove -With backing

Qualification conducted on |Plate X Pipe [ | Piate ® & Pipe [ (Pipe 0D >=24" (500 mm))
'_"” T T | Weld Position { F,H.V}, R
| Pipe Diameter for Groove Weld [ Plate -3G + 4G | Not Qualified for Weld having groove angle less than 30°

o e w4 | ForT,KY - Groove, PJP Only _ —

Base metal — | S355J2 + N Any AWS D1.1 Qualified Base Metal & Similar Uniisted Mstal
' Filler metal / electrode (SFA) specification "A5.20 All Classificeton =
| Filler metal or electrode classificaton | E71T-1C — T Al Classification - B
| Addition/Deletion of fillermetal | NA_ . NA IS e e i
| Consumableinsert [ NA R .7 W — e
_Filler type ( Solid /metal or flux cored / powder) | Flux Core wire Solid Wire & Flux CoreWire
Deposit thickness for Single/Multiple process | 16 mm | Groove &Fillet: 3 mm to 32 mm, Piug & SlotWeld 1 Al
| Welding position - . 13G+4G Groove: - All Fillet: All -
‘Vertical progression ( Uphill / Down hill) Up Hill I UpHill__ B
‘Single / Multiple Electrode | Single e R ERE—
‘Gas / Flux type _ ) | co2 — | Al ASxxApproved
| i, cocpieel oo | Sooay Giover P

Current type and polarity (AC, DCEP, DCEN) | DCEP | Any -

Inspection / Testing
Visual examination of completed weld | Satisfactory per Aws D1.1: D1.1 M:2020, Clause 6 10 1
Destructive / Non Destructive Testing

| . . ] . | Acceptable -Report No: GPTI-WQT-RT-0393

Alternative radiographic examination Resut | " GPTLWQT-RT-0404

Welding witnessed by ©  Mr. Chintan Raval ( Fabtech Engineering LLC) & Mr. Harshit Solanki (DNV)

We, the undersigned certify that the statements in this record are correct and that the test welds were Prepared. Welded
and Tested in accordance with the requirements of Clause 6 of AWS D1.1/D1.1M :2020 Structural Welding Code — Stee!
Name Chintan Raval Name: Sayi Prasad , omer ki 2 \ih %j ) \\
ey agid e J A
| -. \‘i“\l \‘E\| Cale ; :; C!., _ \
Slgﬂature‘\\h.‘._.-__..-‘ S \
— \

TE— e EraEd e e —

b _— p e — e——
| Prepared by Sr Welding Engg. " Certified By. QA/QC MANAGER Witnessed & Reviewed by
FABTECH ENGINEERING L L C | FABTECH ENGINEERING L.L.C DNV

i Signature: .(._}L_-_

Date- 19.08.2022

| Date
|
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