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MAJESTY

STEEL & PLATE WORK CONSTRUCTION

ABOUT OUR
COMPANY

A\ \\

Majesty is a leading Egyptian company specialized in
integrated steel structure solutions. We deliver full-
cycle services including design, fabrication, and on-site
installation for industrial, commercial, and agricultural
sectors. With decades of experience, we combine
precision engineering, modern technology, and field-
tested methods to bring your vision to life.

OUR MISSION

To provide durable, efficient, and
customized steel structures using cutting-

edge engineering and sustainable practices.

OUR VISION
To set the benchmark for steel
construction quality and innovation

across Egypt and the region.
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ABOUT OUR

COMPANY
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MAJESTY was established in 2017 and since
then MAJESTY has been working in Steel and
Plate work Construction.

MAJESTY has a very unique experience in Steel and
Platework Construction field as its owners was the previous
Engineers of Orascom, Hassan Allam, Mantrac, Redcon and
DALAL Steel Industries Company and has been working in
this field since then.

Within the Steel Structure field MAJESTY developed its own
methods that enabled it to enhance its performance and
expand its clients.

Working for many years in Steel Structure enables
MAJESTY to be more specialist in specificin Steel and Plate
work Construction.
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PROJECT MANAGEMENT

Efficient planning, coordination and
execution to deliver successful projects
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MAJESTY

Construction

MANUFACTURING

High precision manufacturing solutions
with advanced technology and
expertise.

ABOUT @

ESTAMINATION

Accurate cost estimation ensuring
feasibility and value for every project.

CONSTRUCTION

Safe, reliable and efficient
construction services. built to last

OUR SERVICES ©

QUALITY ASSURANCE & CONTROL

Strict quality standards and continuous
monitoring to ensure excellence at every
stage.

2
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MATERIAL PLANNING

Strategic material planning to optimize
resources and ensure timely delivery
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MAJESTY

STEEL & PLATE WORK CONSTRUCTION

SCOPE OF
WORK

We provide end to end steel solutions
for a wide range of industries.

g

Transport & Project
Installation Applications

Maintenance
& Expansion

Steel Engineering
Fabrication Design

Steel Building
Systems

safety and excellence at the core.

PN
OUR COMMITMENT
Delivering high quality, innovative QUALITY SAFETY ON-TIME
and sustainable steel solutions with You Can Trust Our Priority Every Time




‘MANUFACTURIN
PROCESS
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MAJESTY

STEEL & STATE WORK CONSTRLUICT

s
A structured and precise manufacturing process that
ensures the highest standards of quality, safety, and on-
time delivery.
|
2| | |de
!
Cutting & Common Built UP Fit-Up Welding Automatic Welding Visual FORKLIFT
Utilizing advanced machinery Assembling primary Aligning and tacking pieces | Skilled technicians perform Implementing automated Conducting thorough visual Using specialized heavy
to ensure high precision in structural components together accurately to verify | manual welding with extreme ' \ye|ding technology to achieve inspections to detect any equipment to safely handle
shaping raw steel materials = meticulously to create a solid dimensions before the focus to maintain structural uniform seams and surface defects and ensure and transport massive steel
according to project specs. foundation for the final steel | Permanent welding process integrity and joint strength. accelerate production for compliance with quality structures within the factory
framework. starts. large scale tasks. standards. floor.
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MAJESTY

STEEL & PLATE WORK CONSTRUCTION

MACHINES &
UTILITIES

Equipped with advanced
machinery and facilities to
ensure precision and efficiency

9 &
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CNC PLASMA & OXY WELDING OVERHEAD P;AINTiNG FABRICATION

MACHINES FUEL CUTTING MACHINES CRANES BOOTH LINES
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_ MAJESTY

OUR
TEAMS

Our strength lies in our people. A
dedicated team of engineers,
technicians and skilled professionals
working together to deliver excellence.

15+ ~ _,

SKILLED ‘ ENGINEERS & PROJECTS | {
EMPLOYEES SUPERVISORS COMPLETED

(B S
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MAJESTY
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PRE-QUALIFICATION &
MAJOR PROJECTS

QL QK
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Prequalified with leading contractors
and oil & gas companies.

Successfully completed various
projects across multiple sectors

Proven track record of quality, safety
and timely delivery
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SECTION 3

OUR FACTORY

A A\ \

We have two factories that support the
manufacturing of our major projects.

One workshop is located in the 10th of
Ramadan industrial zone, and the other is
located in the Qalyub industrial zone.

& Factory:

block 111, 8th industrial
zone, Al-Sadat, Egypt.

9 Head Quarter:

G43, talaat harb axis, new narges,
5th settlement, new cairo, egypt.

Nis

_ MAJESTY

MAJESTY
Steel Industries
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WE WORKED -~ 145 1™
WITH Bl it

A
é Urban Communities savolalFoods ‘ AlShaafar General
WMWW Authority Contracting \
y
Engineering Authority of ECG - Engineering 1 EMAAR Misr
the Armed Forces Consultants Group

COSMOS

Cosmos Consultants Hassan Allam Construction ‘ Orascom Construction

oYW XAR  Dalal Steel Industries Redcon Construction r”
MAJESTY
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Our Recent Projects

- Mivida English School Playground

<

L

«—
«—
v—

OOO

AN

i

MAJESTY
STEEL & PLATE WORK CONSTRUCTION

AREA TONNAGE
AREA 1440 m? 42 ton

SCOPE OF WORK

Design, shop drawing, fabrication, erection, and sandwich
panels installation according to the project specifications.

CLIENT CONSULTANT
EMAAR Misr EGEC

/ V [/ 4
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Our Recent Projects

BB mivida English School Theatre

1 I_ AREA TONNAGE
AREA 1080 m? 34 ton

—,  SCOPE OF WORK
v —| Design, shop drawing, fabrication, erection and sandwich
v —| panels installation according to the project specifications

o o CLIENT CONSULTANT
I\ EMAAR Misr EGEC

r” / Y/ / 4
MAJESTY




SECTION 4 Yy

Our Recent Projects

- AlBahy for poultry feed - Ismailia desert RD

' |_ AREA TONNAGE
AREA 2100 m?2 61 ton
—,  SCOPE OF WORK
v —| Design, shop drawing, fabrication and erection according to
v —| the project specifications.
020 CLIENT CONSULTANT
@) AlBahy Dr. Nabil Foad

r” / Y/ / 4
MAJESTY
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Our Recent Projects

- AlJazi - Al-rehab - New Cairo

NUMBER OF
ﬂw BUILDINGS

: AREA TONNAGE
| Area of one 128 fon
building 80 m? °

16

SCOPE OF WORK

Design, shop drawing, fabrication and erection according to
v —| the project specifications.

090 CLIENT
@ I\REVA

r” / Y/ / 4
_ MAJESTY
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Crisis Building-
Gharbia Government

Installation Of Steel Structural System
And Decking Slab Of Crisis Building at
Gharbia Government

I_ AREA TONNAGE
AREA 584 m2 36 tons
- SCOPE OF WORK
v —| Shop Drawings, Fabrication
~—| and Erection of Steel Structure and Steel Decking Slab

According to Project Specification.

0%o CLIENT g CONSULTANT
: Engineering Authority of
C@) Gharbia Government Gharbia Government
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Senyorita Foods -
Americana Group

Structural System Of A New
Production Lines

TONNAGE
14 ton
. SCOPE OF WORK

v —| Design According To AISC (american institute of steel
~—| construction), Shop Drawings, Fabrication And Erection of

Steel Structural System.
020 CLIENT CONSULTANT
C@) Senyorita Foods Prof.Dr: Hany Al-Khareby

r” Y/ / 4
MAJESTY
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Kidney Hospital -
Tanta University

Installation of Roof CatWalk, Connected
Bridge And Transistors Bases
Erection According To Project

TONNAGE
16 ton
Specification

o CONTRACTOR
090 CLIENTS g Military Production Company For

SCOPE OF WORK
Shop Drawings, Fabrication And

C@) Tanta University Projects, Engineering And
Consultancy

CONSULTANT

g EE EXECUTIVE CONTRACTOR Engineering Research and
" Emaar Al-delta Group Consulting Center of (Faculty Of

Engineering - Tanta University)

A
r” / Y/ / 4
MAJESTY
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EPP-Egyptian company for
Propylene and polypropylene

- Strengthening of RC Columns of

[
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MAJESTY
STEEL & PLATE WORK CONSTRUCTION

pipe rack 2303

TONNAGE
Lump Sun

SCOPE OF WORK

Design According To AISC (american institute of steel
construction), Shop Drawings, Fabrication, Site Welding And
Erection of Steel Structural System.

CLIENT CONSULTANT
EPP Prof.Dr: Hany Al-Khareby

/ V [/ 4
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Solar Panels Chassis-
Alsalam University

Construction of Solar Panels
Chassis

SCOPE OF WORK
— Design According To
7 | AISC (american institute of steel construction), Shop
v—| Drawings, Fabrication, Hot-Dip galvanization And Erection of
Steel Structural System.
o CLIENT CONSULTANT
0~-0 5 c 5 o
@ Alsalam gg Alsalam civil engineering
department

MAJESTY /

V [/ 4
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Chillers Platform-new
Banha University

Chassis

- Construction of Chillers platform

SCOPE OF WORK

=" Design According To
ECP, Shop Drawings, Fabrication, Epoxy Painting And
“ 1 Erection of Steel Structural System.

o CLIENT CONSULTANT
E@") Egyptian armed forces S? CES consulting,
engineering authority engineering Centre

r” / Y/ / 4
MAJESTY
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Final product
stores cladding

EPP-Egyptian company for propylene and
polypropylene

SCOPE OF WORK

v —| Sheeting Shop Drawings, Supply And Erection of Steel

«—

v—| Sheeting.

CONSULTANT
)
ﬁ) EIIE,IENT Sg EPP engineering
department

r” / Y/ / 4
MAJESTY
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Green Organic
Foods

Construction of green organic
factory

SCOPE OF WORK

Design According To AISC

(american institute of steel construction), Shop Drawings,
Fabrication, Sand blasting, Epoxy paintings And Erection of
Steel Structural System.

09 o CLIENT CONSULTANT
C@) Green organic - Green organic

Prof.Dr.Eng. Emad Etman engineering department

r” / Y/ / 4
MAJESTY

& PLATE WORK CONSTRI
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BRT-West
WEU

Fabrication Of Steel Structure of west mall
of bus rapid transit at the intersection of the
ring road with the Suez road in cairo

I_ AREA TONNAGE
AREA 3300m2 3500 tons
- SCOPE OF WORK
v —| Shop Drawings and Fabrication of Steel Structure
~—| According to Project specification and AWS standards.

00, CLIENT CONSULTANT
[@) Ministry of Transportation Dr.Fouad Farahat

PEI
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AlShal Centre

Steel Shed of alshal shed designed and
fabricated with system as space truss
system

SCOPE OF WORK

__ Design According To AISC (american institute of steel

~—| construction), Shop Drawings, Fabrication And Erection of Steel

7 —| Shed with system as space truss system that gives an elegant
architectural look similar to space truss With significant difference
in actual cost which increases the value engineering of the project.

V

TONNAGE :

ﬂ This project is an elegant 090 Client
architectural cover and cannot @ Alshal centre
be measured by weight.

r” / Y/ / 4
MAJESTY
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Roles &

8@ Project Manager

QC & QA Manager

Q

Production Manager

Q Fabrication Inspector
‘iﬁ Construction Manager

Site Engineers

SP ittt il i




Roles & Responsibility

02
03
04

Project Manager

Overall execution and administration of
the project as per contract requirements,
specifications and the PQP

Liaise with the Head (Quality & HSE) for
preparation and updating of PQP.

Directly control the Site Engineers and
Supervisors.

He is responsible to ensure that all the
correct procedures are followed and all
necessary permits for the works are
obtained in advance

. QA/QC Manager

Responsible for the monitoring and
implementing of quality related matters and
ensure the works are being executed with
the approved Project Quality Plan and
requirements of the Contract Documents
approved method statement and ITPs.

i

MAJESTY

STEEL & PLATE WORK CONSTRUCTION
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Roles & Responsibility

Production Manager

Responsible for production management and
execution of quality procedures that meets
project specifications and project requirements

Establishment of production
organization.

01

@ Fabrication Inspector

Shall be responsible for inspection on production of
shell plates, beams, angles, pipes, fittings and spools
to ensure the procedures are being followed in order to
ensure that quality standards being achieved as per
project procedures requirements and specifications

02

Shall be responsible for maintaining of
NDT records and Project Documentation.

i

MAJESTY

STEEL & PLATE WORK CONSTRUCTION



Roles & Responsibility

Pe———————=44

} Construction Manager

Assess manpower, equipment or other resources required to ensure timely
completion of the project.

rss.

Monitor availability of all materials as per schedule.

Inform the Project Leader for any non availability of materials to take proper action.

LS B

Carry out receiving inspection in coordination with the QA/QC Engineer.

Ensure that the drawings and documents are up to date and the latest drawing is
available and is being utilized in the project site works.

iy

oy
&) Fill-up the check-sheet and submit the necessary IR to the QA/QC function when the rr‘
work is ready for inspection.

MAJESTY

STEEL & PLATE WORK CONSTRUCTION



Health & Safety

500\ |Majesty’'s advantage relies on its
(YY)  |highly specialized team, the
company therefore attaches the
utmost importance to the health
rn and safety of every individual.

Safety is at the core of
Majesty's operation.

MAJESTY
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WELDING BOOK &
CERTIFICATES

We maintain highest quality standards
with approved welding procedures and
certified by international bodies.

il

MAJESTY

STEEL & PLATE WUAK CONSTRUCTION

WELDING
PROCEDURE
SPECIFICATION
(WPS)




MAJESTY

rrI QUALITY
‘ STAR

Welder Performance Qualification

(WPQ)

WELDER Name

Ahmed Hiba Abd Elsalam

WELDER Stamp No.

MAJ-S002

'WPS Reforance

MAJVPS.001

Oate

0125

TESTING CONDITIONS AND QUALIFICATION LIMITS

Welding variables (QW-350)

Actual values

Range of qualification

Process
e

Tyoo

Trantler mode

SMAW
Mool

SMAW
Worual
N

QT Corre

KA
PNo, 110 P No, 1

Pler metel Dpuohcation (SEA)

Flar mete! Clacafcalon
oNG

UptoFnod

e
Fier type 1

Baching [metsl wold matsl double welded)

With Baclng/Gouging

on

ol wold Suckness )

A0 cutinde camedor

;:':‘c‘-“.\) HOpTEston

inert gas backng

VISUAL INSPECTION (QW-302.4)

[Accagtatie

ves_ Ml [ |

GUIDED BEND TEST RESULTS (owans  NA

Samgie

Type

Rosult nspecied by

Ovgenlzation

Date

|
{

FILLET TEST RESULTS (OW-189) NA

Fractare Ses!

Mactoboch (OW.104)

ULTRASONIC TEST RESULTS (O'W-191)

Inspocted by Level Resuit

MAJJUT-011

Redo Gomas "

|

1 |

Wo, the undersigned, centify that the statemants in this record ace correct and that the tost welds were prepared, welded
and tested In accordance with the regeitemeonts of ASME IX

Prepored by
Sagnature

Reviewed by
Gignature

Oote

Oute

il

MAJESTY

QUALITY
STAR

Welder Performance Qualification

(WPQ)

MAJESTY

rrl QUALITY
, STAR

Welder Performance Qualification
(WPQ)

WELDER Name

Ali Hassan Abdullah Abdel Salam

IWELDER Stamp No,

MAI-S003

WFS Referance

MAJ-NPS001

Date

Oct-28

WELDER Name

Sameh Ahmed Fouad Ibrahim Abdel Gawad

WELDER Stamp No.

MAS-S001

WPS Relerance

MAJ-VPS-001

TESTING CONOITIONS AND QUALIFICATION LWITS

Welding variables (QW-350)

Actual values

Range of qualification

Piocoss
0

naler mode

SvAw
Moovel
NA

SMAVY/
Matusl
NA

G TAW Cotrentpolardy

Basa metal P of 6 00 (matesol speoiication) |- SR

NA

NA
PMNo. 1ToP No. 1

FiSer metal Bpacficabon (BFA)

SFASH

PO, 101 )

PBor metel Claouficahon

E 7018

4

WioFnod

Fillot oo

Baching (mefal. weld metal, doudle welded)

Wenout backing (Weh Geugng)
NA

Weh Backing'Gouging
NA

15 oum
30

JeneAintmied

NA

Wolding proprvasion

Contumabde se

upP
NA

Gat
inan gas bocing

NA

NA

[

VISUAL INSPECTION (QGW-102.4)

[Acceptatic

ves NO | |

GUIDED BEND TEST RESULTS (ow4sa)  NA

Sample

Rewult | mepactod by

| Organizenion

| Dale

FILLET TEST RESULTS (QW-100) NA

Fracture test
Filet sc0

Inspocted by

Mactatoch (QW-104)

Report no.

ULTRASONIC TEST RESULTS (QW-191)

Report no.

Inspeciod by Level, Result

Remarks

1 i
| L

We, the undersigned, cedtify that the statements in this record are correct and that the test welds were prepared, welded
and tested in accordance with tho roquireeionts of ASME IX

Propated by
Bignoture

Reviewod by
| Sagnature

Date

Date

Oote

Oct-25

TESTING CONOITIONS AMO QUALIFICATION LIMITS

Wolding variables (QW-350)

Actual values

Range of qualification

Procets

oo
Trenolor mode

SMAVY
Maousl
NA

SMAWY
Mool
NA

g.?ﬁxv Conrentpolsnty
Bate mets! P or 8§ no (ratenial speciication) (0w | S8R

A

NA
1 To P o, 1

Fider metel fipocicanon (8FA)

SPASY

ta1 Classdication

€ 7018
4

UptoFnod

Fiier oo

Backing (metal wold metal. doutle

wolded) ot Backing (VWWh Goupng)

NA

With Backiog'Gougng
NA

Dvooek wald motal Bickness (1)

15 men
30

Jmemdlotrted
F.V_

NA

T2 cuteide G

ned gas backing

up
RA

uP

NA

A
NA

NA

NA

[

VISUAL INSPECTION (CW-302.4)

[k(o;v:,\t»'-r

YES I no |

GUIOED BEND TEST RESULTS (owas)  NA

Sample

Reacht inapoctod by

Orgentzation

Date

FILLET TEST RESULTS (QW-100) NA

Frocture tost

o
Intpociod by

Mactotech (QW. 104)

" Orpeniration

Report no,

Date

ULTRASONIC TEST RESULTS (QW-191)

Report no.

Inspected by Level Result

MAJJUT-O11

Reds Gomaa [

_1 ,,{ —

We, the undersigned, certify that the statensants in this record ace corroct and that tho test welds were prepared, welded
and tested In accordance with the reguiromonts of ASME (X,

Prepaced by
Signature

|Reviened by
1ng-mme

Date

]

Date
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' QUALITY
r 9001 .2015 STAR

MAJESTY
PROCEDURE QUALIFICATION RECORD
(PQR)

PQR No,: MAJPQR-001

Flor Metal | Current Voksge | T Traeafer |
e e | wrren | ve | TroveiSpeed | Tranater | Hestiopu

Clone [ - Cenimin > )
Second Side 1 (Roet SMAW ET018 | | 7
| Second Side 2 (rey) | 7010
Second Side 3 (Pl 7010
v Side S 4 Sheaw
Socond Side G (Cog SMAW | A 25 men CEP 2 | 0208518

Bocond Side 7 (Cag s < 25 0.2025

TENSILE TESY

Spacinmen No. Thickness,mm Umimate Tenslle Load KN UltimateUnit Stress Mpa

1 19 308, 9¢ ” 4 Base

GUIDED BEND TESTS  (QW-160)
f Type Of Tost
Sade Bena 1

Side Bond 2

Side Bond 3 Accoptable

Side Bond 4 Accoptable

Macro etching

The macro-etched cross-aection of the wold joint
roveals no visible crocks,
porosity or slag inclusions which confirm sound
quality of the weld joint
.|

Aveun Gosmtactory o] esewsata o puveat skt v ] [

N

| OTHER TESTS

Trpe of Teut
Dot of Anatysin
Othar

Teats conducted try Certersl MeteBurgical Research&Dovotopment Inatitute (CMRON) Laboratary heat Mo
| We cortity that ihe statements in this record are correct hat the teat welds wore prepared welded and

| 1estod in according with the requiresects of AGME Code 560,1X and were 10Gng 10 be within the specification

Il

IAIESTY

PROCEDURE QUALIFICATION RECORD
(PQR)

Procedure Qualification No.

WELDING PROCESS.
Code: ASME IX 1023)

MAJ-PQRO01

SMAW B manual 0 semiaute. [] Auto

| JOINTS (W - 402)

Yes
NO

Backing o Without

Type Baso motol
Woild motal

h1=h2=(t—c) /2
b=2, c=2

Type of Feure

and Location

2 10.00 5.7 305.2 0 7 Base meta

BASE METAL (S) (QW-40))
| Metarist Spec Ao o Orode

To Moteriat Spec_type or Grade.
PNo.1  OrHo 1

Thichaceo Of Teat Coupon
Otamater of Toat Coupon

Ocrar

POSITION (QW-40S)

[ Posrcen Of Groove
[P
o

PREHEAT (QW-406)
Proheat Teeponaure
erpats Yemperoture
Owers

FILLER METAL (S) (QW-404) |Gas (QW.408)

POST WELD HEAT TREATMENT  (QW-407)
| o h
Tenpereasy
Tone

Oover

Porcent: comportaion)
Mowtura)

Sreekdng
Daching N y WA
Trodeg: ’ NA

Table 2: Results of Vickers hardness test, Hy
Specimen Raue HAZ, Weld Remurks
No al, Hy ronc,
Iy "y

1 148 202

TECHNIQUE (Qw-410)
T Trovel Bowed
Somg of Woeve Boad
Oscltation
Msipees o inglo pave per Gide
Senghe Or Nustiple Clectrode.
Chamber Wetsing
0°C Uss of thermal processos
00°C Orffco ges sice
NIA uBal & acepats Closrurg

ELECTRICAL CHARACTERISTICS (QW-409)

Tungreten Electrode sire and type: NA

' 4 P Agoreved L

Wess Laywein)

¥ Matar Treast fipaca
Cines o | | i G
Doia
oia
£rol
vie
€roin
o
Propored by
Welding Enginoor




Form No.

ey 201 5 : e = WELDING PROCEDURE SPECIFICATION
, e : r oS

~Masesty [ WELDING PROCEDURE SPECIFICATION Oate
(WPS)

WPS No. : MAJWPS-001 v SUPPORTING POR No.s): MAJ-POR-001
WELDING PROCESS(ES): SMAW : B manvar O semiauto. ] auto [ machine
JOIRY | GWAEE FICCHR WEYAL - Wbt : CO-WPS-M-905
Joint  Designation See Joints Detalls Secwence
Wtacnq Process
Backing | e Type ==
Type Bose d met 8 FA Specification:
Retainers e o |AWS Clasutication [ E7018
Eloctrode brand name Rs por list
BADE MLTAL (5) | QW93 et Metal P No.
O | 5 JELZ3 F [Weld Netal A No 1
{ : ? o v cve g |E1CTOCE Clometorimm) 2.5~4
Specification Geade > eras & S S13 Or 55 gy Flue Type A
2 .57 2018 283 fne — 2 e
Eheef Do Classiicaton
To[PNe. 7 [SNe. 2 Aboy Prce
A ! Aoy elorzomts
Specification Grade 22 5 f, 8255UR Sup. Pooder
5T27.574 SAST2 Qe 60, € - [suptemercel Fier Metal

MAIESTY

WELDING PROCESS: SMAW . [ semi-Auto. 0 Avte. [ Machine

P Baso Metal Thickness Rangeimmn)
Groove: § mm -30mm

> Pipe Dia.

» Others

Racrushed viag

Ehecirod Spackyy:

> Wold Metal Thickness Range(men) Omere

FOOIMON QUALIFIED :  QW-0S
SMAW : Groove: $ mm -20men et : Poston OF Oroove —
PLPMEE I Wt‘ﬂ'\o Puypﬂptm

Postman Of Pl

GDUO\-“! aW-10

PREMEAT 2. GW-%08 Ena)- or Mutkpie Electiodes 2
Prehoat Temp. [MinX " C) s InDestnter pass clesntng Orincing 0na"Or Brushing

Proboot Maintecante / Matnod of batk QoupMg Ovouging

Inletpoce Temprature (Max.) P Pesaing NIA

Ot N/A |Cecitetion:

o NA ] Chvtbev Welding:

. ¢ Use (4‘ Yhem\al Process
Q LD HEAT TR ENT : LI

Type
Soehing Temperature Rango (°C): OAS's = QU408

Mol mg Time Range

Weomposmenidiviuces) | Tiow fate (Laeeny |
NA

Shietciog N ?

Ioerve. 1= s
Both g WA
Tratking NiA

BLECTINCAL OGARC V%0
Viglo FLLERWETAL | CURRENT(A . Tronafer | TRAVEL
PARD(ES) e | COANE | caimeg | Type pd e-v, Amp Ru\?- VOLTAGE RANOEN) | jyous | SMEODICey | |
1 arora | X oo | %0 10:46 NiA  o-1a A9 | ! Prepared By Review /Approval
Uula | 1 rN | . nn | 10«18 NiA e-12 | 0 |
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. Introduction

An EN10025 S235JR steel plate sample, approximately 16 mm thick, was received
by CMRDI from Majesty Construction Company. The plate was welded using the
Shiclded Metal Arc Welding (SMAW) process with a 3 mm ¢ E7018 clectrode. The
sample was submitted for mechanical testing. including tensile testing, guided side
bend testing, hardness measurements, and macro-etch examination. The as-received
sample is shown in Figure 1.

and back views of the joint
2. Experimental Work

Two tensile test specimens and four guided side bend test coupons were cut and
machined from the as-received sample. Additionally, specimens were sectioned,
ground, and polished with emery papers, then ctched with a $% Nutal solution for
macrostructural and hardness examinations. The tensile and guided side bend tests
were performed using a SHIMADZU UH-FI000kN universal testing machine.
Hardness measurements were conducted using a digital Vickers hardness tester
under a 2 kg. load

3. Results
3.1 Tensile and Guided Side Bend Test Results
Closc-up views of the prepared test specimens after the tensile and guided side bend

tests are shown in Figures 2 and 3, respectively. The tensile test results for the two
willed ypecimenn sc¢ summarized in Table 1. The welded joint exhibited an

u////&//wm Broh_
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average ultimate tensile strength of approximately 405 MPa, Both specimens
fractured within the base metal, displaying a ductile fracture mode, which confirms
the satisfactory quality of the weld joints

The results of the guided side bend tests for the four specimens showed no cracks
exceeding 3 mm and no evidence of porosity or slag inclusions, as illustrated in
Figure 3, further confirming the acceptable quality of the welded joints.

Figure 2: Closc up views of the two tensile tested samples reveal that fracture
occurred in base metal away from weld zone which confirming good quality of the
welded joint.

Figure 3: Close up views of the Four guided side bend test samples reveal no
cracks more than 3mm existed which is accepted according to ASME IX code.
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Table 1: Results of tensile test

Specimen | Thickness, Width, | Area,
No mm mm mm’

1| 15890 | 19.430 |

2 | 15700 | 19.800 |3

3.2 Hardness Test Results

Ultimate Fracture Remarks
tensile location
streagth,
| MPa | =
403 | __Basemetal | accepted
407 | Basc metal sccepted

The results of the Vickers hardness test for the welded specimens are presented in
Table 2. The average hardness values for the base metal (BM), heat-aflected zone
(HAZ), and weld zonc (WZ) are 148 HV, 166 HV, and 202 HV, respectively

S s T
[ Specimen Base
No metal,
Hy

HAZ, | Weld | Remarks

Hy zone, |
Hy
166 202
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3.3Macro etching

The macro-etched cross-section of the weld joint is shown in Figure 4. No visible

cracks, porosity or slag inclusions are observed in weld zone

Figure 4: The macro-etched cross-section of the weld joint reveals no visible cracks,

porosity or slag inclusions which confirm sound quality of the weld joint
f/ / ¥ )
M Hntn
Jbr oA
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4 Conclusions

Based on results of this study, the following conclusions could be submitted

1. Tensile and guided side bend tests, along with hardness measurements and

macro-etch examinations, were conducted on the received SMAW-welded

EN1002S S235JR steel plate with a thickness of 16 mm

Average ultimate tensile strength of the welded joint is 405 MPa and fracture

in the tested specimens occurred in the base metal, indicating acceptable weld

joint

Average measured hardness values for the base metal (BM), heat-affected

zone (HAZ), and weld zone (WZ) are 148 HV, 166 HV, and 202 HV,

respectively

4. No visible cracks, porosity or slag inclusions were observed in the guided
side bend or macro-etched test specimens.
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