KAYNAK PROSEDURU KALIFIKASYON

NORTH

Welding Procedure Qualification

Reco

Rapor No

Report No Ki-0121-0200-001

WPQR No

WPGQR No WPQR-001

PWPS No

PWPS No WPS_ TRK-001 BW

Imalatgi
Manufacturer

Kaynak Yapilan Yer
Place of welding

Kaynak Tarihi

Date of welding 11.01.2021

Referans Standart/Seviye
Reference standard/Level

Teste sahitlik yapan

Test performed in the presence of Welding Eng. Fatih KARA

KAYDI

rd(WPQR)

TS EN ISO 15614-1:2017 (Seviye 2/Level 2)

TRAKKOM MUHENDISLIK SAN. ve TiC. LTD. $Ti.

Kiiglikbakkalkdy Mahallesi Dudullu caddesi No:23-25A Brandium
Residance R2 no:165, 34750 Atasehir/istanbul

NORTH KALITE GOZETIM LTD. STi. (Postane Mah. Begonya Sok. No:3 ikizler Sit. Tuzla/iSTANBUL)

Test pargalannin yukanda belirtilen dékimanlarin gereksinimlerine uygun olarak hazirlandigini , kaynatildigimi

ve test edildigini tasdik eder.

Certifies that test pieces were prepared, welded and tested satisfactorily in accordance with the requirements of the documents indicated

above.

Kayit yayinlanma tarihi

Record issued on 01.0.2021

Gbzlemcinin Kagesi
Stamp of the examininig body

Genel Mudur

Mehmet HENDEMOGLU
General Manager

GOZLEMCI KISl IMALATCI
Examining body Manufacturer
Yetkili Temsilci Yetkili Temsilci
Authorized representative ONUR KOSAR Represented by
Imza Imza
Visa Visa

Imalatginin Kagesi

Stamp of the manufacturer

AL

Diger Tanimiama (gerekirse)
Other idendification |as necassary)
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KAYNAK PROSEDURU KALiFIKASYON KAYDI

Welding Procedure Qualification Record(WPQR)

TEST KAPSAM ARALIGI / RANGE OF QUALIFICATION

Zorunlu Degigkenler / Essential Vanables

Actual

Range

imalatgi / Manufacturer

Trakkom Miihendislik

Trakhom Mihensizllk

Kaynak Ydntemi / Welding Process(es)

1SO 4063 135 (PM) (135 partly mechanized)

SO 4063 135 (PM) (135 partly mechanized)

Baglanti Tipi /

Type of Joint and Weld

Butt welds,BW

Full and partial peretration butt welds.
Al filiet weids.

Angle of branch connestion b cass of THW B0 £ a < 90%,

Ana Malzeme ve Alt Gruplan /

Parent Melal Group(s) and sub Group(s)

TS CEN ISO /TR 15808 Group 1.2-1,2

11to11
11to1.2
12t01.2

Ana Malzeme Kalinh@: /
Parent Matenal Thickness(f)

Plate 1: 20,00 mum | Plate 2: 20,00 mm

10,00 mm < s S 40,00 mm

Kaynak Metali Kalinh¢ /

. . 20,00 mm 540,00 mm
Weld Material Thickness (s)
Kaynak Bogaz Yiiksekligi /
B — Mo restriction,
Throat Thickness
Tek veya Goklu Paso / Single Run or Multi Run Multi run Multi run only.

Boru Dig Gapi / Outside Pipe Diameter {mm)(OD}

Dolgu Metali Tanimlamasi / Fitler Metal Design

TO CN 100 14341-A 01011

TE EN 160 14341 A G381

Uretici Tanimiamas / Filler Material Make

GEDIK KAYNAK

Any

Dolgu Metali Olgiisii / Filler Material Size

21,20 mm

Any provided that the requirements of Heat Input {arc energy) are satisfie:

Koruma Ortiisii/Gazi Tammlamasi /

EN |ISO 14175-M24 *410,0 CO2 balance Ar {HABAS

EN 1SO 14175-M24 %18 (min: %3,0 max:%12,0) CO2

balance Ar.

ARCO18)
Form Gazi / Designationof Backing Gas =l =
Akim Tipi / Type of Welding Current and Polarnity DC+} DC(+)
Malzeme Gecis Modu / Mode of Metal Transfer B -
Layer Min{kjfmm) Max.(k}/mm) Layer Min.(k}/mmj Max (hjfmm)
Root(Paos 01 1, 1,5 Root{Pace 01) 0,80 1,8
Is1 girdisi/ Heat Input (/SO 18491) ootiPaze 0 o ootlPace
Filler(Pass-02) 0,84 1,4 Flller{Pass-02) 071 1,68
Cap(Pass-n} 1,02 138 Cap(Pass-n 017 1,74
Kaynak Pozisyonu / Welding Positions PA PA
On Isitma / Preheat 20c 20°c
Pasolararasi Sicaklik / Interpass Temperature 150°C 200°C
Kaynak Sonrasi Isil Islem ve / veya Yaglandirma
None Without PWHT.
Post-Weld Heat Treatment and / or Ageing
Ona side with and without backing.
Diger Bilgiler / Other Information without backing. Both sides with{except thermal gouging) or without removing root.

When Impact or hardnesa requirements apply, It Is not permitted to change a multi-run de
single run deposit {or single run on each side) or vice versa for a given process

Kaynak agzinin hazirlanmasi
Method of prep. and cleaning

Grinding and brushing,

Grinding and brushing

Arkadan yarma yéntemi
Method of Back Gauaing
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KAYNAK PROSEDURU KALIFIKASYON KAYDI

Welding Procedure Qualification Record(WPQR)

MUAYENE SONUCLARI - 7es7 RESULTS

Test Parga No Ana Malzeme
- 1 2
| Test Piece No WPQR-001 Base al
Biriegtmma Tipi Sinif S235JR S235JR
Jomt Type Grade
=] Alin { Butt - Arkalﬂ( - Altlik ftandm veya sart.nav.ne EN 10025-2 EN 10025-2
=] Bon / Tubss Backing stnp Slondait or soscificalion
=] Plaka ( Plales Dokum No
[5] T/ Joa Kalici Evet o Hayir | Heat No Y10A031434 Y10A031434
8] Bransman ! Branch | Permanent Yes No |Grup / alt grup 1.2 1.2
= Tam Nufuziyet / Tipi Group / Subgroup "
Full Penetration Type Kglmhk (mm) 20,00 20,00
[m] Koge [ Fillat o Arkadan Yarmali Thickness
Back gaugng o shisaing Dig Gap (mm) =5 .
Qulside diameter
Birlestirme Dizayni / Joint design Kaynak Paso Dizilimi / Welding sequences
e _» Pass-n
— —
R — ] — = —— )u
¥ 12 “a pass-02
2 pass-01

Paso numarasl / pass number PASS-01 PASS-02 PASS-n -
Pozisyon / position PA 3 PR - -
Yéntem/ Mekanizasyon dereces!’ / process, d* of 135 parily machanized = -
Transler Modu / transfert mode [ - -

Kaynake! Ismi / weider's name

CIHAT KARAKULAK

) Imalate / manufaciurer GEDIK KAYNAK
.33 Tican \smiJ lrade mark GEKA 562 - -
_g' % g Standart gbsterimi /Specification TS EN ISO 14341-A G3Si1 - -
e g & Slandart gdsterimi / Classification a3si1
T Gap / diamelter {mm) ©1.20 -
N X Imalatg / turer - = - -
o2 Tican [smi] frage mark = = * =
Standart gostenm | Std. Designation - - - =
] x g Tip veya komposizasyonu / type EN ISO 14175-M24 %10,0 CO2 balance Ar
o § g & [Sandart gosienmi/ Sid Desgnation EN 150 14175-W24 -
o x Ak hiz | flow rale ) 2
‘E“ § e Tip veya komposizasyonu / type % - = - -
22 3 é Standart gostenimi / Sid. Designalion F E : = -
X & Akis hizi [ flow rate [ lfmin) = . = * =
Plazma Gazi Tip veya komposizasyonu / lype - - . -
Standart gosterimi / Std_ Designahion - - -
Plasma gas Akis hizi | flow rate { min) = - - - -
Akim Tigl / type of current (~. =, puiss) DCI=) DC(=) OC(=} -
Elektrod kutbu / electiode poianty +) 1+ {+) .
Tungsten elakirod / ungsten electrode (ype @) : - . - -
Torg Agist | Torch angle(©) - - - =
Kaynak Kalinhai / O d thickness (mmy] - - -
Algm | current 1A) 220-280 220-250 220-250 -
Vailaj U7 volfage V) 2530 2530 2530 - 5
Kaynak Hizi / ing speed {mmidk) 250 280 280 - -
It Girgisl /151 girdssi k{U.1L0.06 / V) (kdfrom) 1,06-1,8 0,84-1,34 1,021,389 - -
Pasolararasi sicaklik /interpass temperature  (°C) 80 130 150 = 2
HKaynak exipmani / welding equipment
[Orusi 7 prefeal & Evetlyes O Hayiino _ Sicakikllemp._20°C
Kaynak sonrasi Isi / pastheat 00 Evetiyes @ Hayiino  Sic ftemp. - .C° Baklelmatutma sdrealhosing me | [
Kaynak sonrasi (sil iglem / POWHT O  Evetiyes I Hayirina Tulma sicakig [ holding femp. % c°
Isitma hizi / hea! Rafe i- °Cih Beidetme siresi hokd time  : - °Cih Sofutma hiz jcooling rate - “Gih
Biger bilgiler / Cther informations -
Mekani M= nanual , A ik/auts, TM = Tam fully hanized , PM = kusmi partly mechanized
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KAYNAK PROSEDURU KALIFIKASYON KAYDI

Welding Procedure Qualification Record(WPQR)

MUAYENE SONUCLARI - TESTRESULTS

1. Tahribatsiz Muayeneler / Non destructive tests

NOTES

Testi Yapan / Carried out by Sonug / Result Rapor No / Report No
Gorsel / VT FATIH GOLAK OK VT-0121-0200-001
Penetrant / PT - - -
Manyetik Pargacik / MT FATIH COLAK OK MT-0121-0200-001
Radyografik / RT MEHMET HEMDEMOGLU - RT-0121-0200-001
Ultrasonik / UT % 3
2. Cekme Testleri / Tensile tests Rapor No / Report No 00271.21.0677
NUMUNE KESIT ALAN LO L1 ReH |[Rp%0.2 [Rp %0.5 ReL Fmax. UzAMA
TEST PARCASI NO CROSS S. AREA Rm N/mm?| Rm/Re |ELONG
TEST PIECE NOQ mm? mm mm N/mm? |N/mm?  |N/mm? N/mm? KN %
Numune No 1 500 85,00 110,00 - 303,00 203,90 408,00 s 29,41
Numune No 2 500 85,00 113,00 - 310,00 = - 206,90 414,00 - 32,94
Numune No 3 - - - - - ~ _
Numune No 4 - = N - - - - -
3. Egme Testleri / Bend tests Rapor No / Report No : 0271.21.0677
TEST PARGASI NO MESNETLER ARAS| MESAFE MANDREL CAPI EGME AGISI SONUGC
DISTANCE BTW ROLLERS DIAMETER OF MANDREL
TEST PIECE NO mm mm BENDING ANGLE RESULT
Kenar Egme (Side Bend) : 01 o
Test Piece Thickness :10,00mm 65 40 180 OK
Kenar Egme (Side Bend) : 02 Y
Test Piece Thickness :10,00mm 65 40 180 OK
Kenar Egme (Side Bend) : 03 o
Test Piece Thickness :10,00mm 65 40 180 OK
Kenar Egme (Side Bend) : 04 o
Test Piece Thickness :10,00mm 85 40 180 OK
4. Darbe Testleri / Impact tests Rapor No / Report No : 0271.21.0678
TEST PARGASI NO GENTIK YERLESIMI CENTIK TIPI TEST SICAKLIGI TEST SONUCU
TEST RESULT
TEMPERATURE
TEST PIECE NO NOTCH LOCATION NOTCH TYPE {C% (Joule)
Kaynak
01 10x10x55 mm 20 104,91
(Weld)
02 Kaynak 10x10x55 20 118,11 107,38
x10x556 mm \ )
(Weld)
Kaynak
03 10x10x55 mm 20 101,11
(Weld)
01 |IEB ( Haz) 10x10x55 mm 20 88,74
02 IEB ( Haz) 10x10x55 mm 20 90,25 98.14
03 |IEB ( Haz) 10x10x55 mm 20 115.43
Malzeme
01 ) 5
(Material)
Malzeme
02 = =
(Material)
Malzeme
03 (Material) =
NOTLAR
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n ORTH KAYNAK PROSEDURU KALIFIKASYON KAYDI @
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= ARG = Welding Procedure Qualification Record(WPQR)

[ MUAYENE SONUGLARI - TesT RESULTS

4. Sertlik / Hardness ( HV 10) Rapor No / Report No 0271.21.0678

Olgim Bolgesi Adr it Bolgesi Adh Gigim Bolgesi At Olgirn Botgesi A
Name of Test Area Name of Test Aree name of Test Area Narme of Test Area
Maizema (AMaterial}
1 2 ) 4 [ 56 |[7=[s=] o 10 " 12 ] 13 ] 1a |5
1 | = 121 135 [ 147 | 142 [ 139 (137 || 106 | 183 | 156 [ 100 (130 [ 40 | 136 | 12 || 923 | 28 | 114
2 21 2 B | 24| 25 |5~ || = 3 0 || 31| 2| B @] 37 ]
125 | 11e =2 136 | 150 | 443 | 137 [ 1aa [ 477 | 158 | 178 || 245 | tea | 136 | vas | 30 || 919 | 120 | 11a
D) w0 “ 12 | 43 | 44 45| o 8 ® || | 51| 52 ||| = % 5
m | 1 118 46 | 12| 195 | 196 | 156 || 140 | 185 | 977 || 248 | 1ea | 130 | vea | 1as || 120 | 147 | 120
Maizeme
Mavori/ jare
R RN E T
1
Alin Kayneiy1 (But Woky v | oge Kaynags Fater wen

6. Makroskopik muayene / Macroscapic examination Rapor No / Repori No | 0271.21.0678

TEST PARGASI NO KONTROL YONTEMI KAYNAK KAYNAK KAYNAK SONUG
CONTROL METHOD FORMU NUOFUZIYETI DEGERLENDIRME
TEST PIECES NO FOTOGRAF WELD RUN WELD WELD
RESU
GORSEL  visuaL PHOTO AND FORM PENETRATION APPRECIATION L7
(TR-MT) 01 oK OK ACCEPTED ACCEPTED ACCEPTED OK

Ekler / Enclosures references

Visual Inspection Report No :
Magnetic Inspection Report No:
Radiographic Inspection Report No:
Ultrasonic Inspection Report No:
Tensile / Bend Report No:

VT-0121-0200-001
MT-0121-0200-001
RT-0121-0200-001

027121.0677
Charpy Impact Report No: 0271.21.0678
Hardness Report No : 0271210678
Macro Test Report No : 0271.21.0678
Material/Heat No: Y10A031434
PWPS No : WPS_ TRK-001 BW
As run: -
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