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Welding Procedure Qualification Record(WPQR)

TEST KAPSAM ARALIGI/ RANGE OF QUALIFICATION

Zorunlu Degigkenler / Essential Variables

Actual

Range

imalatg1 / Manufacturer

Trakkom Miihendlslik

Trakkom Mikhandistii

Kaynak Ydntemi/ Welding Process(es)

1S0 4063 135 (PM) (135 partly mechanized)

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

Parent Metal Group(s) and sub Group(s)

Baglant: Tipi/
Flllet welds, (FW) Fillat walds (FW)
Type of Joint and Weld
Ana Malzeme ve Alt Gruplan / 11014
TS CENISO / TR 15808 Group 1.2-1.2 :;::::

Ana Malzeme Kalinhig: /
Parent Matenial Thickness(t)

Prlate 12 20 oo/ Plas 20 20 mm

3 mm to 40 mm

Kaynak Metali Kalinligi /

s=14mm No restriction.
Weld Material Thickness (s)
Kaynak Bogaz Yiiksekligi /
o No restriction.
Throat Thickness
Tek veya Goklu Paso / Single Run or Multi Run Multl run Multi run enly.

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

Doigu Metali Tanimlamasi / Filler Melal Design

TS EN ISO 14341-A G3sH

TS EN ISO 14341-A GIsH

Uretici Tamimlamasi / Filler Material Make

GEDIK KAYNAK

Any

Dolgu Metali Olgiisii / Filler Material Size

21,20 mm

Any provided that the requirements of Heat Input (are enargy) are satisfie:

Koruma Ortiisii/Gazi Tanimlamas: /

EN 1SO 14175-M24 %10,0 CO2 balance Ar (HABAS

EN 1SO 14175-M21 %18 (min: %3,0 max:%12,0) CO2 balancs Ar.

Post-Weld Heat Treatment and / or Ageing

ARCO18)

Form Gazi / Designationof Backing Gas e -
AKIm Tipi/ Type of Welding Current and Polarity DC(+) DC(+)
Malzeme Gegis Modu / Mode of Metal Transfer B ”

Layer Min(kjimm)  Mas_(¥]{mm) Layer Min.{kj/mm) Max (kjfmm)

Pass-01 1,1 1,58 Pass-01 0,83 1,56
Ark Enerjisi / Arc Energy (ISO 18491) Pass-02 0,08 1,39 Pass-02 074 139

Pass-n 1,08 144 Pass-n 0,80 144
Kaynak Pozisyonu / Welding Positions PB P8
On Isitma / Preheat e 20
Pasolararasi Sicaklik / Interpass Temperature 150°C 200°C
Kaynak Sonrasi Isil iglem ve / veya Yaslandirma

None Without PWHT,

Diger Bilgiler / Other information

Kaynak agzinin hazirlanmasi
Method of prep. and cleaning

Grinding and brusiing

Grinding and brushing

Arkadan yarma y8ntemi
Method of Back Gauging
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l \O R l H KAYNAK PROSEDURU KALIFIKASYON KAYDI
— NONDISTRLCTNE TETIG —— Welding Procedure Qualification Record(WPQR)
MUAYENE SONUCLARI - TesTRresULTS
Test Parga No N Aha Maizeme 1 2
Test Prace No WPQR-002 Base matenal
Birlestirme Tipi Sirf S235JR $235JR
Joint Type Grade
0 Aln / Butft o Arkauk - A!\l!k Standart veya sartname EN 10025-2 EN 10025-2
=] Boru / Tubes Backing strip Standast or spacfinaton
Piaka / Plates Dokim No
A031434
a] T/Tee Kalici o Evet o Hayir (e No Y10R031434 Y1o
[m] Bransman f Branch |Permanent Yes No (Grup / alt grup 12 12
[m] Tam Nufuziyet / Tipi Brotip 7 Suhgroup -
Full Penetration Type Fainirk {mm}
= Koga /! Filfst o Arkadan Yarmali Fhicknoss 20,00 20,00
Back gouging or chipping [ ig Zap {mm) _ -
Dulsile diaminter
Birlestime Dizayni / Joint design Kaynak Paso Dizilimi / Welding sequences
23
) —
20 mm. \
1 20 mm.
Paso riumaras| [ pass number 1 2 ! d
Pozisyen [ position PB PB PB - -
Tonemf Mekamizasyon derscasi® | process, d* of 135 panly mechanized N -
Transfer Madu 7 rz moda | - | - -
Kaynakg Isml/ weldsr's name CIHAT RARAKULAK < -
B Imatatel | manufaciurer GEDIK KAYNAK = -
5 K H Tican ismi / lrade mark GEKA SG2 Z =
g’ g 'E“ Standart gosterimi /Specification TS EN ISO 14341-A G3Si1 . -
N
a g E Standart gdsterimi / Classification a3si1 .
i Cap ! drameter (mm) 2120 - -
X Imalatg) / manufacturer 5 = = =
° u=: Ticen ismi [ frade mark = = T A =
|Standan gistenmi 7 51d. Designaton = = 3 B =
] " = 8 Tip veya komposizasyonu / fype EN ISO 14175-M24 %10,0 CO2 balance Ar .
© S %'LL“ Slandart g T 5id_Desigration EN 150 14175124 =
o x Akis hizi | flow rate Tminy 2 B
E § - § Ep veya komposizasyonu / type - " " -
22| 20 [StEndar gostenimi/ Sid Dasignal - - -
23 AkIS izl / fiow rale { I/min) - = o =
Plazma Gaz | Tip veya komposizasyont / fype - - - -
Standart gosterimi / Std. Designafion = z
Plasma gas Akis hizi | flow fate [ miny : i T 5 z
Akim Tipi [ fype of current [~.= pulse) Dei=) Dot=) 0e{e] = =
Elekirod kuthu { electrode polarty ] +) ) -
Tungsten elektrod / lungsten elecirode {ypa & @) - - B -
Torc Acist / Torch anala(®) - < =
Kaynak Kahnhdi { Daposited thickness {mm} - - = 5 -
Akirn | [ current {A) 220-260 220-250 220-250 -
Volta) U / voltage ] 25-30 25-30 530 < -
Kaynak Hizi./ welding spas: (mmidk) 240 z70 250 - -
Ist Girdisi / 15| girdisi k(U 10.06/ V) {kJfmm) 1,1-1.56 0.99-1.30 1.06-1,44 - =
Pasolararas: sicakhik (interpass temperaturs  (°C) 20 140 150 : *
|Kaynak skiprman| | weiding equipment = +
Onist f praheat z & Evstives O Hawiino  Sicakiikifemp. 20°C
Kaynak sonrasi isi /postheat O Evetlyss Hayirino it 2 Bakdetmeruima siresihoidng tms | - ¢
Kaynak sanrasi sl iglem /PWHT U Evetiyes & Hawno  Tulma sicakiid) [ holding temp. - {5
Isitma hizi / heat Rafe i- O Bekdetine alvess hokd bme ;- °C/h Sogutma hizi /cooling rate °C/h
Difier bilgiler / Other informations
M izasyon derecesi | M = ik/auto, TM = Tam mek hanized , PM = kisml ize! parily
NFR-73 15.08 2020 Rev.01 [ Page 3/5




KAYNAK PROSEDURU KALIFIKASYON KAYDI

NOTES

TURK
)
—— MHGETACINE TG —— Welding Procedure Qualification Record(WPQR) o
MUAYENE SONUCLARI - TESTRESULTS
1. Tahribatsiz Muayeneler / Non destructive tests
Testi Yapan / Camied out by Sonug / Result Rapor No / Report No
Goérsel / VT FATIH GOLAK OK VT-0121-0200-001
Penetrant / PT - = =
Manyetik Pargacik / MT FATIH GOLAK OK MT-0121-0200-001
Radyografik / RT - = =
Ultrasonik / UT - = -
2. Gekme Testleri / Tensile tests Rapor No / Report No : -
NUMUNE KESIT ALAN LO L1 ReH Rp %0.2 |Rp %0.5 ReL Fmax. UZAMA
TEST PARGASI NO CROSS S. AREA Rm N/mm?| Rm/Re |ELONG
TEST PIECE NO mm? mm mm Nimm? |N/mm?  |[Nimm? N/mm? kN %
Numune No 1 - - - - B -
Numune No 2
Numune No 3 - - - - - - = -
Numune No 4 - - - - - - -
3. EGme Testleri / Bend tests Rapor No / Report No : -
TEST PARGASI NO MESNETLER ARAS! MESAFE MANDREL GAPI EGME AGISI SONUG
DISTANCE BTW ROLLERS DIAMETER OF MANDREL
TEST PIECE NO mm mm BENDING ANGLE RESULT
Kenar E§me (Side Bend) : 01 .
Test Piece Thickness - mm - )
Kenar Egme (Side Bend) : 02
Test Piece Thickness :- mm . S " -
Kenar Egme (Side Bend) : 03
Test Piece Thickness :- mm - B B
Kenar Egme (Side Bend) : 04
Test Piece Thickness - mm B - B =
4. Darbe Testleri / impact tests Rapor No / Report No - -
TEST PARGASI NO CENTIK YERLESIMI GENTIE TIP| TEST SICAKLIGI TEST SONUCU
TEST
TEMPERATURE RESUEE
TEST PIECE NO NOTCH LOCATION NOTCH TYPE (€Y (Joule)
o1 Kaynak j )
(Welad)
02 Kaynak ) ~ B B
(Weld)
03 Kaynak )
(Weld)
01 IEB ( Haz) - -
02 IEB ( Haz) - - -
03 IEB ( Haz) -
01 Malzer.ne _
(Matenial)
Malzeme
02 3 " -
(Matenal)
Malzeme
03 (Matenal)
NOTLAR
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nDRTH KAYNAK PROSEDURU KALIFIKASYON KAYDI

— RGN, = Welding Procedure Qualification Record(WPQR)

| MUAYENE SONUGLARI - TEsT RESULTS

4. Sertlik / Hardness ( HV 10) Rapor No / Report No . 0272.21.0681
Olgian Boigesi Ads Olguwn Béigesi Ads Olgim Bolgesi Ad Olgimm Bblgesi Ad
MName of Tecr Ay Name of Test Ares Name of Tast Area Nar=e 2 Tezt Arsa
Aot e T
1 2 3 4 5 8 7 8 9 10 " 12 13 14 15
120 112 112 147 143 141 152 158 158 10 150 148 115 12 1
16 17 18 19 20 21 2 23 24 25 26 27 28 29 30
122 122 122 137 139 148 108 172 180 145 138 138 12 31 17
Maizeme
= ! g l-E =
¥ B
k = g =4
32 =
i
— = .
L ALY
= e \
Aln Kaynag (Bt Weld) | Koge Kaynagu (Fitot Weia) v | T Bilestinme (7 Joint Fotografi (Test Plece
6. Makroskopik muayene / Macroscopic examination Rapor No / Reporl No : 0272.21.0682
TEST PARCASI NO KONTROL YONTEMI KAYNAK KAYNAK KAYNAK SONUC
CONTROL METHOD FORMU NUFUZIYETI DEGERLENDIRME
TEST PIECES NO FOTOGRAF WELD RUN WELD WELD
GORSEL  visuAL PHOTO AND FORM PENETRATION | APPRECIATION RESULT
(TR-MT) 01 OK OK ACCEPTED ACCEPTED ACCEPTED oK
(TR-MT) 02 OK OK ACCEPTED ACCEPTED ACCEPTED OK
e ioT 1405 8T8 1 WHND NN R Xnn NN A
2 i I |. i I
PR ) a: 7
« T F J | i
5 T 2
a T [ |
N —— 4
s :
W
1 | M |
12 - {
+ 1}
n . = :
1 '
Fre e ¥
18 | o
i =
> =
k1) ar
1 = e = i =
- B - | 1 1 =
1 I % £ T = =
2 B S I [ -
k- | | 2]
o AN 1 VS SRIN EUVS | W S L | 1 I = L bty 1
Skats [Bcate) - T Hirwm (Unef] = 255 mm = L o . T

Ekler / Enclosures references

Visual Inspection Report No - VT-0121-0200-001
Penetrant Inspection Report No: MT-0121-0200-001
Radiographic Inspection Report No: .

Ultrasonic Inspection Report No: -
Tensile / Bend Report No: .
Charpy Impact Report No: -

Hardness Report No : 0272 21.0681
Macro Test Report No : 0272210682
Material/Heat No: Y10AD31434
pWPS No : WPS_ TRK-002 FW
As run! .
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