HORTH Kaynak Prosediirii

B Welding Procedure Qualification Record
(WPQR) Muayene

TS ENISOIEC 17020
AB-0570-M

Welding procedure qualification — Test certificate

Talep No :-
request number

Rapor No : KI-0224-0370-007
Report No

WPQR No : BOGAZICi LAZER-WPQR-01
WPQR No

pPWPS No : BOGAZICi LASER-pWPS-01
pWPS No

imalatgl : BOGAZICIi LAZER CELIK SERVIS MERKEZIi SAN. TiC. LTD. STi
Manufacturer

Kaynak Yapilan Yer : Sultan Orhan Mh. Keresteciler San. Sit. Kime Evler 2006-3 Gebze/ KOCAEL|
Place of welding

Kaynak Tarihi : 12.02.2024
Date of welding

Referans Standart / Seviye : TS EN ISO 15614-1 : 2017 level 2
Reference standard / Level

Teste Nezaret Eden : KEMAL CAGRI KESEMEN / IWE
Examiner or examining body

Test parcalarinin yukarida belirtilen dékiimanlarin gereksinimlerine uygun olarak hazirlandigim ,
kaynatildigini 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 : 25.03.2024

Record issued on

MUAYENE EDEN / MUAYENE KURULUSU IMALATGI
Examiner or examining body Manufacturer

Onaylayan : KEMAL CAGRI KESEMEN / IWE

Approved By 7

v
imza #
Signature
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——— NON-DESTRUCTIVETESTING ———

Kaynak Prosediirii
Kalifikasyon Kaydi

Welding Procedure Qualification Record ‘

(WPQR)

l 103&0@

)

Muayene
TS ENISOIEC 17020
[ Asostom |

TEST KAPSAM ARALIGI — Range of Qualification

Zorunlu Degigkenler
Essential Variables

Actual

Range

Kaynak Yéntemi
Welding Process(es)

ISO 4063 (135) Manual

ISO 4063 (135) Manual

Outside Pipe Diameter (mm) (D)

Dolgu Metali Tanimlamasi
Filler Metal Design

EN IS0 14341-A-G 424 C1/
M21 3Si1

Baglant: Tipi BW (Butt Weld) Full and partial penetration butt welds
Type of Joint and Weld TS EN ISO 15614-1: Figure 1 All fillet welds.

Ana Malzeme ve Alt Gruplari | TS CENISO/ TR 15608 TS CEN ISO / TR 15608
Parent Metal Group(s) and sub Group 1.1 Group 1.1

Group(s)

Ana Malzeme Kalinhigi 12 mm 3 mm to 24 mm (BW)

Parent Material Thickness (t) 3 mm to 24 mm (FW)
Kaynak Metali Kalinhigi 12 mm max. 24 mm

Weld Material Thickness (s)

Kaynak Bogaz Yiiksekligi N/A No restriction.

Throat Thickness

Tek veya Coklu Paso Multi run Multi run only.

Single Run or Multi Run

Boru Dig Capi N/A Qualification given for plates also covers

pipes when the outside diameter is >500
mm or when the outside diameter is >150

mm welded in the PC, in PF rotated

position or in PA rotated position.

Filler materials cover other filler materials
as long as, according to the designation in
the appropriate international standard for

the filler material, they have equivalent

mechanical properties, same type of
covering or flux core, same nominal
chemical composition and the same

or lower hydrogen content.

Uretici Tanmlamasi
Filler Material Make

TJ GOLDEN BRIDGE JQ. MG50-6

Any

Flux manufacturer

Dolgu Metali Olgiisii @ 1,00 mm It is permitted to change the size of filler

Filler Material Size material provided that the requirements of
arc energy are satisfied.

Toz Tanimlamasi N/A N/A

Flux

Toz Uretici Tanimlamasi N/A N/A

NFR-73 14.02.2022 Rev.05
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———— NON-DESTRUCTIVETESTING

Kaynak Prosediirii

Kalifikasyon Kaydi
Welding Procedure Qualification Record @

(WPQR)

TURKAR

Muayene
TS EN ISO/IEC 17020
AB-057 DM

TEST KAPSAM ARALIGI — Range of Qualification

Zorunlu Degiskenler
Essential Variables

Actual

Range

Koruma Ortiisii/

Gazi Tanimlamasi
Designation of Shielding Flux / Gas

TS EN ISO 14175 : M24

TS EN ISO 14175 : M24

The qualification is restricted to nominal
composition of the shielding gas used in the
procedure test.

A deviation of max. £20 % (relative) of the nominal
composition of the CO2 content is allowed.

However, an intentional addition or deletion of
maximum 0,1 % of any gas component does not
require a new welding procedure test.

Form Gazi
Designationof Backing Gas

Akim Tipi
Type of Welding Current and Polarity

N/A

N/A

DC(+)

DC(+)

Malzeme Geg¢is Modu
Mode of Metal Transfer

Short and globular arc

Short and globular arc

Ark Enerjisi
Arc Energy (ISO 18491)

0.381-0.734 kj/mm

0,381-0,734 kj/mm

When impact requirements apply, the upper limit
of the heat input qualified is 25 % greater than
used in welding the test piece. When hardness
requirements apply, the lower limit of the heat
input qualified is 25 % lower than that used in
welding the test piece.

Kaynak Pozisyonu / PA PA

Welding Positions

On lsitma N/A breheating temperature on the WPQR requnes =
Preheat re-qualification.

Pasolararasi Sicaklik Max. 110 °C Max. 160°C

Interpass Temperature

Kaynak Sonrasi Isil iglem ve / N/A N/A

veya Yaslandirma

Post-Weld Heat Treatment and / or
Ageing

Kaynak agzinin hazirlanmasi
Method of prep. and cleaning

Brushing and Grinding

Brushing and Grinding

Arkadan yarma yoéntemi
Method of Back Gauging

Brushing and Grinding

Brushing and Grinding

Diger Bilgiler

Other Information

N/A

N/A

NFR-73 14.02.2022 Rev.05




NON-DESTRUCTIVE TESTING

nORTH Kaynak Prosediirii @
TURKAR

Kalifikasyon Kaydi
Welding Procedure Qualification Record @
(WPQR) Muayene

TS EN ISOIEC 17020
AB-0570-M

| KAYNAK, ANA VE SARF MALZEMELERI — Welding Main and Consumables

Birlestirme Dizayni Joint Design

Kaynak Paso Dizilimi Welding Sequence

MalzemeTanimi / Material Designation S235JR
Standart veya sartname /Standart or specification EN 10025-2
Dékiim No / Heat No 962000743
Kalinlik (mm) /Thickness 12 mm
Gap(mm) / Outside diameter N/A
Arkalik-altlik var mi? /Backing strip N/A
Arkalhk-althik kalici mi1? / /s the backing permanent? N/A
Arkalik-althik tipi / Backing strip type N/A
Arkadan yarmali / Back gouging or chipping Yes
Tungsten elektrod / tungsten electrode (type & @) -
Torg agisi / Torch angle(®) -
Koruma gazi akis hizi /Shielding gas flow rate ( I/min) 12-14 I/min

Kaynak ekipmani / welding equipment

GeKaMac GKM 420-2W 7

Kaynakgi adi /welder's name

UGUR DEVRIM TURKEL /

NFR-73 14.02.2022 Rev.05
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——— NON-DESTRUCTIVETESTING

Kaynak Prosediirii
Kalifikasyon Kaydi

(WPQR)

Welding Procedure Qualification Record

| KAYNAK PARAMETRELERI - Welding parameters

Muayene
TS ENISOIEC 17020
| asostom |

Paso No | Pasolar Kaynak Dolgu Akim Voltaj | Akim Tipi Tel Kaynak | Ark Enerjisi | Kaynak
pass arasl Yéntemi | Malzem Current Voltage Type besleme hizi (min—max.) | kalinhg
number | sicaklik Process esi [A] vl Current hizi Travel Heat input weld
interpass Filler /Polarity Wire Feed Speed (min.—max.) thicknes
temperature Metal Speed [riinfsed] (kJ/mm} s (mm)
(°C) (mm) (m/min)
1 - 135 1,00 148-165 25 DC (+) 7,778 | 0,381-0,424 -
2 95 135 1,00 175-182 29 DC (+) 7,955 | 0,510-0,531 -
3 110 135 1,00 195-202 30 DC (+) 6,604 | 0,709-0,734 -
4 (Back) 105 135 1,00 188-195 27 DC (+) 7,609 | 0,5634-0,554 -

NFR-73 14.02.2022 Rev.05
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NON-DESTRUCTIVE TESTING

Kaynak Prosediirii
Kalifikasyon Kaydi

Welding Procedure Qualification Record
(WPQR)

@

TURKAK

)

Muayene
TS EN ISOIEC 17020
[ Aeosiow |

Qerkme Testleri

MUAYENE SONUCLARI — Test Result

| Tensile tests

Rapor No / Report No : 24-TT-1434 (NORTH)

Numune Kesit | Lo Lu ReH Rp ReL Kopma Fmax. | Rm ‘ Uzama
No alan | mm | mm N/mmz | %02 N/mm? | Bélgesi | kN N/mm? | Elong
Test piece no | Cross N/mm? Fracture l' %
S.Area Location
703-24-01 | 500 75 92,36 - 276 - Malzeme | 189 378,00 | 23,15
Material
703-24-02 | 500 75 92,2 - 270 - Malzeme | 190 380,00 | 22,93
Material
Egme Testleri / Bend tests Rapor No / Report No : 24-BT-1435 (NORTH)
Test Pargasi No | Egme Yo6nU Mesnetler Arasi | Mandrel Capi | Egme acisi | Uygunluk beyani
Test Piece No Direction of Mesafe Diameter Bending Declaration
Bending Dist. Btw Rollers | of Mandre! Angle of Conformity
(mm) (mm)
703-24-03 Kenar (Side) 63 40 180° Uygun
(Appropriate)
703-24-04 Kenar (Side) 63 40 180° Uygun
(Appropriate)
703-24-05 Kenar (Side) 63 40 180° Uygun
(Appropriate)
703-24-06 Kenar (Side) 63 40 180° Uygun
(Appropriate)
Darbe Testleri / Impact tests Rapor No / Report No : 24-CT-1436 (NORTH)
Test Sicakligt / Uygunluk beyam
, , Sartlandirma Declaration
Test Parcas: Centt_k , Cer.m.k Sicaklig Test Sonucu Ortalama of Conformity
Yerlesimi Tipi J)
No Test Temperature / )
. Notch Notch - Result (J)
Test Piece No Locati conditioning Average
ocation Type KV,
temperature
(C°)
703-24-07 K\z/a\yer;sk Vv +20 65.36 Uygun (Appropriate)
703-24-08 Kwer;:k Vv +20 66 66.77 Uygun (Appropriate)
703-24-09 Kaynak Vv +20 68.96 Uygun (Appropriate)
Weld
703-24-10 HAZ(IEB) v +20 82.36 Uygun (Appropriate)
703-24-11 HAZ(IEB) Vv +20 77 .49 77,26 Al';Jy’gj‘q_h (Appropriate)
703-24-12 | AZ(IEB) Vv +20 71.93 / W‘ppropriate)

NFR-73 14.02.2022 Rev.05
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NON-DESTRUCTIVETESTING ———

Kaynak Prosediirii
Kalifikasyon Kaydi

Welding Procedure Qualification Record
(WPQR)

Musysne
TS EN ISQ/IEC 17020

| MUAYENE SONUGLARI — Test Results

Sertlik Testi / Hardness test ( HV 10)

Rapor No / Report No : -

Test Pargasi No
| Test Picce No

Uygunluk beyani*

Declaration of Conformity

Makroskopik Test / Macroscopic test

Rapor No / Report No : 24-MT-1437 (NORTH)

Test Pargasi No | Kontrol Yontemi | Kaynak Kaynak Kaynak Uygunluk
Test Piece No Control Method Formu Nufuziyeti Degerlendirme beyani
Weld Form Weld Penetration | Weld Appreciation | peciaration
of Conformity
703-24-13 Gorsel Uygun Uygun Uygun Uygun
Visual Appropriate Appropriate Appropriate Appropriate

Tahribatsiz Muayeneler / Non destructive tests

Muayene /Test

Testi Yapan /Carried out by

Sonug / Result

Rapor No / Report No

Gorsel / VT Fatih Colak (North Kalite) Kabul / Accept | VT-0324-0370-014
Penetrant / PT Fatih Colak (North Kalite) Kabul / Accept | PT-0324-0370-009
Ultrasonik / UT Fatih Colak (North Kalite) Kabul / Accept UT-0324-0370-005

/]

NFR-73 14.02.2022 Rev.05



AORT GORSEL MUAYENE RAPORU
S ' ) l VISUAL EXAMINATION REPORT
—NON-DESTRUCTIVE TESTING—
Tarih Rapor No Sayfa
bate 13.02.2024 Report No VT-0324-0370-014 Page 171
Miigteri . § Proje No
l:usmsmer BOGAZ IGi LAZER GELIK SFRVIS MFRKFZI SAN TIC 1 TD 371 Pinjeci No -
Is Tanimi PQR-WQT TESTLERI- _ is Emri No
Job Matter BOGAZ |G| LAZER WPQR-01/BOGAZ (Gl LAZER-pWPS-01(ID:24W010) |55 No 2024-0370-014-21
Test Yeri Malzeme Standardi | ENISO15608Group1.1
Test Location TUZLA/ISTANBUL st Standard (ENISO10025-2:5235JR
Test Kapsami - Malzeme Kalinhgi - Malzeme Boyutu
Test Scope HAZ+WELD %100 |1 Thiekanss(mm) 12mm Malerial Dimension 150%350
[Marmul Tipl Kaynak (] Uokim ] Dévme LI Diger OJ
[Product Typo Walding Caoating Corging Other
Kaynak Yéntemi Elle Ark O Tozalti O Tic O MIG/MAG FCAWO
Neld Process SMAW (111) SAW (121) GTAW (141) GMAW (131/135) 136
Kaynak Birlegimi Alin Kaynagi Koge Kaynag O Tali Baglanti O T-Baglanti Kaynag [
‘Weld Joinl Type Bult Weld Fillet Weld Branch Weld T-joint
Test Standardi - - o e
L osting Standard / Code EN ISO 17637 ASME SEC v [J API 1104 O Difer (i }
Degerlendirme
Standard: ENISO5817E  asmMEsEcviO  EN IS0 100420 AP 11040 [Raou! Sevyeterl B
hE ign Standard / Code
Tast Prosediir( Revizyonu . Goriiniir Isik Siddeti
Tes! Procedure NPR-30 Bt lshas Used Rev.01 Daylght intensily BUY Lux
Imalat Agamasi Imalat Oncesi O Imalat Sirasinda O Son Kontrol Periyodik Kontrol O
[Manufaclunng Stage Befors Manufactunng Dunng Manulaciuring Final Inspection Pariodical Inspection
lisil islem Oncesi Sonrasi O Yok O Muayene Sicakligi 25 “c
Heal Treatment Sefore Atter No Treatment Test Temperalure
Yiizey Durumu Islem Yapiimamis @ Kumlanms [] Islenmis O Taglanmig O
Surface Condition No Surface Preparing Sand-Blasted Machined Grinded
Test Teknigi Direkt Kontrol Dolayl Kontrol O Translisid Kontrol I
Technique Used Direcl Visual Examination Remote Visual Examination Translucent Visyal Examinalion
Cetvel / Mezura Kumpas Sentil O Radyus Mastari [] Buyiteg []
Muayene Ekipmanl Measuring Tape Vernier Callipers Feelar Gauge Radius Gauge Magnifying Lens
Examination Equipment Kaynak Kumpasi Profil Olgim Cihazi ] Ayna, Endoskop vb. [] Diger
Weld Gauges Profile Meas Device Mirror, Endoscope elc Other ( o ) a
Standarttan Sapma
Duviation of Standard -
Test Uygulanan Yerler | eaonl 0f Zsamination © Bkz. Ek Resim
Sira No Kaynak No Belirti No Belirti Tipi Belirti Blyiklagii Belirti Konumu Kabul / Red
No Weld No Indicalion No Type of Indication Size of Indicalion Latation of ndication Accepl / Reject
1 PQR+WQT (24W010)-1 : = = 5 Accept
* Skoglor ve fotografiar icin ak sayfay: kullaniniz / Use spare shest for skatches and photo; hs
uayeneyi Yapan / Degerlendiren Kontrol Eden / Onaylayan Miigteri / 3. Taraf
Qperator / Interpratar ~ Checked By ! Approved By Customer / 3'rd Parly
FatipcOia (o  Fatin o O
“T;g i, _\"?' ’% VL ! = 139_'_-;'4__ =
— TG 2109 2027 Rav .08
[ witneesed

Q/Férviewad

K
rurr-:.--.___s‘o3
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—NON-DESTRUCTIVE TESTING —

SIVI PENETRANT MUAYENE RAPORU

DYE PENETRANT INSPECTION REPORT

jrarib 13.02.2024 Rapor No PT-0324-0370-009 Sayfa 1"

Dale Repor No Page

Mbsgterl - Proje No -

Eustoner BOGAZ [Gl LAZER GELIK SERVIS MERKEZISAN.TIC.LTD.STI Projeet No

lg Tanimi lg Emri No

o6 Matter PQR TESTLERI-BOGAZ |G| LAZER-WPQR-01 i Mo 2024-0370-009-21
|Muayene Yeri Malzeme FNISO15608Grou

S0 pl.t

inspaction Location TUZLA / ISTANBUL Material (ENISO10025:8235JR
Muayene Kapsami Malzeme Kalinhigi Parga Boyutlan

Test Scope HAZ+WELD %100 Mataral thickness 12mm Dimensions 150x350

Mamul Tipi Kaynak & Dokim ] Dévme [ Diger [

Pendiict Typs Wakdig Casting Forging Other

Kaynak Yontemi Elie Ark a Tozaltr Lt G MIG/MAG Diger LI

il Hrocess AMAW (1117 SAW (121} GlAW (141) GMAW (131/1:35) Uther

Kaynak Birlegimi Alin Kaynag = Kdse Kaynagi O Tali Baglanti Kaynag) O T-Baglanti Kaynag 0O

\Wild Joint Type B Wald Fillsl Weld Branch Weld T-joint Weld

ﬂ‘f‘ftﬁgga"' EM ISO 3452-1 = ASME SEC V[ API 1104 [] EN 1371-10] EN 1371-2.1 EN 10228203 Diger (........)]
Degerlendirme - .

Istandart: EN 10 23277 ASME SEC VIl (] API 1104 [ Diger( ) O Ka'f“'se:"’l’e'e" 2%
Evaluation of Stantdart

limalat Agamas) Imalat Oncesi O Imalat Sirasinda O Son Kontrol & Periyodik Kantrol
Wanfartiring Staga Plmdoem Matssitar bl Durlneg Manufactaring Final Incpoction Poriodigal Inspeclion

Isil iglem Oncesi O Sonrasi [ Yok {21 Muayene Sicakhg 19

Heat Treatment Bafore Aflor No Treatmant Teut Temparatura

Yiizey Durumu Islam Yapilmamig Kumlanmis O Islenmis O Taglanmis O

Swrfacoe Condition o Surface Preparting Sand-Blasted Machined Grinded

On Temizleyic Penetrant Gelistirici

[P Clmanar MR 85 Penelrant MR 311R Devgloper MR 70
Penetrant Metodu Flonisil {1} O Cift Amagh (1) O Panatrant Siresi 20 dk
Penelingl Method Fluorescent Dual Purpose Pénatram Timo

Penetrant Giderici Su (Method A) n Lipofilik (Method B) M Go2zlicl (Method C) Hipofilik (Method D) LI
Excesi Penetrant Remover Wal=r Lipophilic Emulsifier Solvent (Liquid) Hydrophilic Emulsifier
Gelistirici Tipi Kuru Toz (a) ] Suyla Suspansiyon { ¢)[] Goziicl Esash (d) Gelistimme Siiresi 20 dk
Davalapar Type Dry Waler Suspendable Solvent Based Developing Time

UV Isik Siddeti Goriniir Isik Siddeti Kurutma

L Light Intensity - BWiem? | Inensity 900 Lux  |5ing Hava
Standarttan Sapma

Devialion of Standart -

Test Uygulanan Yerler / Ssant of Eninajion * Bkz. Ek Resim

|Senuglar ve Agiklamalar / Resuits and Remarks *

—eatis = e e a

Operator / Interpreter

ol = JET N 4

Sira No Kaynak No Belirti No Bellrtl Tlpi Bellrti Biiyiikliigii Belirti Konumu Kabul / Red ( K/R)
No Weld Nu Inidiialion Mo Type of Indication Sizo of Indicalion b af iicntins Accept / Reject
BOGAZ ICI LAZER-
! WPQR-01 : - % 4 Accept
* Skoglar v tolofallor igin ek sayfav) kublninip § Jse spare sheat [of shelches and gholoarnbhs
Muayeneyi Yapan / Degerlendiren Kontrol Eden / Onaylayan Miisteri / 3. Taraf
Checked By / Approved By Customer / 3rd Pany

J
. - ——— = am i
L T Y VT L e . =l - -
!'r,g “‘:- v % " < -‘f"- ~",;c1'fl wf‘k!t
i P
L L e
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—NON-DESTRUCTIVE TESTING —

ULTRASONIK MUAYENE RAPORU
ULTRASONIC INSPECTION REPORT

Tarih Rapor No Sayfa
Dato 13.02.2024 Roport No | UT-0324-0370-005 page 1"
Musteri i~ Proje No
B BOGAZ IGi LAZER GELIK SERVIS MERKEZISAN TIC | TD $TI provect No
s Tanimi POR-WQT TESTLER|- Is Emri No 2024-0370-005-21
520 Mator BOUGAZ IGI LAZER-WPOR-UT/BOGAZ 1G] LAZER-pWPS-01(10 24W010) Jcb No 2024-0370-005~
Test Yerl Malzeme Boyutu
Tust Location TUZLA/ISTANBUL Matorial Dimension 12x150x350 mm
Test Kapsami Malzeme Kalinlig) Malzeme Standarh
Test Scope WELD+HAZ %100 Material Thickness 12 mm Matorial Stangart S2354R
Mamul Tipi Kaynak I Dékim () Dévme Diger 1.
Frovast Type Waing Casling Forging Other
Kaynak Y6nteml| Elle Ark [ Tozaltt . TIG MIG/MAG | Diger —
|<-.=.¥pm¢,,s; EARW (TT1) SAW (121) GTAW (141) GMAW (131/135) Ottror L FCAW(136)
|Kaynak Birlesimi Alin Kaynagi Kége Kaynadi = Tali Baglanti = T-Baglantiy Kaynak Agzi vooOX 1l K
W] 2l Type it Weld Fillot Wold Branch Wolad T-joint Joentt Deeniged = m C o
Teat Standart ; - Test Sinifi
i T TS ENISO 17640 [+ ASME SEC V | Diger(........covvvieen ) Fost Class B
Degertendirma Standarti e oy 11 (O - — Kabul Seviyelori
s St IS5 EN 150 11666 7 ASMF SEO VI | Diger(API510) (T Acoapiance Livls 2
Isil iglem Qncesi Sonrasl Yok [ Muayene Sicakhig .
oot [reafrmeed Bakng After No Treatment Test Temperature 12°C
Yiizey Durumu islam Yapilmamis Kumdanmis — Islenmls — Taglanmig 11
Surlaco Condition N Brfuce Pegmning i e Machined Grngdesf
Ultrasonik Hata Dedektdrii Muodel Serl No Kapasite
L eI Hata D KRAUTKRAMER i USM 36 5l 16087627 o 120-150
Cihaz Kalibrasyen Tarihi Tamas Sivisi PFroh Przisyaniar
Dt o3 Fice calibratiom 27.12.2023 Conigdant N JEL 17w Pozitions A
ii Kabla N
el B - 01
PROB | PROBE ﬁesafe { Distarice Duyarlilik Kalibrasyonu | Sensirty Calibratian
Tammiama i = i Kalibrasyon A
oo Dofinton Seri No Ses Yolu e, | Z DAC  |Malemo ) msiticis sJ v AvT av VR
No (Tip, Boyul, Frekans) Seral No Sourd Patn Catb, Block DGS Calb. Block Calib Reflector {mm) (dB) (dB} 1dB) 1d8)
TRU-SONICS, 8X9,
1 4MHz 70 C-146 25 K2 DAC c-203 YAD 14,14 27 6 33
2 |PICPROBESXS. 4MFZ | ¢ o0y 25 K2 DAC c203 YAD 13 25 6 31

S);Ses mesafesi
AT Transfer dizaltmes)

ViiTemel kazang degen
AVillave kazang deger

AX;Hata uzunlugu
VR:Galisma degeti

x,y.z; Hata kenumlandirma
AVv:Yankimn DAC' a ulaghid (+) desibel

AHv;Yankimn DAC a ulagtid (<) desibel

Tarama Yonu | Scarning Dioction Belirti Konumlandirma / Location of indications
|~—~' e
A e = 1 T ¥ P‘\ (8)
1 R, - 3 A 2 ' o 2
> i L)
o E‘;N 3 asp A75p V2L p {W) kl\ | lir
LI ¥ Ny
S 2 Xt t ¥ e
D @'\53 a2 ] [
Kied ] ' s i
- . @ i 3 3 o c e ot
B) e . YO ] » o - - |
G g 2 . ! :
F.G C.DE
Tarama X z Ax AVv AHv Kabul /
Prob Yénii Kaynak Dikisi y aoul/ Accepted
Probo Sean Drect Part
mm mm mm mm 98 dB Ret / Not accepted
1 A PQR+WQT (24W010-1) - - Kabul / Accepted
— - — — ————
Muayeneyi Yapan / Degerlendiren 1 Kontrol Eden | Onaylayan Miigteri / 3, Taraf I
Operator / Interpreter % Checked By / Approved By Customer/ 3'rd Party
Fatip-CO A K Fatp-<OrAK
-+ AT Ll v S ouT LakediAl
u !“a"‘!n - ,.43! .n’; o ..’Iﬂ;&..?
, ! | 77 =
NFR-21 2108 7032 HEV. 05 T e
E%c viewed g
o £ 2%, s
paTe;23: 23 P




NORTH KALITE GOZETIM LIiMITED SIRKETI

Tahribatli Test Laboratuvari
Postane Mah. Begonya Sokak No: 3/1 Tuzla - ISTANBUL

HORTH Tel:+90 216 39596 92

_ www.northndt.com
DESTRLCTIVE | AB-1760-T
Tahribatli Test Raporu 24-1434-1438
Destructive Test Report ,
03-24
Misterinin Adi/Adresi BOGAZ IC1 LAZER
Customer name/address GEBZE
Istek Numarasi R
Qrder No.
Rapor gkipNo 24-1434-1435
Report Tracing No
Numunenin Adi ve Tarifi WPQR-01
Name and identity of test item Kaynakgr: Ugur Devrim TURKEL
Numunenin Kabul Tarihi S
The date of recelpt of test item
Aciklamalar
Remarks
Deneyin Yapildigi Tarih [ Yer North Kalite Tahribath Test Laborawvart
Date Of TESt/ Location 125.03.2024
Raporun Sayfa Sayist 5 Savfu / Pae
Number of pages of the Report
Bu Raporlamanin Icerdigi Testler;
Tests included in this report
Cekme Testi Egme Testi Centik Testi Makro Testi Sertlik Testi Mikro Testi
Tensile Test Bend Test Charpy Test Macro Test Hardness Test Micro Test
v v v v
Kimyasal Analiz Testi Kirma Testi Centikli Kirma Testi Korozyon Testi* Yassiltma Testi* Agiz Genisletme Testi*
Chemical AnalysisTest Fracture Test Nick Break Test Corrosion Test Flattening Test Drift-Expanding Test

*Test yontemi kapsam digi raporfanacaktir,

Deney laboratuvari olarak faaliyet gsteren North Kalite Gézetim Ltd. Sti., TURKAK’tan AB-1766-T akreditasyon dosya numarasi ile TS EN ISO/IEC 17025:2017
standardina gdre akredite edilmistir.

North Kalite Gozetim Ltd. $ti. accredited by TURKAK under registration number AB-1766-T for TS EN (SO/IEC 17025:2017 as test laboratory”

Tiirk Akreditasyon Kurumu (TURKAK) deney raporlarinin tanimirhigi konusunda Avrupa Akreditasyon Birligi (EA) ile Cok Tarafli Anlasma ve Uluslararasi
Laboratuvar Akreditasyon Birligi (ILAC) ile kargilikli tanima anlagmas: imzalamistir.

Turkish Accreditation Agency (TURKAK) is a signatory to the European co-operation for Accreditation (EA) Muitilateral Agreement (MLA) and to the International Laboratory Accreditation
Cooperation (ILAC) Mutual Recognition Arrangement (MRA) for the recognition of test reports.

Deney ve /veya 6l¢lim sonuclari, genisletilmis 6lgiim belirsizlikleri (olmasi halinde ) ve deney metotlari bu sertifikanin tamamlayici kismi olan takip eden
sayfalarda verilmistir.
The test and/or measurement results, the uncertainties ( if applicable } with confidence probability and test methods are given on the following pages which are part of this report.

**Bu rapordaki deney sonuglar ve sartnameye uygunluk beyani deney numunesinin kaynagim olusturan numune/madde igin degil, yalmzca analiz/test edilen
deney numunesi Icin gegerlidir.

The test results and the declaration of conformity with the specification in this report are valid only for the test sample analyzed/tested, not the sample/substance constituting the source of the test
sample.

Deney numunelerine ait bilgiler miisteri tarafindan beyan edilen bilgilerdir, North Kalite bu bilgilerden dolay sorumlu tutulamaz.

The information related to the test samples is the information deciared by the customer, "North Quality" cannot be held responsible for this information.

Bu rapor, laboratuvarin yazih izni olmadan kismen kopyalanip cogaltilamaz. Imzasiz raporlar gecersizdir.

This report shall not be reproduced other than in full except with the permission of the laboratory. Unsigned reports are invalid.

Miihiir/Kase Yayimlandig Tarih Deney Sorumlusu Onaylayan [ Tarih
Seal Published Date Person in charge of test Approval / Date
824 A 7 o *_,,[/,A/L,,ﬁ North Kaltte Gozetim
¢ Bt if /_ = T &’ & Ltd $tl, Internet web
e, 25.03.2024 - - shtesine
] 25.03.2024 25.03.2024 ydnlendirileceksinlz.
MUSTAFA ISLAMOGLU ‘ MUSTAFA ISLAMEGH L ppsod |-;J:"',""’:;"“'"*
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IRSTAE IV TG ——

AB-1766-T

24TT-1434

Cgur Deveim TURKEL

(24-1434-1438

12 mm

4TT-1434

i TS EN1SO 41306

Malzeme
703-24-01 00 2,36 23,1 276 18 378,00 -
3 5 75 92,3 3,15 7 9 37 MATERIAL
703-24-02 500 75 92,2 22,93 270 190 380,00 Malzeme
: : ; 92, 9 9 Eh MATERIAL i
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NORTMH

— WRIHM, —

AR-1706-T

24-BT-1433

03-24

WPOR-01
Kaynuhet: Ugur Devrim TURKEL

24-1434-1433

4 Adet

D[R

TSENISO 5173

TS ENISU 136141

703-24-03 ;2’: 03 4 IS Ap;'yf:r?ate
703-24-04 Z:;: 5 0 A Ap;‘f:r?ate
703-24-05 ;QZ 63 40 150% Ap:jr):)g:r?ate
T03-24-06 ;2’: 63 10 180 Ap gr)é’ : r?ate
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NORTH

NORTH KALITE GOZETIM LIMITED SIRKETI

Tahribath Test Laboratuvar
Postane Mah. Begonya Sokak No: 3/1 Tuzia - [STANBUL

AB-1766-T

24-CT-14306

Tel*+90 216 395 96 92
www.northndt.com
03-24
Gentik Darbe Test Raporu
‘Charpy Impact Test Report
Proje Adi | WPOR-01 Rapor No o 1
J - " - Z 24-CT- 1430
Project Name | Kasnakgr: Ugur Devrim TURKEL Report No
Rapor Ta'f'P Ly 24-1434-143% Kaynak Detay: 135/ BW /PA
Report Tracing No | Weld Detail
Numune Yonii L Malzeme [ Siift SI5IR
Sample Direction Material / Grade o
Gap / Et Kalinlig - Test Num. Sekli ve Ol¢iileri b T 35 mm
Diameter/ Thickness s Identification of test piece
Numune Sayist . Olctim Belirsizligi
Number Of Specimen Measurement uncertainty
Ortam S_l_cakhgl - Test Standart R ST oToT:
Ambjent Temperature Test Standard
Kaynak Sonrasi Isil slem I Degerlendirme Standarti
Post Weld Heat Treatment Fvaluation Standard
Sonuglar
Result
i
Numune Test Par¢asi No Tanimlama Gentik Yerlesimi | Gentik Tipi i:::::,:::‘::;‘s‘::ﬂg' Tes;Sor,:t:j)u 0 Uyg:erl:::a:::z?l
o P - esu|
Sample Test Piece No Definition Notch Location Notch Type o KV2 Conformity
Kavnak
194. AN ; f +207 T
703-24-07 VWT = v 20 65,36
Kavnak
3-24-0¢ e \ i s
703-24-0% VWT weld \ ] 66
Kaynak X : Kavnak =
703-24-09 i v r #2 ]
(Welding) 703-24-0 VAT o N 20 68,96
etk Hp A= U Genik Bips U T U ULAZ) = AT Atalzeme (A atanal) -3 Rosoak (Wdy -1 Fiimon Test Ortalamasi (J) o
(Fnsion Linzg = 8 Wizase Paralel (Panllel tasurfize) - T Kahabh Bosunca (Thickness Dirschiany TestAvarage(J) 06,77 -
TR PRENT}] Vi ILF\R/ v +20° 32,36 "
IEB
03-24- ¥ ! I -
703-23-11 VHT HAZ v +20 77,49
IEB IEB
3-24-12 i +20° 3 x
(HAD) 703-24-12 VHT Ay \ 20 71,93
N Cenik Topr VR T G Ty 1% 1T IEB (AZ) < M- Malzams (atgnal) -3 Bk €42y F o Firryon Test Ortalamas: (J) o6
(lhosian Line) - St Y urexe Paraled (Parallel 1o curlieey - 1 almbk Hovanea 1 ickness Directiony Test Avamge (J) 77,26 =
V- Cermtih Tip V= U Gentik Tipn "W HLEB (HAZ) - MMl reme (M aerid) - W sk (Wold) - F - Fiizzon Test Ortalamas (J)}
(Frsion Line) - S:Yurese Paralel tParullel 6 surfice) - T: Kaliahik Basunca (Thickn, s Direction) TestAvarage (})

Goriigler ve Yorumlar;
Opinions and Comments;

TILFR-14 05012024 / Rav 03
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NORTH

— USRI T,

AB-1100-1"

24-MT-1437

03-24

WPOR-01
K g1 Ugur Devrim TURKFEL

-24_”]4443‘\’

. =]

01 Ade

24-NIT-1437

Gorsel
Visual

Uygun
Appropriate

Uygun
Appropriate

Uygun
Appropriate

Uygun
Appropriate

MLFR-12 04 01 2024/ Rev 03

D Witneesed!

n

5 (Puaget

T e 23:93 “



MILL'S TEST CERTIFICATE
(ACC.TO EN 10204 /2.2)

Yiicel Boru ve Profil Endistrisi A. . R
Customer ZEK D NDAR MUH MAK SAN VE T C Order 15425112 Date 09.01.2024
Sending 0080888630 Report 00336494 Page 171
[ TEST RESULTS |
MECHANICAL PROPERTIES / CHEMICAL ANALYSIS
Sibtw w Thwcaswens | Canl f Packet | 575 | 'Negrii<y) Produc Quality Termule Yuid £flang. impact < S Aln P s - Ccr Mo v Cu Al T - N Ne=t Suandard Grads
fmm Rl _No. Suwngetn | Suength ) Enargy %l n | % x| x| x| %% e w] %] n|a Murber Praduct
Mmm2) | mm) Lousm}
1 26150 1000 ¥ 3 Ran iR 5216019 111 1 | 7 Drasfe ool | ude 2 | O oo | s S RETY) 0§ 000d 96200074 © M 1025 7 2004
12150002000 1 426 HR 417 429 u LRET) M2 |aaadladfooos o aore oo} 1 962000741 FHANRS 2 A
1201 5804 3000 47 R 417 129 0 O tanfonol [hdkdicooa ] noos oo | oo 1004 Doe2 .00 SEXOC0TA) O D0 e 2 Do
1w ESODe 1000 M00% #5310 1 47 1R 52)8)R inz? 12 2 0480007 | 0480 )0 009 | 0o0d | amdfone2 .04 262000741 EN1$025 2 2004
PREPARED by CONFIRVIELY by
A.Ersoy KEL
@ & —
o i @ o
- 5 Fars [N~ S
50 90012015 50 14002:2015 st Seen "1'33&5 T wo e heerio e ;

OPLFIE/ 00022013

) [ witneesed '_’
_! Eq’ﬁaviawed g

aatei e =2 O3 R



[.00 mm SG2 Gazalt Kaynak Teli 13 kg

1Q MG30-6 karbonlu gelik kalkanlt kaynak teli bir tiridiir. Kaynak yaparken kaynak telinin ergime iz vitksektr Bu kararl
urk, diistik Sigramalar ve giizel bir gdriinime suhiptin. Iyl kotozyona dayamikli cemel malzemenin viizeyi tizerinde Blowhole
olugtm olasth@ms azalur. Tiim pozisyonlar kaynak ivi bir performans CO sahip  veva Ar 4 CO . kornmal gaz alarak
kullamlabilir,

AWS/ASME SFA-3.1R
ER70S6

CE ENISO 14341-A
G424 01 GsSil

ER7056 wenel yapisal yeliklerin kaynak nyaulamasmda Szellikle gekine mukayveueti 500 8 mm2 olan kazan boru , ¢elik
konstritksiyon . gemi inyua ve dokiin celiklerin kaynaklarinda kallanlan bakie kaplamali kaynalk telidi

Kimvasal Analiz
C:0.06-0.15 Si:0 8-1 13 Mn: 1.40-1.83

Plastik Makara 13 kg

CCS CERTIFICATE BY CERTIFICATE DNV CERTIFICATE

GL CERTIFICATE NK CERTIFICATE ¥R CERTIFICATE

RS CERTIFICATE

| | Witneesea

[ Reviewos
L] Reviewn o
oate: 2503 29
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BOGAZIiCi LAZER CELiK SERViS MERKEZI
SAN. TiC. LTD. STi

ON KAYNAK YONTEM SPESIFIKASYONU
PRELIMINARY WELDING PROCEDURE SPECIFICATION
pWPS

YONTEM TESTi NO :

p WPS NO- BOGAZIC| LASER-pWPS-01

MALZEME SPESIFIKASYONU :
MATERIAL SPECIFICATION :

EN 1SO 15608; Group 1.1

iLGiLi STANDART

MALZEME KALITESI

EN ISO 15609-1 S235IR
APPLICABLE CODE MATERIAL QUALITY
KAYNAK YONTEM K POZISYONU
l 135 in according ISO 4063 KAYNA PA
WCLLDING PROCESS WELDING POSITION
KAYNAK TiPi KALINLIK
BW 12
JOINT TIPE THICKNESS (mm)

KAYNAK DiZAYNI / JOINT DESING

KAYNAK SIRASI / WELDING SEQUENCE

30 e

KAYNAK MODLARI / WELDING MODES / PEXWMb| CBAPKW

PASQO RUN .
DOLGU TELi / FILLER METAL
YONTEM CU‘::Z'VT v‘cla?;:::s AKIM TiPI TEL SURME HizZ) HEAT INPUT
PROCESS cAP DOLGU TELI METAL TRANSFER TYPE OF CURRENT PASO RUN(mm/s) (ki/mm)
MODU/MODE OF A v
SIZe FILLER MATERIAL
METAL TRANSFER
EN IS0 14341-A-G 424 C1
1 135 1 S e 24 lhort, Spray Globular Al 150-160 24-26 DC (+) 89 ]
EN 150 14341-A-G424C1
2 135 1 . ! Short, Spray Globular Arc 175-185 27-29 DC (+) 89 -
M21 35i1
EN IS0 14341-A-G 424 C1
3 135 1 M21 35i1 ! short, Spray Globular Arcf|  195-200 28-30 DC (+) 10-11 <
EN IS0 14341-A-G 424 C1
4 135 1 e " \lshort, spray Globular arel|  190-195 26-28 DC (+) 10-11 .
Gas V Flux Shelding vV Kanigim Gazi/ Mixed Gas ste ) argast No Hayir
Backina
Gaz Debisi 10-121t / min EN 150 14175 : 11 Kok Destek Malzemesi N/A
Gas Flow Rate Backing Material
Tungsten Elektrod Tipi / Capt N
N Evet/Y
Tungsten Electrode type / size /A Arkadan Yarma/Back Gauging vet/Yes
Kaynak Agzinin Hazirlanmasi Taglama " . . -
d of back Gt d
Method of prop. And Cleaning Grinding Arkadan Yarma Yontemi /Method of back Gauging Grinding
On Isit
n lsitma Hayir/No Pasolar aras) Sicaklik Interpass Temperature max. 150 °C
Preheat Temperature
Kaynak Sonrasi Isil islem Isitma Hizi /Heating Rate (C°) Sicaklik / Temperature Bekleme Siiresi / Time Sogutma Hizi
Post Weld Heat Treatment Hayir/No 2
N/A N/A N/A I n/a
HAZIRLAYAN
KALITE DEPARTMANI/KAYNAK KOORDINATORU
[E/Wr:ncw?sod
| Reaviewead o
i W e

f2.902. 202k,

BATE: -




