KAYNAK YONTEM TEST ONAYI
WELDING PROCEDURE QUALIFICATION RECORD

Muapenn
TS5 EN ISQINEC 17820

AH O0EGM

Standart

Code:

Tarih - Yer

Place - Date of Welding:
Imalatcit WPQR No
Manutacturer’s WPQR Nox WPQRO3

imalatcinin Adi ve Adresi EMR Gemi Ingaat ve Celik Konstriiksiyon San. Tic. Ltd. Sti.

Manufacturer’s Name and Address: | Tasképrii Belediyesi Tagképrii Merkez mahalle . Yeni Sanayi Caddesi no:39/1 CIFLIK KOY/YALOVA
Seviye
Level

IS0 15614-1:2017 (E)

28.05.2018 / YALOVA

Level 2

TEST KAPSAM ARALIGI
RANGE OF QUALIFICATION
Kaynak Yontemi

Welding Process(es) 136 136

Kaynak Tipi / Birlestirme TBW TBW (Tam Nufuziyetli Kése Kaynadi/ T-Buttiveld )
Type of Joint and Weld FW (Kdse Kaynadi/ Fillet Weld)

(acc.to TSE CEN ISO/TR 15608):=>1.2-1.2(*)

Ana Malzeme ve Alt Gruplan 5 *Test parcasinin akma mukavemeti dederi ve altindg|
Parent metal Group(s) and sub :: igggg 12 25355]2+N / akma mukavemeti degerlerine sahip malzemeleri kapsar
Group(s) : *Covers the equal or lower specified yield strength steels of 4
same group

Ana Malzeme Kalinlig
Parent Material Thickness

Kaynak Bogaz Yiiksekligi
Throat Thickness

Tek veya Coklu Paso
Single Run /Multi Run
Boru Dig Cap (mm)
Outside Pipe Diameter
Akim Tipi

Type of Welding Benzer / Similiar
Current and Polarity
Kaynak Pozisyonu PB PG ve 3-L045 Harig Biitiin kaynak pozisyonlari / A/
Welding Positions positions except for PG and J-L045.

Dolgu Metali Tanimlamasi, Xl Koruma Gazi [ Kék Koruma Gazi
Uretici Tanimlamasi ve Olgiisii AWS A5.20/5A.20M:2005 Shited Gas Backing Gas

Filler Metal Designation, Material ESAB -
Make and Size EN 14175 C1

Kaynak Sonrasi Isil islem

Pasolar Arasi Sicakhk Max +200°C ve/veya Yaslandirma

Interpass Temparature Post-Weld Heat Treatment

and/or Ageing

s an i w po On Isitma

Koruma Ortiisii Shielding Flux N/A Pl -

Koruyucu gaz icin verilen vasiflandirma TS EN ISO 14175 ‘e gbre gazin sembolii ile sinirlidir bununia

Diger Bilgiler birlikte COz muhtevasi prosediir deneyini vasiflandirmada kullanilani %10 asmamahdir.

Other Information The qualification given to the shielding gas is restricted to the symbol of thegas acc.to EN14175 However the content

CO2 shall not xceed %10 of that usedto gualify the procedure test,

Min. 0,61 kJ/mm- Max. 1,86 kJ/mm: Vurma sartlar uygulandiginda, vasiflandirilan isi girdisinin iist sim

deney parcasinin kaynaginda kullanilandan %25 daha biiyiiktiir. Sertlik sartlari uygulandiginda,

Isi Girdisi vasiflandinlan 1s1 girdisinin alt siniri, deney pargasinin kaynaginda kullanilandan %25 daha diisiiktiir.

Heat Input When impact requirements apply, the upper Irm.'t of heat input qualified is %25 greater than that usedin welding the te
piece. When hardness requirements apply, the Jower- Ifmf tot’ heat input qualified is %25 lower than that used in weldi

the test piece. r \

30 mm S5mm=t

35 mm No restriction

Multi Run Multi Run

N/A

REFERANS NO
Reference No
SZU-1816303
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KAYNAK YONTEM TEST ONAYI
WELDING PROCEDURE QUALIFICATION RECORD

AH ODER-M

Muyrne
TS EN ISQUIEC 17020

TEST KAYITLARI
RECORD OF WELD TEST

KAYNAK AGIZ DETAYI / KAYNAK SIRASI
JOINT DESIGN / WELDING SEQUENCES

EMR Gemi Insaat ve
Celik Konstriiksiyon San.
Tic. Ltd. Sti.

Firma
Manufacturer

IMALATCI Pwps No
Manufacturer’s pWPS No

Yer
Location

Kaynakg Adi
Welder's Name

WPS.003

YALOVA

BILAL GETINKAYA

Kaynak Yéntemi

Welding Process 136

Birlesim Sekli

Joint Type Tel

PB [
EN 10025-2 S35512+N { i E

(] bis Cap (mm)
Qutside Diameter

Kaynak Pozisyonu
Welding Position

Ana Malzeme(Ler)
Parent Material(s)

B4 Et Kalinhigi (mm)
Thickness 30mm
Yiizey Hazirhgi/ Temizligi
Method of Preparation and
Cleaning

Grinding + Carbon

Kaynak Verileri
Welding Data

Dolgu
Malzemesi Akim

Yontem
Process

Capi Current
Diameter OF (A)

Kutuplama
Polarity

Gerilim
Voltage
)]

Kaynak Hizi
Travel Speed
(mm/sec)

Tel Siirme Hiz1
Wire Feed Speed
(m/min)

Filler Metal
n 136 1,2

2n-7n 136 1,2

8-12 136 1.2

Dolgu Malzemesi Sinifi AWS

ve Ticari Adi A5.20/5A.20M:
Filler Material Designation and 2005
Make ESAB
Ozel Kurutma Talimati
Toz/ Flux

Elektrod / Flectorode

Gaz — Toz / Gas — Flux
Kok koruma / Backing
Koruyucu / Shielding
Arkadan Yarma / Arkahk
Detayi

Details of Back
Gouging/Backing

240 - 280
280 - 320
280 - 320

DC +
DC +
DC +

25-28
30-34
30-34

5,83
4,67 - 5,56
6,36 -7

Kontakt memesi /
Parca mesafesi
Distance contact tube/work piece

On Isitma Yéntemi

Smm Post weld heat treatment

Max +
200°C

Pasolar Arasi Sicakhk
Interpass Temperature

Elektrod salinimi (paso genisligi)
Weawing (max. width of run)

Darbe Akimh Kaynak Detayi
Pulse welding details

Plazma Kaynagi Detayi

En 14175 C1 Plasma welding details

Salinim (frekans, yiikseklik,
| bekleme zamani vd.)

3|\ Oscillation (Ampl., freg., etc.
—d ¥

REFERANS NO
Reference No
SZU-1816303

NEELEMANI VEYA MUAYENE KURULUSU
SUE //EXAMINER OR EXAMINING BODY
JSAN GURBUZ

© 12.06.2018
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KAYNAK YONTEM TEST ONAYI
WELDING PROCEDURE QUALIFICATION RECORD

Muaprne
TS EN ISONEC 17820
AB C0SQM

On Isitma Sicakhig Tungsten Elektrot Tipi / Capi N/A Torg agisi Min. 70°
Preheat Temperature Tungsten Electrode Type/Size Torch angle 10,

Diger Bilgiler Metal Transfer/ Metal Globular
Other Informations Transter

Kaynak Sonrasi Isil Islem ve/veya Yaslandirma
Post Weld Heat Treatment and/or Ageing
Yontem Sogutma Hizi Bekletme Siiresi

Method Cooling Rate Dwell Time
Isitma Hizi Bekletme Sicakligi Diger Bilgiler

Heating Rate Dwell Temperature = Other Informations -

Kaynak test parcasinin hazirhginin kaynak islemlerinin ve testlerinin yukarida belirtilen standardin gereklerine uygun olarak yapildig
sonuglarn uygun oldugu onaylanir.

Certified that test welds prepared, welded and tested satisfactorily in accordance with the requirements of the code/testing standard indicated above.

TEST SONUGLARI
TEST RESULTS

CEKME TESTI Test Raporu
Tensile Test Test Report
EN ISO 6892 / EN ISO 4136

Akma Mukavemeti Cekme Mukavemeti Uzama Kinilme Bllaesi o
Yield Strength Tensife Strength Elongation; A5, 2 £ th ﬁg o e /f
Re; MPa Rm; MPa % one of the fracture esults

Test Numune No
Test Sample No

EEME TESTE Test numunesi, EN15614-1 standardindaki gerekleri karsilamaktadi
Bending Test Report No: The test sample satisfies U?_e requirements of the applied standard EN15614-1
EN ISO 5173 Mandrel Cap1 / Former Diameter:
Mandreller arasi mesafe/ Distance between rollers:
Test Numune No Egme Agisi Egme Bolgesi Sonug

Test Sample No Angle of Bending Tensile Zone on Results

CENTIK DARBE TESTI

Impact Test REPORT NO:
EN ISO 9016

+23°C sicaklikta, KVC2(10), (J)
Test Numune No KVC2(10) at +20°C, (J) Sonug

Test Sample No Kaynak Metali Isi Tesiri Altindaki Bolge (ITAB) Resuilts
Weld Metal Heat Affected Zone (HAZ)

REFERANS NO / I’/ MUAYENE ELEMANI VEYA MUAYENE KURULUSU

Reference No \ e TE OF ISSUE / EXAMINER OR EXAMINING BODY
SZU-1816303 o ABUSAN GURBUZ

C .= 12.06.2018

SZUTEST UYGUNLUK DEGERLENDIRME A.S.
Szutest Plaza Nato Yolu Cad. Gam Sok. No:7 Umraniye 34775 ISTANBUL / TURKIYE

Szutest.com.tr




KAYNAK YONTEM TEST ONAYI
WELDING PROCEDURE QUALIFICATION RECORD

Muayenr
TS EN ISONEC 17830

AB ODED-M

| SERTLIK TESTI
| Hardness Test
EN ISO 9015-1

REPORT NO:

1322.18.3001

Test numunesi, celik malzeme icin; EN10025-2 standardindaki
gerekleri karsilamaktadir.

The test sample satisfies the requirements of the applied standard (EN10025-
for steel 5355 J2+N

Test Numune No
Test Sample No

Ana Metal
Base (parent)
metal

Isi Tesiri Altindaki
Bdlge (ITAB)
Heat Affected Zone
(HAZ)

Isi Tesiri Altindaki
Bolge (ITAB)
Heat Affected Zone
(HAZ)

Kaynak Metali
Weld Metal

Ana Metal
Base (parent) metal

Sonug
Results

1.Line

(Cizgi)

Min.141
Max.150

Min.171
Max.174

Min.185
Max.188

Min.167
Max.174

Min.145
Max.151

2.Line
(Cizgi)

Min.144
Max.150

Min.170
Max.173

Min.181
Max.187

Min.175
Max.178

Min.152
Max.155

GOZLE MUAYENE
Visual Test
EN ISO 17637

SZU-18148VT03

ULTRASONIK TEST
Ultrasonicc Test
EN ISO 17636

1322.18.2999

PENETRANT TEST
Penetrant Test
EN ISO 3452-1

1322.18.3000

MANYETIK PARCACIK TEST
Magnetic Particle Test
EN ISO 17640

RADYOGRAFIK TEST
Radliographic Test
EN ISO 17636

DiGER

MAKROSKOBIK MUAYENE
Macroscopic Examination
EN ISO 17639

1322.18.3002

Kaynakl baglantimin makroskobik muayenesinde herhangi bir
siireksizlige rastlanmamistir.

Imperfections in the macrostructure of the welded joint were not observed.

REFERANS NO

Reference

No

SZU-1816303

UAYENE ELEMANI VEYA MUAYENE KURULUSU
DATE.OF ISSUE / EXAMINER OR EXAMINING BODY
AN GURBUZ
12.06.2018
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