KAYNAK YONTEMI YETERLILIK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)

Sayfa/Page no: 1/4

Iimalatcl KYYK no/ Kod/ Test Standardy/ -
Manufacture WPQR No i WPQR-TL-L Code/ Testing Standard s [TURK.LOYDUKRU EaE!
'Y netmelik/ Onaylanmmg Kurulus Numaras)/
: N/A ;. NA

Directive / Notified Body No
[imatatev : KALAYCI DENIZCILIK Belge No/ Certificate No . 4605-230417113947-001
\Manufacturer

Adres/ . Kavakpmar mah. izci sokak no:23 D:16 Pendik TL No/ TL Reg.No i 2025-0441

Adress " /lstanbul Kaynak Tarihi/ Date of Welding : 19.06.2025

Kaynak Degiskenleri Yeterlilik Aralig)/ Range of qualification

Welding Variables Yontem 1/ Process 1 Yontem 2/ Process 2
|Kaynak Yontemi/ 141 Tungsten Asal Gaz Kaynagy/ TIG welding with solid filler

Welding Process material (wire/rod)

Mekam.zasyonl Elle/ Manual

Mechanization

Baglant1 ve Kaynak Tipi/ Boru igin: Ahn ve K6se Kaynag), Plaka igin: Alin ve Kose Kaynagi,Bransman Kaynag) >= 60 derece /

For Tube: Butt and Fillet Weld, For Plate:Butt and Fillet Weld,Branch Connection >=60 degree

Type of joint and weld

Ana Malzeme Grubu ve Alt Grubu/

i -1 (Test pargasinm akma degeri ve altindaki akma degerlerini sship gelikleri kapsar)/(Covers the equal or lower specified yield strength steels of the same group)
Parent material group and sub group

Ana Malzeme Kalinhgy BW: 3 mm to 13,6 mm
Parent Material Thickness FW: 3 mm to 13,6 mm

Kaynak Metali Kalinhgy/

Max. 13,6
Weld Metal Thickness(mm) . 150 mm

'Eogaz Kalmligd Stnirlama Yok/ No Restriction

ihiaég té!ﬁ/mgis
el ok Faso, Cok Paso / Multi Run

Single/Multi Run

Boru Dis Capy/
d >= 44,45
|0utsia'e Pipe Diameter -
Bransman Aclfl/ N/A
Branch Angle (°)
PolEulviateemesilostenimil TS EN ISO 14341-AG3Sil
Filler Material Design
Dolgu Malzemesi Ureticisi Simrlama Yok/ No Restriction
Filler Material Make
Dolgu Metali Olgiisii/ ..
Simrl; Yok/ No Restricti
Filler Material Size Hmrtama TOW o Restnenon

EN 14175: If (The qualification is restricted to nominal composition of the

|Koruyucu Gaz/Toz Gisterimi/
y G |shielding gas used in the procedure test according to ISO 14175, A deviation

Designation of Shielding Gas/Flux of max. 10% of the nominal composition of the helyum content is allowed)
Althik Gaz: Gosterimi/ NA

Designation of Backing Gas

Kaynak Akimi ve Kutubu/ DC-

Type of Welding Current and Polarity

Metal Transfer Tipi/ A

Mode of Metal Transfer

3. Sayfaya bakimz (0,75Q-1,25Q) Q : Is1 Girdisi/

G Ean o Sec 3. page (0,75Q-1,25Q) Q:Heat input

Kaynak Pozisyonlarv Biitiin Pozisyonlar, PG, PJ ve J-L045 harig /
Welding Positions All Positions, PG, PJ and J-L045 are excluded
Minimum On Isitma Sicakhgy/ 20 (A decrease of more than 50 oC from recorded preheating temprature on the WPQR requires a re-qualification
Preheat Temparture(°C) A decrease of the preheating temprature is permitted only if the requirements concerning preheating are fulfilled, e.g. ISO/TR 17671-2.)
Maksimum Pasolar Aras: Sicakhik/ 200 (An increase of more than 50 oC in the maximum interpass temprature reached in the welding procedure test shall require re-
Interpass Temparature(“C) qualification)
IKaynak ve Baglant1 Tipi/ 55 nb (Altliks1z/ No backing), ss mb (Metal altikl Material backing), bs (Iki
Type o_f./oint/Weld taraltan/ Both sides), ss gb (Gaz althkl/ Gas backing)
Kaynak Sonrasi Isil islem/ NIA
Post Weld Heat Treament
Diger Bilgi .
ger Bilgiler(8.5 bakimiz)/ W

Other Informations (See 8.5)

esl kaynag yukarida beliriden SIANATAININ RETERING ROTC NAZITTANIIG, KAYDATTING ve 1651 COmTFIT,

eriihkalandiriimis bu
Certified that test welds prepared, welded and tested satisfactorily in accordance with the requirements af the code/testing standard {ndicated above

Kavakpinar mabh. izci sokak no:23
D:16 Pendik / istanbul

ALIYE YILMAZ ADALI CEM YILDIRIM
DUZENLENME TARIHI DATE OF ISSUE TEKNIK YONETICL/
RONONICOCATION INSPEKTOR/ INSPECTOR TECHNICAL MANAGER

Form No: END 670-01/ 11.12.2020



KAYNAK YONTEMI YETERLILIK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)

Sayfa/Page no: 2/4

r Kaynak Testi Kayitlary/ Record of Weld Test
imalatg 6KYS/ Muayene Kurulusu/ =
: -TL-1 a RK LOYD
Manufacture's pWPS No SreRpeRii Examiner Body TUREICONMEY
fimalatei KYYK no/
Manufacture WPOR No : WPQR-TL-1 TL No/ TL Reg.No : 2025-0441
limatatey/ . Ana Malzeme Spesifikasyonu/ t
: KALAYCI DENIZCILIK g
\Manufacturer Parent Material Specification S2398 0 2223lE
Baglant: ve Kaynak Tip¥/ . BORU ALIN KAYNAGI-PIPE BUTT Malzeme Grubu/Material group 11 t L1
Type of joint and weld " WELD (ISO 15608gdre/ acc. to ISO 15608) . 0 ’
MB’ egw"‘d"l:: 2:3‘;3“;70:;““‘"" _ TASLAMA VE FIRCALAMA / Ana Malzeme Kalinhgy/ 68 t 63
| , 7 * GRINDING AND BRUSHING Parent Material Thickhness (mm) A 0 g
reparation cleanin
Minimum &n sitma sicakhgy/ .20 Boru Dis Capv/ R8.9
Preheat temperature (*C) i Qutside Pipe Diameter (mm) ’
Maksimum pasolar arasi
sicaklik/ Interpass : 200 g::::hm::: ?:;s,)'/ N/A
Itemperalure_( °’C) 8!

Kullanilan Kaynak Ydéntemleri/ Welding Processes Used

141 Tungsten Asal Gaz Kaynag)/ TIG welding with

= ar .
Kaynak Yéntemi/ Welding Process solid filler material (wire/rod)

Mekanizasyon/ Mechanization Elle/ Manual
Kaynak Metali Kahnligy Weld Metal
; 6,8
Thickness(mm )- Koge kaynaginda bogaz kalinhigr "a"
Kaynak Pozisyonu/ Welding Position (acc. to
150 6947) H-LO04S
Kaynak¢1 Ad)/ Welder's Name Mahmut USTA
Dolgu m.alzeme51 tammy/ Filler material TS EN ISO 14341-AG3Sil
designation
Dolgu malzemesi iireticisi/ Filler material GEKA
make
|Dolgu malzemesi firinlama yada kurutma/ None
Baking or Drying of Filler Material
Gaz./T 0z gosterimi/ Gas/Flux EN 14175: 11
Koruma/ |design.
Shieldi
R Gaz akig debisi/ Gas flow rate 12-14 1t/dk
Gaz/Toz gosterimi/ Gas/Flux N/A
Althk/ design.
Backi
ACHLS Gaz akas debisi/ Gas flow rate N/A
T lektrot tipi ve dlgiisil/ Tungst
ungsten elektro 'lpl ve olgiisii/ Tungsten N/A N/A
electrode type and size
Oluk agma veya althk detaylary Detail of
. R None ss gb
back gouing or backing
Kaynak sonrasi 1s1l islem ve detaylary Post- N/A

weld heat treatment and detail

Darbeli kaynak detayv Pulse welding detail N/A

Sahmm (Maks. paso genisligi)/ Weaving

(Max. width of run) 16 mm

Oksilasyon/ Oscillation N/A

Kontak memesi/ is parc¢asi mesafesi/ Distance

contact tube/ workpiece 5-15 mm

Plazma kaynag detaylary/ N/A

Plasma welding detail

Torg/ Elektrot aqisv Torch/ Electrode angle 60°-70°

Diger bilgiler (8.5 bakiniz)/ Other N/A
u’nformations (See 8.5) /\

4 J
ALIYE YILMAZ ADALI CE IRIM
.~
INSPEKTOR/ INSPECTOR TEKNIK YONETICI/ TECHNICAL MANAGER

Form No: END 670-01/11.12.2020



KAYNAK YONTEMI{ YETERLILIK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)

Sayfa/Page no: 3/4

Iimalatcl KYYK no/
Manufacture WPQR No

WPQR-TL-1

TL No/

TL Reg.No 2025-0441

KAYNAK HAZIRLIK DETAYLARV WELD PREPARATION DETAILS

Baglant1 Dizayny/ Joint Design

Kaynak Siralary Welding Sequences

= Wiy . ,
— Sy ] ] ]
3 & » : a
SRR i / r L
[z J———T = 4 L A
1-2mm 5 _gm __.!_ |._
KAYNAK DETAYLARY WELD DETAILS
Dolgu malz Alam/ Current | Voltaj/ Voltage Alam fipi ve Tel besleme Kaynak hizi/ N Gl,rdm/
Paso/ Kavnak Yontemi/ Welding P dl¢./ Size of 4 17 K y hz/ Wire Metal transfer tipi/ / d Heat input
Run ynak Yonte elaing Frocess Sfiller material utup./ Type of feed speed | Mode of metal Transfer Gavelspee (Kjfmm)
current and polarity i ( in)
(mm) Min, | Max. | Min. | Max. (m/min) Min Max,
1 |4} Tunesten Asal Gaz Kaynag/ TIG welding with 32 9% | 100 | 12 13 DC- 7 NA 112,50 046 0,55
solid filler material (wire/rod)
41 T i i
2 |4l Tumgsten Assl Gez Kaynags/ TIG welding with 32 9 | w0 | 12| 13 DC- 7 NA 112,50 046 0,55
solid filler material (wire/rod)
3 /:—-
—
4 - /
5
6
7
8
9
10

=,
Ay
ALIYE-VILMAZ ADALI E ILDIRIM
INSPEKTOR/ INSPECTOR ] TEKNIiK YONETICi/ TECHNICAL MANAGER

Form No: END 670-01/ 11.12.2020




KAYNAK YONTEMI YETERLILIK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)

Sayfa/Page no: 4/4

Test Sonuglary Test Results

Iimalatcl KYYK no/ Muayene Kurulusu / -
WPQR-TL-1 TURK LOYDU
Manufacture WPQR No Q Examiner Body
Gozle Muayene/Visual test « Uyeun/dccepted Radyografik Muayene/ Radiographic Test Uygun/Accepted
(Acc. 10 ISO 17637) » DRl 7 (Acc.to ISO 17636-1 or ISO 17636-2) (Report No:GTMRT25312)
Sivi Penetrant Testi/Dye Penerant Test (Acc. to N/A Ultrasonik Test/ Ultrasonic Test (Acc. to A
IS0 3452-1) N IS0 17640)
Manyetik Parcacik Testi/Magnetic Particular Uygun/Accepted Makroskobik Muayene/ Macro Uygun/Accepted
Inspection (Acc. to ISO 17638) (Report No:GTMMT25033) Examination (Acc. to ISO 17639) (Report No:GTMMKR25190)
(Cekme testi/ Tensile Test (ISO 4136) :Uygun/Accepted -( Rapor /Report No:GTMTNS25629) cakli/ 2
ekme testi/ Tensile Test ( ) :Uygun/Accep por /Report No: Temperature(*C)
Tip /No / o " Kopma Balgesi/ Sonug/
Type / No Rp (Nimm2) Rm (Nfmm2) Lt L2 Fracture Locat, Result
INUMUNE 1/ Specimen | 309.7 452,77 N/A N/A Base Material Uygun/Accepted
INUMUNE 2/ Specimen 2 2871 445,03 N/A N/A Base Material Uygun/Accepted
IEK TEST |/ Additional Test 1
IEK TEST 2/ Additional Test 2
i . . Mandrel Capy/{mm})
IEgme Testi/ Bend Test (ISO 5173): Uygun/Accepted -( Rapor /Report No:GTMBND25107) Former Diameter 272
[Tip No / Egme Aqisi (') N Egme Tipi/ Notlar/ Sonug/
Type/ No Bend Angle(") Uzamal Elongation Bend Type Rermarks Result
NUMUNE !/ Specimen ! 180 N/A ROOT Egme N/A Uygun/Accepted
NUMUNE 2/ Specimen 2 180 N/A ROOT Egme NA Uygun/Accepted
INU'MUNE 3/ Specimen 3 180 N/A FACE Egme N/A Uygun/Accepted
INU'MUNE 4/ Specimen 4 180 N/A FACE Egme N/A Uygun/Accepted
|ex TesT 1 additional Test 1
JEX TEST 2/ Additionat Tes: 2
Yénteml igin/ for pr I - Centik Darbe Testi/ Impact Test (ISO 9016) :Uygun/Accepted -( Rapor /Report No:GTMCHR25227) Kabul Degeri/
(i ¢in/ for process I - Centik Darbe D Uy, ccep por /Repo, : Min Requirement
Centik Yen{ Numu.ne Eba.dll Stcakiiki Temperanire Degerler/ Values (J) Ortalama/ Avarage Sonu¢/
(Notch Location Speciment Size T 3 3 Result
IKaynak Metali/ Weld Metal 2,5x10x55mm 20 28,6 229 21 24,00
IITAB/ HAZ 2,5x10x55mm 20 257 22,1 259 25,00
litAB/ HAZ 2,5x10x55mm 20 26,9 248 26,4 26,00
Notlar/ Remarks
- . . . Kabul Degeri/
'Yontem?2 igin/ for process | - Centik Darbe Testi/ Impact Test (ISO 9016) - Min Requirement
Centik Yen{ Nnmll'ne Ebﬂ'dl/ Sicakhil/ Temperanure Degerler! Values (J) Ortalama/ Avarage Sonug/
Notch Location Speciment Size T > 3 Result
|Kaynak Metali/ Weld Metal
ITAB/ HAZ
ITAB/ HAZ
Notlar/ Remarks
—— —_—__———_— —
E i P |S¢nlik Yantemi!
ertlik testi/ Hardness Test (ISO 9015-1 ) :Uygun/Accepted -(Rapor /Report no :GTMHRD25215) Hardness Method I HV10
(Olgiim Noktalary Measurement Points 1 2 3 4 5 6 7 8 9 10 11 12 13 14 15
(Olgulen Degier/ Measured Value 131 138 136 146 145 156 203 197 199 153 150 148 136 132 132 I
(Olgum Noktalar/ Measurement Points 16 17 18 19 20 21 22 23 24 25 26 27 28 29 30
(Olgiilen Deger/ Measured Value 138 133 136 149 151 147 169 168 167 146 149 154 136 135 135
(Olgiim Noklalar/ Measurement Points
Olgalen Deger/ Measured Value
Sertlik Testi Olgiim Noktalan / Hardness Test Location of Measurements
Diger Testler/Other Tests N/A
[ Testlerin slandart veya kodlary/ Tests code or standards N/A
Laboratuvar Rapor No/ Laboratory Report No N/A
Test Sonuglan Kabul Edildi/ Edilmedi N/A /"}
v s T
ALIYE YILMAZ ADALI CEM YILDIRIM
TRSPERTORS TEKNIK YONETICI/
INSPECTOR TECHNICAL MANAGER

Form No: END 670-01/11.12.2020



KAYNAK YONTEM SARTNAMESI (KYS)
WELDING PROCEDURE SPECIFICATION (WPS)

Sayfa/Page no: 1/2

imalater KYS/

Baglanti hazirhk ve temizlik metodu/

. TASLAMA VE FIRCALAMA / GRINDING AND

N -TL-1
Manufa e's WPS No z TP Method of joint preparation,cleaning * BRUSHING
imal KYYK No/ Baglanti ve Kaynak Tipi/ x
' WPQR-TL-1 * BORU ALIN KAYNAGI-PIPE BUTT WELD
Manufe e WPOR No < Type of joint and weld -
fmalatey : KALAYCI DENIZCILIK Ana Malzeme Spesifikasyonu/ - $2350R S2351R
Manufacturer Parent Material Specification
Kod veya Test Standardy Malzeme Grubu/Material group
:  ENISO 15609-1:2007 11 1.1
Code or Test Standard ¥ (ISO 15608'e gire/ acc. to ISO 15608)
Kaynak Pozisyoru/ . Boru Dig Capt/ - 889
Welding Position (acc. to ISO 6947) * Outside Pipe Diameter (mm) "
Yontem 1/ . 141 Tungsien Asal Gaz Kaynagy TIG weiding with & Metali 'Yontem 1/ .
Kaynak Yonteni/  |Process ! *_solid filler material (wire/rod) fiayna | :;"" Process I 5
3 -~ alinly, ‘eld Metal —
Welding Process Yontem 2/ L Yontem 2/
Process 2 Thickness(mm) Process 2 .
Baglant1 DizaynV Joint Design Kaynak Siralary Welding Sequences
= = o = .
T A 4 I ]
o SR 2 i
loe e il o wlw _'T - - - = = - - Al "
—
L2nm 2-4mrn—-|_i-— .
Dolgu malz. Alam tipi 15 T
= _l‘:j;_"“' v ) . "'JT'" ve | vesteme | Metal transter tpi/ [Kaynak Hizw Isi Girdisi/
; 20 Kaynak Yontemi/ Welding Process f‘l)l lzlen{ ¥ Akim/ Current Voltaj/ Voltage Shn I“ﬂ ; hizv/ Wire Mode of metal Travel Speed Hea{ Input
un { e’(m eriai (A) m currin ‘ﬂﬂ /eed:peed l!aﬂsj’e! (mm/"“,") (lg/mm)
un) Min W | e sarn ]P0 | ming Min Max
141 Tungsten Asal Gaz Kaynagy TIG welding with salid
1 filler material (wire/rod) 32 90 100 12 13 DC- 7 N/A 112,50 0,46 0,55
2 141 Tungsten As.al Gaz Kaynagy T1G welding with solid 32 90 100 2 13 DC- 7 NA 112,50 046 0,55
fller materal (wire/rod)
3
4
5
6
7
8
9
10
Yontem 1/Process I Yontem 2/Process 2 Yantem 1/Process 1 Yontem 2/Process 2
Dolgu malzemesi tanimy/ TS ENISO 14341- Kose kaynagmmda bogaz kalinhgy/ NA
Filler material designation AG3Sil Throat thickness for FW (a)(mm)
Dolgu malzemesi iireticisi/ GEKA Kay. sonrasi isil islem ve detaylary/ Post- NA
Filler material make Weld heat tr and detail ]
Dolgu malzemesi firin.-kurutma/ None Darbeli kaynak detayy/ NA
Baking or drying of filler material Pulse welding detail
Gaz/Toz Gisterimi/  |Koruma/ Shielding EN 14175:11 Salinim (Maks. Paso Genigligi)/ =
Gas/Flux design. AWK/ Backing N/A Weaving(Max. Width of Run)
Gaz akis debisi/ Koruma/ Shielding 12-14 lydk Oksilasyon/ NA
Gas flow rate Althk/ Backing N/A Oscillation
Tungsten elektrot tipi ve iilcil"sﬁl NA NA Temas Tiipii / is parcasi me!l?feSl 7 5.15 mm
Tungslen electrode type and size Distance contact tube /workpeice
Oluk agma detaylar/ Plazma kaynag detaylari /
N N None . ) N/A
Detail of back gouing Plasma welding detail
M"I]-( detaylall-ll ssgb Torg/ Elektrot Agist / 60°-70°
Detail of backing Torch/ Electrode Angle
Minimum @n 1sitma sicakligy 20
Preheat temprature (*C) Diger Bilgiler (8.3 balumiz) / A
Maksimum pasolar aras: sicakhl/ 200 Other Informations (See 8.5)
Interpass tempramire (C)
P
ALIYE YILMAZ ADALI LDIRIM

INSPEKTOR!/ INSPECTOR

TEKNIK YONETICY/ TECHNICAL MANAGER

Form No: END 670-01/11.12.2020




KAYNAK YONTEMI YETERLILIK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)

Sayfa/Page no: 1/4

fimalatgt KYYK no/ Kod/ Test Standardy/ .
3 PQR-TL-2 RA I
Manufacture WPQR No wrQ Code/ Testing Standard UEKIEONPUIKY —
Yonetmelik/ . Onaylanmis Kurulus Numarasi/
Directive §NA Notified Body No Wi
[imatatey KALAYCI DENIZCILIK Belge No/ Certificate No . 4695-230417113947-001
Manufacturer
Adres/  Kavakpmar mah. izci sokak no:23 D:16 Pendik TL No/ TL Reg.No t2025-0441
Adress * /listanbul Kaynak Tarihi/ Date of Welding 1 19.06.2025
Kaynak Degiskenleri Yeterlilik Araligy/ Range of qualification
Welding Variables Yoéntem 1/ Process [ Yontem 2/ Process 2
Kaynak Yontemi/ 141 Tungsten Asal Gaz Kaynagy/ TIG welding with solid filler
Welding Process material (wire/rod)
Mekanizasyon/ Elle/ Manual
Mechanization
Baglanti ve Kaynak Tipi/ Boru igin: Alin ve K6se Kaynag), Plaka icin: Alin ve Kdse Kaynagi,Bransman Kaynag >= 60 derece /
Type of joint and weld For Tube: Butt and Fillet Weld, For Plate:Butt and Fillet Weld,Branch Connection >=60 degree
Ana Malzeln_e Grubu ve Alt Grubu/ 8-8 (Aymi grup igindeki alt grup elikleri kapsar/Covers steels in the same sub-group and any lower sub-group within the same group)
Parent material group and sub group
Ana Malzeme Kahnhgy BW: 3 mm to 8 mm
Parent Material Thickness FW:3 mm to 8 mm

Kaynak Metali Kalinhgy/
Weld Metal Thickness{mm)

Max. 8 mm

ogaz Kalnhgy Siirlama Yok/ No Restriction

Throet ﬁh ;'ﬁlmess
ek/Cok FPaso/ Cok Paso / Multi Run

Single/Multi Run

Boru Dis Capv

d>=44,45
Qutside Pipe Diameter mm

Brangman Acisy/
Branch Angle ()

N/A

Dolgu Malzemesi Gosterimi/ ENISO 14343 -AW 10 123 L

Filler Material Design

Dolgu Malzemesi Ureticisi/ |Sinurlama Yok/ No Restriction

Filler Material Make

Dolgu Metali Olgiisii/ -
Sinurl Yok/ No Restricti

Filler Material Size i T o Festenon

EN 14175: Il (The qualification is restricted to nominal composition of the

Koruyucu Gaz/Toz Gésterimi/
y hielding gas used in the procedure test according to 1SO 14175, A deviation

Designation of Shielding Gas/Flux of max. 10% of the nominal composition of the helyum content is allowed)
Altlik Gazi Gosterimi/ /A

Designation of Backing Gas

Kaynak Akimi ve Kutubu/ He?

Type of Welding Current and Polarity

Metal Transfer Tipi/ /A

Mode of Metal Transfer

3. Sayfaya bakimz (Q-1,25Q) Q : Is1 Girdisi/

Is1 Girdisi/ Heat Input See 3. page (Q-1,25Q) Q:Heat input

Kaynak Pozisyonlarv/ Biitiin Pozisyonlar, PG, PJ ve J-L045 hari¢ /

Welding Positions All Positions, PG, PJ and J-L045 are excluded

Minimum On Isitma Sicakhgy/ 20 (A decrease of more than 50 oC from recorded preheating temprature on the WPQR requires a re-qualification

Preheat Temparture(°C) A decrease of the preheating temprature is permitted only if the requirements concerning preheating are fulfilled, e.g. ISO/TR 17671-2.)
Maksimum Pasolar Aras: Sicakhk/ 200 (An increase of more than 50 oC in the maximum interpass temprature reached in the welding procedure test shall require re-
Interpass Temparature(°C) qualification)

Kaynak ve Baglanti Tipi/ ss nb (Althksi2/ No backing). ss mb (Melal althkli/ Malerial backing), bs (1ki

Type ofJoint/Weld tarafian/ Both sides), ss gb (Gaz althkl// Gas backing)

Kaynak Sonrasi Isil Islem/
Post Weld Heat Treament

N/A

Diger Bilgiler(8.5 bakimz)/
Other Informations (See 8.5)

N/A

TTRATANGIrITmag DU (est Kaynagt yuRarion BN KOG/ STRNGACAININ RErCRINe RUre NAZITTANMLY, Alimiy ve (est edimigir,
Certified that test welds prepared, welded and tested satisfactorily in accordance with the requi af the cod ing standard indicated above
Kavakpinar mabh. izci sokak no:23
D:16 Pendik / Istanbul : ‘ ]
2 25
ALIYE YILMAZ ADALI CEM YILDIRIM
DUZENLENME TARIHV DATE OF ISSUE TEKNIK YONETICI/
KONUM/ LOCATION INSPEKTOR/ INSPECTOR TECHNICAL MANAGER

Form No: END 670-01/ 11.12.2020



KAYNAK YONTEMIi YETERLILIK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)

Sayfa/Page no: 2/4

Kaynak Testi Kayitlary Record of Weld Test

temperature("C)

Branch Angle ()

Imalater 6KYS/ Muayene Kurulusu/ 3
Manufacture's pWPS No # Prewps-TL-2 Examiner Body EESEORs
Imalater KYYK no/
: -TL- A : 2025
Manufacture WPQR No WPQR-TL-2 TL No/ TL Reg.No 025-0441
imalatey/ N Ana Malzeme Spesifikasyonu/
: KALAYCI IZCILIK :
Manufacturer : DENIZC Parent Material Specification LAl SLgr
Baglanti ve Kaynak Tipi/ _ BORU ALIN KAYNAGI-PIPE BUTT Malzeme Grubu/Material group .81 t 8.1
Type of joint and weld * WELD (ISO 15608gdre/ acc. to ISO 15608) . 0 ’
E;ft:'d“':; E“E’Z"}’? f“t“‘"““ _ TASLAMA VE FIRCALAMA / Ana Malzeme Kalmbgy A ¢ )
e * GRINDING AND BRUSHING Parent Material Thickhness (mm) o
oreparation.cleaning
Minimum én isitma sicakhgy/ .20 Boru Dig Capy/ 88.9
Preheat temperature (°C) : Outside Fipe Diameter (mm) ’
Maksimum pasolar arast
sicakhik/ Interpass : 200 R e N/A

Kullamlan Kaynak Yéntemleri/ Welding Processes Used

" . . 141 Tungsten Asal Gaz Kaynagl/ TIG welding with
Kaynak Yéntemi/ Welding Process solid filler material (wirefrod)
Mekanizasyon/ Mechanization Elle/ Manual
Kaynak Metali Kalinhgy Weld Metal :
Thickness(mm)- Kose kaynaginda bogaz kalnhg: "a"
Kaynak Pozisyonu/ Welding Position (acc. to
H-
[SO 6947) 1043
Kaynakgt Adv Welder's Name ZEKAI DEMIR
Dolgu m.alzemeS| tammy/ Filler material ENISO 14343 - AW 19 123 L
designation
Dolgu malzemesi ureticisi/ Filler material MAGMAWELD
make
Dolgu malzemesi firinlama yada kurutma/ None
Baking or Drying of Filler Material
Gaz/Toz gosterimi/ Gas/Flux EN 14175: 11
Koruma/ |design.
hieldi
Shielding Gaz akis debisi/ Gas flow rate 12-14 1t/dk
Gaz/Toz gisterimi/ Gas/Flux N/A
Althk/ design.
Backi
acking | az aks debisi/ Gas flow rate N/A
lektrot fini ve dlctish
Tungsten elektrot t.lpl ve ol¢iisi/ Tungsten N/A N/A
electrode type and size
Oluk a¢ma veya althk detaylarv Detail of
R . None ss gb
back gouing or backing
Kaynak sonrast isil islem ve detaylary/ Post-
; N/A
weld heat treatment and detail
|Darbeli kaynak detayy/ Pulse welding detail N/A
Sahmm (Maks. paso genisligi)/ Weaving .
(Max. width of run)
loksitasyons Oscitiation N/A
Kontak memesi/ is par¢asi mesafesi/ Distance
. 5-15 mm
contact tube/ workpiece
Plazma kaynag detaylary/ N/A
Plasma welding detail
Torg/ Elektrot agisi/ Torch/ Electrode angle 60°-70°
Diger bilgiler (8.5 bakiniz)/ Other N/A
informations (See 8.5) )
- I
ALIYE YILMAZ ADALI CE DIRIM
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KAYNAK YONTEMI YETERLILIK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)
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Iimalatc;l KYYK no/
Manufacture WPQR No

WPQR-TL-2

TL No/

TL Reg.No 2025-0441

KAYNAK HAZIRLIK DETAYLARI/ WELD PREPARATION DETAILS

Baglant1 Dizayny/ Joint Design

Kaynak Siralary Welding Sequences

— 60 —

‘j.h | b A
liEs e e

= -

J
1-2mm 2-4mm -—-I. !——

O

KAYNAK DETAYLARY WELD DETAILS

: Ist Girdisi/
Paso/ 2;'5‘;[2’:: Akamy/ Current | Voltaj/ Voitage Alam tipi ve T:llz:’;;::e Metal transfer tipi/ Kaynak hizi/ Heat input
Run Kaynak Yéntemi/ Welding Process filler material “ ) . i:::l;::y :: ':{1, & feed speed | Mode of metal Transfer Dol s’fzfd (Kj/mm)
i . (
(mm) Min. | Max. | Min. | Max (m/min) Min Max.
1 [M4] Tunesten Asal Gaz Kaynagy/ TIG welding with 24 5 | o | 10| n DC- 7 NA 6668 0,54 0,63
solid filler material (wire/rod)
141 Tungsten Asal Gaz Kaynag/ TIG welding with
24 - /.
2 solid filler material (wire/rod) X 75 80 10 11 DC. 7 N/A 66,68 0,54 0,63
3 p——
— —)
—
4 il /
5
6
7
8
9
10

Z

(bt

ALIYE YILMAZ ADALI

J

CEMYILDIRIM
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KAYNAK YONTEMI YETERLILIK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)
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I Test Sonuglary/ Test Results
Iimalatcl KYYK no/ Muayene Kurulusu / -
¢ WPQR-TL-2 * TURKLOYDU
Manufacture WPQR No : Q Examiner Body "
(Gozle Muayene/Visual test S — Radyografik Muayene/ Radiographic Test Uygun/Accepted
(Acc. to ISO 17637) s e 7 (Acc.to ISO 17636-1 or ISO 17636-2) (Report No:GTMRT25312)
Sivi Penetrant Testi/Dye Penerant Test (Acc. to 2 [ Ultrasonik Test/ Ultrasonic Test (Acc. to A
ISO 3452-1) * IS0 17640)
Manyetik Parcacik Testi/Magnetic Particular Uygun/Accepted Makroskobik Muayene/ Macro . Uygun/Accepted
Inspection (Acc. to ISO 17638) * {(Report No:GTMMT25033) Examination (Acc. to ISO 17639) " (Report No:GTMMKR25191)
Kkme testi/ Tensile Test (ISO 4136) :Uygun/Accepted -( Rapor /Report No:GTMTNS25630) i 3
(Cekme tes ensile Test (] ) :Uygun/Accepted -( Rapor /Report No: Temperature(*C)
Tip /No / N Kopma Bélgesi/ Sonug/
Z%
Type / No Rp (Nmm2) Rm (Nimm2) Al ° Fracture Locat, Result
NUMUNE |/ Specimen 1 312,68 585,19 N/A N/A Base Material Uygun/Accepted
NUMUNE 2/ Specimen 2 303,28 576,83 N/A N/A Base Material Uygur/Accepted
EK TEST 1/ Additional Test |
EK TEST 2/ Additional Test 2
. i | Mandrel Capi/(mm)
IEgme Testi/ Bend Test (ISO 5173): Uygun/Accepted -( Rapor /Report No:GTMBND25108) Former Diameter 16
Tip /No/ Egme Aqist (') ) Egme Tipi/ Notlar/ Sonug/
Type / No Bend Angle(”) Uzama/ Elongation Bend Type Rermarks Result
NUMUNE 1/ Specimen 1 180 N/A ROOT Egme N/A Uygur/Accepted
NUMUNE 2/ Specimen 2 180 N/A ROOT Egme N/A Uygun/Accepted
INUMUNE 3/ Specimen 3 180 N/A FACE Egme N/A Uygun/Accepted
INUMUNE 4/ Specimen 4 180 N/A FACE Egme N/A Uygun/Accepted
EK TEST 1/ Additional Test !
IEK TEST 2/ Additional Test 2
Yonteml igin/ fo ! tik Darbe Testi/ Impact Test (ISO 9016) :Uygun/Accepted - Rapor /Report No:GTMCHR25228) Kabul Degeri/
dnteml igin/ for process I - Centik Darbe Testi/ Impact Test (| ‘Uygun/Accepted -( Rapor /Report No: Min Requirement
(Centik Yen{ Numu'ne be'dl/ Sicaklik! Temperanire Deperler/ Values (J) Ortalamal Avarage Sonug/
Notch Location Speciment Size T 5 3 Result
Kaynak Metall/ Weld Metal 2,5x10x55mm 20 239 31.2 30,6 29,00
IITAB/ HAZ 2,5x10x55mm 20 30,1 264 28.4 28,00
[iTaB/ Haz 2,5x10x55mm 20 274 28,7 296 29,00
Notlar/ Remarks
= oy N q Kabul Degeri/
Yontem2 icin/ for process i - Centik Darbe Testi/ Impact Test (1ISO 9016) - Min Requirement
Centik Yerl{ Numlfne Ebafhl Sicakhk/ Temperature Degerler/ Values (J) Ortalama/ Avarage Sonug/
Notch Location Speciment Size i 3 3 Resulr
[Kaynak Metali/ Weld Metal
ITAB/ HAZ
ITAB/ HAZ
Notlar/ Remarks
— e e ——————
. . . |Seﬁ.lik Yontemi'
ertlik testi/ Hardness Test (ISO 9015-1) :Uygun/Accepted -(Rapor /Report no: N/A) Hardness Method HVI0
(Olgum Noktalar/ Measurement Points 1 2 3 4 5 6 7 8 9 10 11 12 13 14 15
(Olgilen Deger/ Measured Value
Olgim Noktalarn/ Measurement Points 16 17 18 19 20 21 22 23 24 25 26 27 28 29 30
(Olgilen Deger/ Measured Value
[Olgum Noklalan/ Measurement Points
Olgiilen Deger/ Measured Value
|Sertlik Testi Olciim Noktalani / Hardness Test Location of Measurements
Diger Testler/Other Tests : N/A
Testlerin slandan veya kodlan/ Tests code or standards : N/A
Laboratuvar Rapor No/ Laboratory Report No . N/A
ITc:l Sonuglari Kabul Edildi/ Edilmedi : N/A
e
=
ALIYE YILMAZ ADALI M YIYDIRIM
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KAYNAK YONTEM SARTNAMESI (KYS)
WELDING PROCEDURE SPECIFICATION (WPS)

Sayfa/Page no: 1/2

imalater KYS/ ¢ Prewns-TL-2 IBaglantl hazirlik ve temizlik metodu/ . TASLAMA VE FIRCALAMA / GRINDING AND
| Manufacture's WPS No (TP Method of joint preparation,cleaning * BRUSHING
Imalatgt KYYK No/ Baglanti ve Kaynak Tipi/

: WPQR-TL-2 » BORU ALIN KAYNAGI-PIPE BUTT WELD
Manufacture WPQR No - Q Type of joint and weld :

| Imalat¢y/ © KALAYCI DENIZCILIK Ana Malumc.a Spesnf.lkasy.onu/ < 3t6L el
Manufacturer Parent Material Specification
Kod veya Test Standardy/ Malzeme Grubu/Material group
ENISO 15609-1:2007 + 8.1 8.1
Code or Test Standard (ISO 15608'e gore/ acc. to ISO 15608) *
Kaynak Pozisyonu/ - Boru Diy Capy/ . 589
Welding Position (acc. to I1SO 6947) " Outside Pipe Diameter (mm) o
Yantem 1/ . 141 Tungsten Asal Gar Kaynagy/ TIG welding with Kaynak Metali Yoniem L/ :
Kaynak Yo i/ Process | *_solid filler material {(wire/rod) K ‘f'": . Wa y Process 1 ;3
N : — eld Metal
Welding Process Yéntem 2/ Thickness(mm) ¥ ontem 2/
Process 2 £ Process 2
Baglanti Dizaynv Joint Design Kaynak Siralany/ Welding Sequences
' — 0 =,
\ 7 " - —— - "
I - . \ _I. ) 1 J r Fs !l . : j -
b I \ h ’." - "dr‘f x 7 ] T
i_..L___ __j = = . __] | 7
| - "
1-2mm—p_40m '—"*:,l'

Dolgu malz. Alam tipi i icdis
pasol _l° ’/1'; ; ) } m"'””' ve /| pesteme | metal transter pi/ |Kaynak Hzv Isi Girdisi/
e Kaynak Yantemi/ Welding Process f‘;lc;m‘zler(: . Akom/ Current Voltaj/ Voltage utup. ;"Peda buzy Wire Mode of metal Travel Speed Hea{ Input

“a . A {7 cnrr(lzn an feed speed transfer (mm/min) (Kj/imm)
() Min_ Wax | Min Max | PO L i Min,_ Max.
141 Tungsten Asal Gaz Kaynagy/ TIG welding with solid
1 filler material (wire/rod) 24 75 80 10 11 DC- 7 NA 66,68 0,54 0,63
141 Tungsien Asal Gaz Kaynagy TIG welding with solid
2 filler material (wire/rod) 24 75 80 10 84 DC- 7/ NA 66,68 0,54 0,63
3
4
5
6
7
8
9
10
Yiontem 1/Process I Yontem 2/Process 2 Ydntem 1/Process / Yintem 2/Process 2
Dolgu malzemesi tanimy/ ENISO 14343 - AW 19 Kase kayna@ginda bogaz kalinhgv NA
Filler material designation 123L Throat thickness for FW (a)(mm)
Dolgu malzeresi iireticisi/ Kay. sonrasi 1sil iglem ve detaylary Post-
MAGMAWELD N/A
Filler material make Weld heat treatment and detail |
Delgu malzemesi firnn.-kurutma/ None Darbeli kaynak detayy/ NA
|Balking or drying of filler material Pulse welding detail
Gaw/Toz Gisterimi/ | Koruma’ Shielding EN 14175: 11 Salimm (Maks. Paso Genisligi)/ e
Gas/Flux design. Alilik Backing NA Weaving(Max. Width of Run)
Gaz alag debisi/ Koruma' Shielding 12-14 It/dk Oksilasyon/ NA
Gas flow rate Al Backing N/A Oscillation
Tungsten elektrot tipi ve dlgiisi/ NA N/A Temas Tiipii / is parcas) mesa?fesi / 515 mm
Tungsten electrode type and size Distance contact tube /workpeice
Oluk a¢ma detaylary/ - Plazma kaynag detaylar / R
Detail of back gouing Plasma welding detail
Althk detaylary s eb Torg/ Elektrot Agisi / 60°-70°
| Detail of backing £ Torch/ Electrode Angle
Minimum 6n 1sitma sicakhgv 2
Preheat temprature (*C) Diger Bilgiler (8.5 bakimiz) / NiA
Maksimom pasolar aras: sicakhk/ 200 Other Informations (See 8.5)
Interpass tempraure (') o
P 1
ALIYE YILMAZ ADALI CE ILDIRIM

INSPEKTOR/ INSPECTOR

TEKNIK YONETICY TECHNICAL MANAGER
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KAYNAK YONTEMI YETERLILIK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)
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Ilmalat;n KYYK no/ Kod/ Test Standardy i
Manufacture WPQOR No WEQRIIES Code/ Testing Standard URRIEONDUKY il
Yonetmelik/ Onaylanmig Kurulus Numarasy/
Directive NA Notified Body No N/A
Jmatatev KALAYCI DENIZCILIK Belge Nof Certificate No 4695-230417113947-001
\Manufacturer
Adres/ Kavakpmar mah. izci sokak no:23 D:16 Pendik TL Nof TL Reg.No 2025-0441
| Adress / stanbul Kaynak Tarihi/ Date of Welding 19.06.2025
YT ] o o
Kaynak Degiskenleri Yeterlilik Arahgy Range of qualification
Welding Variables Yontem 1/ Process | Yontem 2/ Process 2
Kaynak Yéntemi/ 141 Tungsten Asal Gaz Kaynagy TIG welding with solid filler
Welding Process material (wire/rod)
Meknm.zasy.'on/ Elle/ Manual
Mechanization
Baglant1 ve Kaynak Tipi/ Boru igin: Alin ve Kége Kaynag, Plaka igin: Alin ve Kége Kaynag),Bransman Kaynagi >= 60 derece /

Type of joint and weld

For Tube: Butt and Fillet Weld, For Plate:Butt and Fillet Weld,Branch Connection >=60 degree

Ana Malzeme Grubu ve Alt Grubu/
Parent material group and sub group

8-8 (Avm grup igindeki all grup gelikleri kapsar/Covers sicels in the same sub-group and any lower sub-group within the same group)

Ana Malzeme Kalinhgy
Parent Material Thickness

BW: 1,45 mm to 5,8 mm
FW: 2,03 mm to 5,8 mm

Kaynak Metali Kalinhgy
Weld Metal Thickness(mm)

Max. 5,8 mm

|Bogaz Kalinhig/

Smirlama Yok/ No Restriction

Throat thickness
lelaifoﬁ ﬁaso/

Single/Multi Run

‘Tek veya Cok Paso/ Single or Multi Run

Boru Dis Capy/
Outside Pipe Diameter

d>=13,45 mm

Bransman Aqist/
Branch Angle (°)

N/A

Dolgu Malzemesi Gosterimi/

ENISO 14343 -AW 19123 L

Filler Material Design

DOIgu Malzemesi Ureticisi/ Smrlama Yok/ No Restriction

Filler Material Make

Dolgu Metali Olgiisii/ -
Stnurl; Yok/ No Restricti

Filler Material Size g i

IKoruyucu Gaz/Toz Gisterimi/
Designation of Shielding Gas/Flux

EN 14175: [1 {The qualification is restricted to nominal composition of the
shielding gas used in the procedure test according to ISO 14175, A deviation
of max. 10% of the nominal composition of the helyum content is allowed)

Althk Gazi Gosterimi/

N/A
Designation of Backing Gas
Kaynak Akimi ve Kutubu/ be
Type of Welding Current and Polarity
qutal Transfer Tipi/ N/A
Mode of Metal Transfer
N 3, Sayfaya bakimz Q : Is1 Girdisi/
Is1 Girdisi/ Heat Input See 3. page Q:Heat input
Kaynak Pozisyonlary Biitiin Pozisyonlar /All Positions
Welding Positions

Minimum On Isitma Sicakligy/
Preheat Temparture(°C)

20 (A decrease of more than 50 oC from recorded preheating temprature on the WPQR requires a re-qualification
A decrease of the preheating temprature is permitted only if the requirements concerning preheating are fulfilled, e.g, ISO/TR 17671-2.)

Maksimum Pasolar Arasi Sicakhk/
Interpass Temparature(°C)

200 (An increase of more than 50 oC in the maximum interpass temprature reached in the welding procedure test shall require re-

qualification)

Kaynak ve Baglant Tipi/
Type of Joint/Weld

ss nb (Althksiz/ No backing), ss mb (Metal altlikly/ Malerial backing), bs (Iki
laraftan/ Both sides), ss gb (Gaz althikly Gas backing)

Kaynak Sonrast Isil Islem/ N/A
Post Weld Heat Treament
Diger Bilgiler(8.5 bakimiz)/ NIA

Other Informations (See 8.5)

andardinm gel ne gore hazyrianmig, Kaynatilmig ve [es migtir,
7 : v vt

MTRalandiniing bu (est Kaynagt yukanda belri
Certified that test welds prepared, welded and tested

ily in acc with the regui efthe ¢ { above
Kavakpinar mabh. izci sokak no:23
D:16 Pendik / Istanbul
0
ALIYE YILMAZ ADALI CE IRIM
DUZENLENME TARIHV DATE OF ISSUE TEKNIK YONETICU
RONUMIGEHTION INSPEKTOR/ INSPECTOR TECHNICAL MANAGER
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KAYNAK YONTEMI YETERLILIK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)
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Kaynak Testi Kayitlary Record of Weld Test

Imalatg 6KYS/

Muayene Kurnlusw/

Manufacture's pWPS No iR Examiner Body % TURK LOYDU
Jimalater KYYK no/
: -TL- d : 2025-
Manufacture WPQOR No WPQR-TL-3 TL No/ TL Reg.No 025-0441
limalatgy . Ana Malzeme Spesifikasyonu/ t
: KALAYCI DENIZCILIK :
Manufacturer ¢ Parent Material Specification 0L o o
Baglanti ve Kaynak Tipi/ . BORUALIN KAYNAGI-PIPE BUTT Maizeme Grubu/Material group .81 t 8.1
Type of joint and weld ° WELD (ISO 15608gére/ acc. to ISO 15608) T o ’
el E:;:“:;;fo:ni““z"" TASLAMA VEFIRGALAMA/  Apa Malzeme Kalnhigy Py ¢ .
I i o * GRINDING AND BRUSHING Parent Material Thickhness (mm) S 0 '
reparation,cleaning
Minimum 6n 1sitma sicakhgy/ . 20 Boru Dis Capy/ . 26.9
Preheat temperature (°C) : Outside Pipe Diameter (mm) ="
Maksimum pasolar arast
sicakll/ Inserpass : 200 g:::::';: ‘76“';5,)'/ : N/A
l.'emperarure( ‘C) £
Kullanilan Kaynak Yontemleri/ Welding Processes Used
Kaynak Yéntemi/ Welding Process 141 Tungsten 'Asa] Gaz Ka}fnagl/ ITIG welding with
solid filler material (wire/rod)
Mekanizasyon/ Mechanization Elle/ Manual
Kaynak Metali Kalinhgy/ Weld Metal
: 2,9
rThthmess( 'mm)- Koge kaynaginda bogaz kalnhg: "a"
Kaynak Pozisyonu/ Welding Position (acc. to
ISO 6947) H-L045
Kaynake1 Adv/ Welder's Name FATIH UCAR
Dolgu m.alzemeSI tammy Filler material ENISO 14343 - AW 19 123 L
designation
DZ;SZ“ malzemest ureticisi/ Filler material MAGMAWELD
Dolgu malzemesi firmlama yada kurutma/ None
Baking or Drying of Filler Material
Ga.ﬂT oz gosterimi/ Gas/Flux EN 14175: 11
Koruma/ |design.
Shielding | -y akas debisi/ Gas flow rate 12-14 1t/dk
Gaz/Toz gosterimi/ Gas/Flux N/A
Althk/ design.
Backing |4z akus debisi/ Gas flow rate N/A
T ten elektrot tipi ve dl¢iisi
ungsten elektro .pl ve ol¢iisii/ Tungsten N/A N/A
electrode type and size
Oluk agn.la veya alt!lk detaylary Detail of None .
back gouing or backing
Kaynak sonrasi isil islem ve detaylary/ Post- N/A
weld heat treatment and detail
|Darbeli kaynak detayy/ Pulse welding detail N/A
Salinim (Maks. paso genisligi)/ Weaving 16 mm
(Max. width of run)
Oksilasyon/ Oscillation N/A
Kontak memesi/ is .parc;aﬂ mesafesi/ Distance 5-15 mm
contact tube/ workpiece
Plazma kaynag detaylary N/A
Plasma welding detail
Torg/ Elektrot aqisi/ Torch/ Electrode angle 60°-70°
D_iger bilgiler (8.5 bakiniz)/ Other
; i N/A
Linformations (See 8.5)
- L 1
ALIYE YILMAZ ADALI CEM
INSPEKTOR/ INSPECTOR TEKNIK YONETICU TECHNICAL MANAGER
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KAYNAK YONTEMI YETERLILIK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)
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Iimalatcl KYYK no/

Manufacture WPOR No

WPQR-TL-3

TL No/

TL Reg.No 2025-0441

KAYNAK HAZIRLIK DETAYLARI/ WELD PREPARATION DETAILS

Baglant1 Dizayny/ Joint Design

Kaynak Siralary Welding Sequences

- 60 —~ = g S
e w -y J
Jie Al £ : - X A 5
[ ey i [ e £ [
1-2mm | - '
2-4mm h=—
KAYNAK DETAYLARY/ WELD DETAILS
Ist Girdisi/
Paso/ l';l‘)ljl.;ilz':; Alam/ Curent || Voltal/ Voltage eI Tl':lz:e;::: * Metal transfer tipi/ Kaynak hiz/ l-slleallil;t;t
Run Kaynak Yontemi/ Welding Process i lI:r material (4) 4 kutup./Type of Jeed speed | Mode of metal Tmnl.’v Sfer Travel speed (Kj/mm)
urrent and polarity 3 in)
(mm) Min, | Max. | Min. | Max (m/min) Min Max.
1 |41 Tunesten Asal Gaz Kaynag/ TIG welding with 24 60 65 10 1 DpC- 7 N/A 112,50 026 0,31
solid filler material (wire/rod)
141 Tungsten Asal Gaz Kaynagi/ TIG welding with
2 ol filler caterial (wirckod) 24 60 65 10 1 DC- 7 N/A 112,50 0,26 0,31
3 b
— ———
4 _ /
5
6
7
8
9
10
-
ALIY ILMAZ ADALI CE DIRIM
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KAYNAK YONTEMI YETERLILIK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)
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| Test Sonuglary/ Test Results
Iimalam KYYKno/ Muayene Kurulusu / 3

¢ WPQR-TL-3 * TURKLOYDU
Manufacture WPQR No g Q Examiner Body =
(Gozle Muayene/Visual test 5 e Radyografik Muayene/ Radiographic Test | Uygun/Accepted
(Acc. to ISO 17637) . v 7 (Acc.to ISO 17636-1 or ISO 17636-2) *  (Report No:GTMRT25312)
Sivi Penetrant Testi/Dye Penerant Test (Acc.to A Ultrasonik Test/ Ultrasonic Test (Acc. to & A
1SO 3452-1) . IS0 17640) .
Manyetik Par¢acik Testi/Magnetic Particular . Uygun/Accepted Makroskobik Muayene/ Macro . Uygun/Accepted
Inspection (Acc. to ISO 17638) * (Report No:GTMMT25033) Examination (Acc, to ISO 17639) * (Report No:GTMMKR25192)
' kme testi/ Tensile Test (ISO 4136) :Uygun/Accepted -( Rapor /Report No:GTMTNS25631) ieakiik/ 2
Cekme testi/ Tensile Test ( ) :Uygun/Accepted -( Rapor /Report No: Temperaiure("C)
Tip /No/ o N Kopma Bélgesi/ Sonu¢/
Type / No Rp (Nmm2) Ly e z% Fracture Locat. Result
NUMUNE 1/ Specimen ! 33471 614,17 N/A N/A Base Material Uygun/Accepted
NUMUNE 2/ Specimen 2 292,12 577.12 N/A N/A Base Material Uygun/Accepted
[EK TEST 1/ Additional Test |
[EK TEST 2/ Additional Test 2

. Mandrel Capy/(mm)
: - : 1
IEgme Testi/ Bend Test (ISO 5173): Uygun/Accepted -( Rapor /Report No:GTMBND25109) Former Diameter 6
Tip /No / Egme Aqisi (') . Egme Tipi/ Notlar/ Sonug¢/
Type / No Bend Angle(”) Uzama/ Elongation Bend Type Rermarks Result
NUMUNE 1/ Specimen ! 180 N/A ROOT Egme N/A Uygun/Accepted
‘NUMUNE 2/ Specimen 2 180 N/A ROOT Egme N/A Uygun/Accepted
lNUMUNE 3/ Specimen 3 180 N/A FACE Egme N/A Uygur/Accepted
INUMUNE 4/ Specimen 4 180 N/A FACE Egme N/A Uygun/Accepted
|Ex TEST v 4ddisional Test 1
|EK TEST 2/ Additionai Test 2
- = " . i . Kabul Degeri/
'Vénteml icin/ for process I - Centik Darbe Testi/ Impact Test (ISO 9016) :Uygun/Accepted -( Rapor /Report No:N/A) Min Requirement
Centik Yen( Numlfne Eba'dll Stcaklik/ Temperature Degerler/ Vaiues (J) Ortalama/ Avarage Sonug/
Notch Location Speciment Size T 5 T Result
JKaynak Metali/ Weld Metal
ITAB/ HAZ
ITAB/ HAZ
Notlar/ Remarks
. — . : Kabul Degeri/
Yontem2 igin/ for process / - Centik Darbe Testi/ [mpact Test (ISO 9016) - Min Requirement
Centik Yeri/ Ebadi/ | Degerler/ Values (J) Sonug/
I{Va{ch Location Speciment Size Temperamre T > 3 L AT Result
[Kaymak Metalis weld Metal
frras/naz
JrraB Az
INotlar/ Remarks
e — —

Sertlik Yontemi
IS:ﬂIIk testi/ Hardness Test (ISO 9015-1) :Uygun/Accepted (Rapor /Report no: N/A) | H:n;rfe:::d:::z ' I HV10

(Olgum Noktalar/ Measurement Poinits 1 2 3 4 5 6 7 8 9 10 11 12 13 14 15
(Olgilen Deger/ Measured Value I
Olgum Noktalary Measurement Points 16 17 18 19 20 21 22 23 24 25 26 27 28 29 30
(Olgulen Deger/ Measured Value
Olgiim Noktalary Measurement Points
Olgiilen Deger/ Measured Value
ISertlik Testi Olgiim Noktalari / Hardness Test Location of Measurements

'Diger Tesller/Other Tests ¢ N/A

[ Testlerin slandart veya kodlary/ Tests code or standards . N/A

{Laboratuvar Rapor No/ Laboratory Report No : N/A

[Test Sonuglan Kabul Edildi/ Edilmed: : NA

ALIYE YILMAZ ADALI LDIRIM
INSPEKTOR/ TE
INSPECTOR TECHNICAL MANAGER
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KAYNAK YONTEM SARTNAMESI (KYS)
WELDING PROCEDURE SPECIFICATION (WPS)

Sayfa/Page no: 1/2

imalate KYS/ 2 Prowps.TL3 Baglanti hazirlik ve temizlik metodu/ . TASLAMA VE FIRCALAMA / GRINDING AND
Manufacture's WPS No S Method of joint preparation,cleaning * BRUSHING
Imalater KYYK No/ Baglanti ve Kaynak Tipi/
* WPQR-TL-3 » BORU ALIN KAYNAGI-PIPE BUTT WELD
Manufacture WPOR No a2 . Type of joint and weld X
Imalatey/ - KALAYCI DENIZCILIK Ana Malzem? Spesnf,kasy'unu/ - 316L RTL
| Manufacturer Parent Material Specification
Kod veya Test Standardv/ Malzeme Grubw/Material group
: ENISO 15609-1:2007 s 81 8.1
Code or Test Standard : (ISO 15608'e gire/ acc. to ISO 15608 ) *
Kaynak Pozisyonu/ HL045 Boru Dig Capv/ 269
Welding Position (acc. to ISO 6947) QOutside Pipe Diameter (mm) ’
Yontem 1/ . L1 Tungsten Asal Gar Kaynagy TIG welding with ik - Yantem 1/ 2
Kaynak Yontemi/ | process | * solid filler material (wireitod) e teral P02 H3
Welding Process Yontem 2/ i Thickne P Yantem 2/
Process 2 X Akl mint) Process 2

Baglant1 Dizaynv Joint Design

Kaynak Siralary Welding Sequences

&) \

s b i A _'
R ML e
1-2mm—£;m ~--:' I——

malz e Tel
- '_’I""f;. > . hAI""",;'." ":}, besleme | Metal transfer tipl/ |Kaynak Hizy | 1t Girdisi/
:so Kaynak Yéntemi/ Welding Process ‘;";' 'Ile: y Akim/ Current Voltaj/ Voliage e r“p:d hizv Wire Mode of metal Travel Speed He"_‘ Input
un Siller material 4 7] currin llz feed speed iransfer (min/min) (Kjtmn)
(iman) Min_ Max | Min__ Max. Polanty | o miny Min___ Max.
141 Tungsten Asal Gez Kaynagy TIG welding with solid
1 filler material (wire/rod) 2,4 60 65 10 1 DC- 7 NA 112,50 0,26 0,31
2 141 Tungsl.lcn Aslal Gaz Kaynagy T1G welding wath solid 24 50 5 10 1 DC- 7 N/A 112,50 0.26 031
filler material (wire'rod)
3
4
5
6
7
8
9
10
Yintem 1/Process I Ydéntem 2/Process 2 Yintem 1/Process | Yontem 2/Process 2
Dolgu malzemesi tanmimy/ ENISO 14343 - AW 19 Kose kaynaginda bogaz kalmhgy/ A
Filler material designation 123L Throat thickness for FW (a)(mm)
D-olgu malzgmesu iireticisi/ MAGMAWELD Kay. sonrasi sl iglem ve det.aylan/ Post- . A
Filler material make Weld heat treatment and detail
Dolgu malzemesi firiz.-kurutma/ None Darbeli kaynak detayy/ NA
Baking or drying of filler material Puise welding detail
Gaz/Toz Gosterimi/ ~ |Koruma! Shielding EN 14175: 11 Salnim (Maks. Paso Genisligi)/ G
Gas/Flux design. Al Backing N/A Weaving(Max. Width of Run)
Gaz akiy debisi/ Koruma' Shielding 12-14 lvdk Oksilasyon/ Ta
Gas flow rate AWl Backing N/A Oscillation
‘Tungsten elektrot tipi ve chl.lsll/ ! NA NA Temas Tiipii / ig parcas) mesafesi / 515 mm
Tungsten electrode type and size Distance contact tube /workpeice
Oluk a¢ma detaylar/ e Plazma kaynag: detaylar / NA
Detail of back gouing Plasma welding detail
Althk detaylary ssab Tor¢/ Elektrot Acisi / 60°-70°
Detail of backing & Torch/ Electrode Angle
[Minimum on 1sitma sicakligy 2
Preheat tempratre ("C) Digier Bilgiler (8.5 bakiniz) / A
Maksimum pasolar aras: sicakhk/ 200 Other Informations (See 8.5)
Interpass rempramire { CJ
Pl |
'2/
ALIYE YILMAZ ADALI CEM DIRIM

INSPEKTOR/ INSPECTOR

TEKNIK YONETICI/ TECHNICAL MANAGER
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KAYNAK YONTEMI YETERLILIK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)

Sayfa/Page no: 1/4

I'[malats;l KYYK no/ Kod/ Test Standardy/ -
WPQR-TL4 RAL

Manufacture WPOR No Q Code/ Testing Standard TURK LOYDU KU LARI
Yénetmelik/ Onaylanmig Kurulug Numarasi/

Directive N/A Notified Body No R
[imatate KALAYCI DENIZCILIK Belge Nof Certificate No 4695-230417113947-001
Manufacturer

Adres/ Kavakpinar mah. izci sokak no:23 D:16 Pendik TL No/ TL Reg.No 2025-0441

Adress / Istanbul Kaynak Tarih/ Date of Welding 19.06.2025

Kaynak Degiskenleri Yeterlilik ArahgV Range of qualification

Welding Variables Yéntem 1/ Process 1 Yontem 2/ Process 2

Kaynak Yoéntemi/
Welding Process

141 Tungsten Asal Gaz Kaynagy/ TIG welding with solid filler
material (wire/rod)

136 Ozlis Tel Elektrotla Metal Aktif Gaz Kaynagy MAG welding with
flux cored electrode

Mekanizasyon/
Mechanization

Elle/ Manual

Mekanize/ Mechanize

Baglanti ve Kaynak Tipi/
Tvpe of joint and weld

Boru igin: Alin ve Kése Kaynagt, Plaka igin: Alin ve Kése Kaynags,Bransman Kaynagi >= 60 derece /
For Tube: Butt and Fillet Weld, For Plate:Butt and Fillet Weld,Branch Connection >=60 degree

Ana Malzeme Grubu ve Alt Grubu/
Parent material group and sub group

1.1 (Test pargasinin akma defieri ve alunduki akma degerlerini ship gelikleni kapsar)/(Covers the equal or lower specificd yield strength sicels of the same group)

Ana Malzeme Kahnhgy/
Parent Material Thiciness

BW: 3 mm to 13,2 mm
FW: 3 mm to 13,2 mm

Kaynak Metali Kabinhgy

Branch Angle ()

Max. Max. 5,2
Weld Metal Thickness(mm) Max. 8 mm frax mm
BOgaz Kz.llmllgl/ Sinirlama Yok/ No Restriction 1,95 mm to 3,9 mm
Throat thzclme.;s
ek/Cok Paso.
ok Paso / Multi Run Tek Paso / Single Run
Single/Multi Run Cok Paso / Mu B
Boru Dhs Capy/
d >= 70,65 mm
IOutside Pipe Diameter
IB
ransman Agisy/ R

Dolgu Malzemesi Gosterimi/

TS EN ISO 14341-AG3Si!

TSENISO 17632-AT462PM 1

Filler Material Design

Dolgu Malzemesi Ureticisi/ hSlmrIama Yok/ No Restriction

Filler Material Make

Df)lgu Meta!l Olf;usu/ Simirlama Yok/ No Restriction Simirlama Yok/ No Restriction
Filler Material Size

IKoruyucu Gaz/Toz Gosterimi/
Designation of Shielding Gas/Flux

EN 14175: [1 (The qualification is restricted to nominal composition of the
hielding gas used in the procedure test according to ISO 14175, A deviation
of max. 10% of the nominal composition of the helyum content is allowed)

EN 14175: MI1-2 (The qualification is restricted to nominal composition of the
shielding gas used in the procedure test according to 1SO 14175, A deviation of
max. 10% of the nominal composition of the helyum content is allowed)

Althk Gazy Gosterimi/

N/A
Designation of Backing Gas
Kaynak Alkumi ve Kutubu/ De. 5o
Type of Welding Current and Polarity
Metal Transfer Tipi/ NIA
Mode of Metal Transfer

Isi Girdisi/ Heat Input

3. Sayfaya bakiniz (0,75Q-1,25Q) Q : Is1 Girdisi/
See 3. page (0,75Q-1,25Q) Q:Heat input

3. Sayfaya bakimz (0,75Q-Q) Q : Is1 Girdisi/
See 3. page (0,75Q-Q) Q:Heat input

Kaynak Pozisyonlary/
Welding Positions

Biitiin Pozisyonlar, PG, PJ ve J-L045 hari¢ /

Biitiin Pozisyonlar, PG, PJ ve J-L045 harig /
All Positions, PG, PJ and J-L045 are excluded

All Positions, PG, PJ and J-L045 are excluded

Minimum On Isitma Sicakligy
Preheat Temparture(°C)

20 (A decrease of more than 50 oC from recorded preheating temprature on the WPQR requires a re-qualification
A decrease of the preheating temprature is permitted only if the requirements concerning preheating are fulfilled, e.g. ISO/TR 17671-2.)

Maksimum Pasolar Arasi Sicakhk/
Interpass Temparature(“C)

qualification)

200 (An increase of more than 50 oC in the maximum interpass temprature reached in the welding procedure test shall require re-

Kaynak ve Baglant1 Tipi/
Type of Joint/Weld

ss nb (Althksiz/ No backing), ss mb (Metal althkly Material backing), bs (Iki
fan/ Both sides), s5 gb (Gaz althkl// Gas backing)

ss mb (Melal althkl Material backing), bs (Iki tarafian/ both sides). ss gb (Gaz
aluskly/ Gas backing)

Kaynak Sonrasi Isil Islem/
Post Weld Heat Treament

N/A

N/A

Diger Bilgiler(8.5 bakiniz)/
Other Informations (See 8.5)
5

ANTIAE! yul

rilkalandiniimig bu
Certified that test welds prepared, welded

rida belirly o0
and tested satisfacto

N/A

N/A

TTANA AU FETERING BOTE NATITTANMIY, RAYAATHIm Y€ 63T CaITr.

rily in accordance with the requirements of the codeftesting standard indicated above

Kavakpinar mabh. izci sokak no:23
D:16 Pendik / istanbul

N ;
ALIYE YILMAZ ADALI CEM YILDIRIM
DUZENLENME TARIHV DATE OF ISSUE TEKNIK YONETICI/

KONUM/ LOCATION

INSPEKTOR/ /NSPECTOR

TECHNICAL MANAGER
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KAYNAK YONTEMI YETERLILIK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)

Sayfa/Page no: 2/4

Kaynak Testi Kayitlary/ Record of Weld Test

Muayene Kurulusu/

imalatg 6KYS/ -
: P -TL-4 : TURK LOYDU
Manufacture's pWPS No Tewps Examiner Body
Imalatg KYYK no/
: -TL- . : 2025-0441
| Manufacture WPOR No : WPQR-TL-4 TL No/ TL Reg.No
tmajatey : KALAYCI DENIZCILIK Ana Malzeme Spesifikasyonu/ : §2351R ¢ S235IR
Manufacturer Parent Material Specification o
Baglanti ve Kaynak Tipi/ . BORU ALIN KAYNAGI-PIPE BUTT Malzeme Grubu/Material group 11 t I
Type of joint and weld " WELD (ISO 15608gore/ acc. to ISO 15608) U o '
P z"t’;”;‘j‘jf T TASLAMA VEFIRCALAMA/  Ana Malzeme Kalinhgy pp ¢ Iy
s i * GRINDING AND BRUSHING Parent Material Thickhness (mm) " 0 g
reparation,cleaning
Minimum 6n 1sitma sicakhgy/ .20 Boru Dig Capy/ . 1413
Preheat temperature (°C) % Qutside Pipe Diameter (mm) ) ’
Maksimum pasolar arasi
Brangman Ag¢isy/ .
sicakhk/ Interpass : 200 Branch Angle (*) : N/A

temperature(“C)

Kullanilan Kaynak Yontemleri/

Welding Processes Used

N . . 141 Tungsten Asal Gaz Kaynagy/ TIG welding with 136 Ozli Tel Elektrotia Metal Aktif Gaz Kaynagy MAG
[SaynaksYontemi/iWeldingiiimoess solid filler material (wire/rod) welding with flux cored electrode
IMekanizasyon/ Mechanization Elle/ Manual Mekanize/ Mechanize
Kaynak Metali Kahnhgy/ Weld Metal 4 26
Thickness(mm)- Kose kaynaginda bogaz kalinhg: "a” )
Kaynak Pozisyonu/ Welding Position (acc. to
- H-L045
ISO 6947) HL045
Kaynake1 Adv Welder's Name Mahmut USTA [HSAN YIGIT
B uImA e e AR e dm G, TS EN ISO 14341-AG3Sil TSENISO 17632-AT 462 PM 1
designation
|:Dolgu malzemesi ureticisi/ Filler material GEKA GEKA
make
Dolgu malzemesi firinlama yada kurutma/ None None
Baking or Drying of Filler Material
oAz OZERa LMy (oas SOt EN 14175: 11 EN 14175: M1-2
IKoruma/ |design.
Shielding .
Gaz akis debisi/ Gas flow rate 12-14 /dk 12-14 l/dk
Gaz/Toz gosterimi/ Gas/Flux
Althk/ design. A A
Backing Gaz akas debisi/ Gas flow rate N/A N/A
Tungsten elektrot t.lpl ve Olciisii/ Tungsten EWP 320 mm N/A
electrode type and size
Oluk acn.la veya alt!lk detaylary Detail of None s 1-2 mm "U" (Taglama/ Grinding) s mb
back gouing or backing
Kaynak sonrasi 1sil islem ve.detaylarl/ Post- N/A N/A
weld heat treatment and detail
Darbeli kaynak detayy Pulse welding detail N/A N/A
Sahmm (Maks. paso genisligi)/ Weaving
1 16
(Max. width of run) Qjreim b
|Oksilasyon/ Oscillation N/A N/A
Kontak memesi/ is .parg:aﬂ mesafesi/ Distance 5-15 mm 515 mm
contact tube/ workpiece
|Plazma kaynag detaylary/
N/A N/A
Plasma welding detail /
Tor¢/ Elektrot acis)/ Torch/ Electrode angle 60°-70" 60°-70°
IDifger bilgiler (8.5 bakimz)/ Other
A
informations (See 8.5) /A /-W
ALIYE YILMAZ ADALI CEMYILDIRIM
INSPEKTOR/ INSPECTOR TEKNIK YONETICI/ TECHNICAL MANAGER
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KAYNAK YONTEMI YETERLILIK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)
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[imatates Ky YK nor TL No/ :
malatel no,
WPQR-TL-4 TL Reg. No -
Manufacture WPQOR No QR-TL & 2023:0441
KAYNAK HAZIRLIK DETAYLARY WELD PREPARATION DETAILS
Baglant1 Dizayny/ Joint Design Kaynak Siralarv Welding Sequences
-3l 60 i
F . [ 11.-\_ y- .
ST L | 3 D 4 '
(=t z fi [ ' B e r
J — »
2mm L g
KAYNAK DETAYLARI/ WELD DETAILS
Dolgumalz. | A/ Current Voltaj/ Voltage Alam tipi ve Tel besleme CavniE e Is1 Girdisi/
Paso/ o ) dlg Size of 5 i/ Wire | Metal transfer tipi/ ey Heat input
Run Kaynak Yontemi/ Welding Process filler material A ® m:‘:::‘::?:; Iz{ily feed speed | Mode of metal Transfer frovel s’fefd (Kj/mm)
(mm) Min. | Max. | Min. | Max. (m/min) ‘ Min. Max
141 Tungsten Asal Gaz Kaynagi/ TIG welding with
I et —— (wireirod) 32 1o | 120 20 21 DC- 7 N/A 112,50 0,94 1,08
141 Tungsten Asal Gaz Kaynag/ TIG welding with
2 i o (wirsiod) 32 1o | 120 20 21 DC- 7 N/A 112,50 0,94 1,08
136 Ozla Tel Elektrotla Metal Aktif Gaz Kaynag/
3 bvuacwel P N s o 12 145 | 155 2 23 DC- 7 N/A 112,50 1,36 1,52
4
———
5 ’-/
6
7
8
9
10
7
ALIYEYILMAZ ADALI CEMXILDIRIM
INSPEKTOR/ INSPECTOR TEKNIK YONETICi/ TECHNICAL MANAGER
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KAYNAK YONTEMI YETERLILIK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)

Sayfa/Page no: 4/4

| Test Sonuclary/ Test Results
Iimalatcl KYYKno/ Muayene Kurulusu / -
: WPQR-TLA + TURKLOYDU
(Manufacture WPQR No 2 Q Examiner Body g
(Gozle Muayene/Visual test § Peucented Radyografik Muayene/ Radiographic Test | Uygun/Accepted
(Acc. to ISO 17637) = B 7 (Acc.to ISO 17636-1 or ISO 17636-2) * (Report No:GTMRT25312)
Sivi Penetrant Testi/Dye Penerant Test (Acc. to i A Ultrasonik Test/ Ultrasonic Test (Acc. to S NA
SO 3452-1) : 150 17640) :
Manyetik Parcactk Testi/Magnetic Particular . Uygun/Accepted Makroskobik Muayene/ Macro . Uygur/Accepted
Inspection (Acc. to ISO 17638) *  (Report No:GTMMT25033) Examination (Acc. to ISO 17639) *  (Report No:GTMMKR25193)
[(Cekme testl/ Tensile Test (ISO 4136) :Uygun/Accepted -( Rapor /Report No:GTMTNS25632) Srcaklik/ 23
ekme testi/ Tensil ) :Uygun/Accepted -( Rapor /Report No: Temperature("C)
Tip /No/ o " Kopma Bilgesi/ Sonug/
Type / No Rp (Nmm2) Rm (Nimm3) A% z% Fracture Locat. Result
NUMUNE 1/ Specimen 1 319,73 490,21 N/A N/A Base Material Uygun/Accepted
NUMUNE 2/ Specimen 2 328 488,37 N/A N/A Base Material Uygun/Accepted
IEK TEST 1/ Additional Test 1
|EK TEST 2/ Additional Test 2
i . . Mandrel Capy/(mm)
IEEme Testi/ Bend Test (ISO 5173): Uygun/Accepted -( Rapor /Report No:GTMBND25110) Former Diameter 26,4
Tip /No / Egme Agist )/ . Egme Tipi/ Notlar/ Sonug/
Type / No Bend Angle(”) Uzamal Elongation Bend Type Rermarks Result
INUMUNE |/ Specimen | 180 N/A ROOT Egme N/A Uygun/Accepted
INUMUNE 2/ Specimen 2 180 N/A ROOT Egme N/A Uygun/Accepted
NUMUNE 3/ Specimen 3 180 N/A FACE Egme N/A Uygun/Accepted
NUMUNE 4/ Specimen 4 180 N/A FACE Egme N/A Uygun/Accepted
EK TEST |/ Additional Test |
|Ex TEST 2/ Aditional Test 2
Yénteml igin/ for process [ - Centik Darbe Testi/ Impact Test (ISO 9016) :Uygur/Accepted -( Rapor /Report No:GTMCHR25229) Kabul Degeri/
p p P s el <P apor teport No: Min.Requirement
(Centik Yen{ Numl{ne Eba‘dll Stcakild Temperature Degerler/ Values (J) Ortalama/ Avarage Sonug/
Notch Location Speciment Size T 3 3 Result
IKaynak Metall/ Weld Metal 5x10x55mm 20 76,4 46,8 54,7 59,00 Uygun/Accepted
IITAB/ HAZ 5x10x55mm 20 676 70,1 66,3 68,00 Uygun/Accepted
litaB/ Faz 5x10x55mm 20 78,4 70,6 713 73,00 Uygun/Accepted
Notlar/ Remarks
. i " ) Kabul Degeri/
'Yontem2 igin/ for process I - Centik Darbe Testi/ Impact Test (1ISO 9016) - Min.Requirement
(Centik Yen{ Numu-ne Eba.dll Stcaklik! Temperanure Degerler/ Values (J) Ortalama/ Avarage Sonug/
Notch Location Speciment Size T 3 3 Result
|Kaynak Metali/ Weld Metal
ITAB/ HAZ
ITAB/ HAZ
Notlar/ Remarks
e ———— e —————————e e — e sl
I; Sextlik Yantemi/
ertlik testi/ Hardness Test (ISO 9015-1) :Uygun/Accepted -(Rapor /Report no :GTMHRD25216) Hardness Method I HV10
0l¢im Noktalar/ Measurement Points 1 2 3 4 5 6 7 8 9 10 11 12 13 14 15
Olgulen Deger/ Measured Value 147 151 151 158 165 167 197 200 205 167 165 164 154 156 153 I
Olgum Noktalary Measurement Points 16 17 18 19 20 21 22 23 24 25 26 27 28 29 30
(Olgulen Deger/ Measured Value 146 150 152 170 166 170 178 173 179 171 167 169 156 154 154
(Olgiim Noktalan/ Measurement Points
(Olgillen Deger/ Meastred Value
rilik Testi Olgiim Noktalar / Hardness Test Location of Measurements
IDiger Testler/Other Tests : N/A
TesUerin standart veya kodlary/ Tests code or standards : N/A
Laboratuvar Rapor No/ Laboratory Report No : N/A
[Test Sonuglar: Kabul Edildi/ Edilmedi : N/A
—
ALIYE YILMAZ ADALI IRIM
INSPECTOR TECHNICAL MANAGER
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KAYNAK YONTEM SARTNAMESI (KYS)
WELDING PROCEDURE SPECIFICATION (WPS)

Sayfa/Page no: 1/2

imalan;l KY$/ . Prewps.TL 4 Baglanti hazirhk ve temizlik metodu/ . TASLAMA VE FIRCALAMA / GRINDING AND
M e's WPS No W T Method of joint preparation,cleaning * BRUSHING
Tt = —
ENKYYIGNG/ : WPQR-TL-4 Baglant: ve Kaynak Tip/ * BORU ALIN KAYNAGI-PIPE BUTT WELD
Manufacture WPQR No Type of joint and weld
fmalatcy/ - KALAYCI DENIZCILIK Ana Malzeme Spesifikasyonu/ - $2351R S235IR
Manufacturer Parent Material Specification
Kod veya Test Standardy/ © ENISO 15609-12007 Grub-l-l/Matenal group ‘1 m
Code or Test Standard (ISO 15608'e gbre/ acc. to 1SO 15608)
Kaynak Pozisyonu/ % |HH0ds Boru Dig Capy/ Se 13
Welding Position (acc. to ISO 6947) ' Outside Pipe Diameter (mm) T
Yontem |/ 141 Tungsten Asal Gaz Kaynagy TIG welding with Kaynak Metali Yontem 1/ 3
Kaynak Yontemi/ Process salid filler material (wirc/rod) X ‘I" I W:l:i Metal Process | 23
Welding Process [Vonem 27 136 Ovla Tel Elckirotla Metal ARGl Gaz Kavnag/ :,“" i [Vantcm 2/ -
|Process 2 MAG weldiig with flux cored electrode Thickness(mm) Process 2 :
Baglanti Dizaynv Joint Design Kaynak Siralarv Welding Sequences
60
T 7 " e "
3 == S £19 e e
7 ) 4 J. N 4 }
= 1t N \ i g ::;* N 5
by = . % J R ol
| . ¥ } LN T L A
» -
1-2mm '_’2—4mm~<| ) I——
Dolgu malz. Alam tipi el irdisi
Paso/ _;;ng;rllﬂ v . Kut ".l/Tp' vej besleme | Metal transfer tipi/ |Kaynak Hizi/ Is Girdisi/
Ru’" Kaynak Yéntemi/ Welding Process /"I)I - ’zle: ’ Akam/ Current Voltaj/ Voltage utup. l.VPe; huza! Wire Mode of metal Travel Speed Heaf Input
" e (ma eria (4) " currin an Jeed speed transfer (mmn/inin) (Kjnn)
mm) Min__ Max. | Min.__ Max. | PP | fiming Min___ Max.
1 141 Tungsl.en As'al Gaz Kaynagy/ T1G welding with solid 32 110 120 20 21 pC- 7 N/A 112,50 0,94 1,08
filler material (wire/rod)
2 141 Tungsl.en As.al Gaz Kaynagy/ TIG welding with solid 32 110 120 20 21 pC- 7 N/A 112,50 0,94 1,08
filler material (wire/rod)
136 Ozlii Tel Elektrotla Metal Akuif Gaz Kaynagy MAG
3 welding with flux cored electrode 12 145 155 22 23 DC- 7 N/A 112,50 1,36 1,52
4
5
6
7
8
9
10

Yontem 1/Process I Yontem 2/Process 2

Yontem 1/Process I

Yintem 2/Process 2

Dolgu malzemesi tanimy/ TS ENISO 14341- TSENISO 17632-AT |Kége kaynaginda bogaz kalnhgy NA
Filler material designation AG3Sil 462PM 1 Throat thickness for FW (a)(mm)
Dolgu malzemesi iireticisy/ Kay. sonrasi sl islem ve detaylary/ Post-

GEKA GEKA N/A N/A
Filler material make Weld heat treatment and detail
Dolg'u malzen:lesn I'lnn.-kurumfa/ Nome None Darbeli kaynak de.tayll NA NA
Baking or drying of filler material Pulse welding detail
GazToz Gosterimi/ |Korma/ Shielding EN 14175:11 EN 14175: M1-2 Sahimim (Maks. Paso Genisligi)/ e B
Gas/Flux design. Althk/ Backing NA 12-14 lvdk Weaving(Max. Width of Run)

isi Koruma/ Shieldi 12-14 lvdk N/A H
Gaz akis debisi/ oru ielding OkaIaS).ronl A NA
Gas flow rate Althi Backing N/A N/A Oscillation
Tungsten elektrot tipi ve olci.isii/ EWP 3.20 mm NIA T(.emas Tupii / is pargas: mes?feSl / 5-15 mm 5-15 mm
Tungsten electrode type and size Distance contact tube /workpeice
Oluk agma detayla.anl None 1-2mm "‘U"l(TaslnmaI Plazma kaynag detaylari / N/A NA
Detail of back gouing Grinding) Plasma welding detail
Althk detaylary/ Torg/ Elektrot Acisi/ s g
b b 60°-70 60°-70
Detail of backing — = Torch/ Electrode Angle
Minimum on 181tma sicakhgy 2
Preheat temprature ("C) Diger Bilgiler (3.5 bakuniz) / N/A N/A
Maksi P arasi khik/ 200 Other Informations (See 8.5)
Interpass temprature (°C)
iz
ALIYE YILMAZ ADALI CE TI¥.DIRIM
INSPEKTOR/ INSPECTOR TEKNIK YONETICY/ TECHNICAL MANAGER
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KAYNAK YONTEMI YETERLILIK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)

Sayfa/Page no: 1/4

Iimalatcl KYYK no/ Kod/ Test Standardy/ -
WPQR-TL- RAI I
Manufacture WPOR No QTS Code/ Testing Standard HERK CONDUNCU e
Yonetmelik/ Onaylanmig Kurulug Numarasi/
N/A
Directive N/A Notified Body No
hmalatcll 5w .
KALAYCI DENIZCILIK Belge No/ Certificate No 4695-230417113947-001
Manufacturer
Adres/ Kavakpinar mah. izci sokak no:23 D:16 Pendik TL Ne/ TL Reg.No 2025-0441
Adress / Istanbul Kaynak Tarihi/ Date of Welding 19.06.2025
Kaynak Degiskenleri Yeterlilik Arahgy Range of qualification
Welding Variables Yontem 1/ Process 1 Yontem 2/ Process 2
Kaynak Yontemi/ 141 Tungsten Asal Gaz Kaynagy TIG welding with solid filler
Welding Process material (wire/rod)
Meknm,zas’,’onl Elle/ Manual
Mechanization
Baglanti ve Kaynak Tipi/ Boru igin: Alin ve Kése Kaynagi, Plaka igin: Alin ve K6ge Kaynagt,Brangman Kaynag >= 60 derece /

Type of joint and weld

For Tube: Butt and Fillet Weld, For Plate:Butt and Fillet Weld,Branch Connection >=60 degree

Ana Malzeme Grubu ve Alt Grubu/
Parent material group and sub group

FM6

Ana Malzeme Kalinhgy
Parent Material Thickness

BW: 1,35 mm to 5,4 mm
FW: 1,89 mm to 5,4 mm

Kaynak Metali Kalinhgy
Weld Metal Thickness(mm)

Max. 5,4 mm

Bogaz Kalinhgy

Sinirlama Yok/ No Restriction

Throat thickness
Tek/Cok ﬁasoi

Branch Angle ()

k Paso / Multi Ri
Single/Multi Run TR )
Boru Dis Capv/ d>= 44,45 mm
Outside Pipe Diameter
Bransman Acisy/ N/A

Dolgu Malzemesi Gosterimi/
Filler Material Design

EN ISO 24373 S Cu 7158 (CuNi30Mn1FeTi)

Dolgu Malzemesi Ureticisi/
Filler Material Make

Sinirlama Yok/ No Restriclion

Dolgu Metali Olgiisii/
Filler Material Size

Simirlama Yok/ No Restriction

Koruyucu Gaz/Toz Gésterimi/
Designation of Shielding Gas/Flux

EN 14175: 11 (The qualification is restricted to nominal composition of the
shielding gas used in the procedure test according to 1SO 14175, A deviation
of max. 10% of the nominal composition of the helyum content is allowed)

Althk Gazi Gisterimi/

K : i N/A
Designation of Backing Gas
Kaynak Akimi ve Kutubu/ De-
Type of Welding Current and Polarity
Metal Transfer Tipi/ KA
Mode of Metal Transfer

- 3. Sayfaya bakimiz (0,75Q-1,25Q) Q : Is1 Girdisi/

g R See 3. page (0,75Q-1,25Q) Q:Heat input
Kaynak Pozisyonlary/ Biitiin Pozisyonlar, PG, PJ ve J-L045 hari¢ /
Weldin g Positions All Positions, PG, PJ and J-L045 are excluded

Minimum On Isitma Sicakligy
Preheat Temparture(°C)

20 (A decrease of more than 50 oC from recorded preheating temprature on the WPQR requires a re-qualification
A decrease of the preheating temprature is permitted only if the requirements conceming preheating are fulfilled, e g. ISO/TR 17671-2.)

Maksimum Pasolar Aras) Sicakhk/
Interpass Temparature(°C)

qualification)

200 (An increase of more than 50 oC in the maximum interpass temprature reached in the welding procedure test shall require re-

Other Informations (See 8.5)

il andinlmig bu fesi Kaynag yukanda iritlen
Certified that test welds prepared, welded and tested satisfactol

Kaynak ve Baglanti Tip¥/ ss nb (Althiksiz/ No backing), ss mb (Metal altlikly Material backing), bs (iki
Type ofJoim‘/Weld tarafian/ Both sides), ss gb (Gaz althkl// Gas backing)

Kaynak Sonrasi Isil Islem/ -

Post Weld Heat Treament

Diger Bilgiler(8.5 bakimz)/ NIA

standardimin geregine gore hanrianmig, Kaynalbilmig ve fest edimughir,

rily in accordance with the réquirements of the code/testing standard (ndicated above

D:16 Pendik / istanbul

Kavakpinar mabh. izci sokak no:23

\
077 25
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KAYNAK YONTEMI YETERLILIK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)

Sayfa/Page no: 2/4

I Kaynak Testi Kayitlary Record of Weld Test
Imalatg1 6KYS/ Muayene Kurulusu/ .
. “TL- : TURK Li
Manufacture's pWPS No i Brewpsali-ss Examiner Body N b
Imalatei KYYK no/
. -TL- : : 2025-0441
Manufacture WPQOR No : WPQR-TL-5 TL No/ TL Reg.No 0
Imalatey . KALAYCI DENIZCILIK Ana Malzem'e Spesnffkasxonu/ . CuNiFe t CuNiFe
Manufacturer Parent Material Specification 0
Baglant1 ve Kaynak Tipi/ . BORU ALIN KAYNAGI-PIPE BUTT Malzeme Grubu/Material group .34 t 34
Type of joint and weld " WELD (ISO 15608gdre/ acc. to ISO 15608) ' o
aglantt Hazirhk ve Temizlik »
Metodu/ Method of joint . TASLAMA VE FIRCALAMA / Ana Malzeme Kahnhgy .27 t 27
: _ e * GRINDING AND BRUSHING Parent Material Thickhness (mm) fii e s .
preparation.cleaning
Minimum én 1sitma sicakhgy/ . 20 Boru Dig Capy/ . 88.9
Preheat temperature (°C) ’ Outside Pipe Diameter (mm) T
Maksimum pasolar arasi
sicaklik/ [nterpass : 200 ﬁ::::;]:: ?:;f)'/ : N/A
Ifemperature/ ’C) 8!

Kullamilan Kaynak Yontemleri/ Welding Processes Used

141 Tungsten Asal Gaz Kaynagy/ TIG welding with

Kaynak Yontemi/ Welding Process solid filler material (wire/rod)

Mekanizasyon/ Mechanization Elle/ Manual
Kaynak Metali Kahinhgy Weld Metal

; 2,7
Thickness(mm)- Kése kaynaginda bogaz kalnlig: “a”
Kaynak Pozisyonu/ Welding Position (acc. to

H-L045

SO 6947)
Kaynake Adv Welder's Name ZEKAI DEMIR

Dolgu malzemesi tammy/ Filler material

- ENISO 24373 S Cu 7158 (CuNi30Mn1FeTi)
designation

Dolgu malzemesi ureticisi/ Filler material

UTP
|make
Dolgu malzemesi firinlama yada kurutma/ None
Baking or Drying of Filler Material
Gaz/Toz gosterimi/ Gas/Flux
EN 14175: 11
IKoruma/ |design.
Shielding | -7 akus debisi/ Gas flow rate 12-14 It/dk
Gaz/Toz gosterimi/ Gas/Flux N/A
Althk/ design.
Backing Gaz akag debisi/ Gas flow rate N/A
Tungsten elektrot t.lpl ve Olgiisii/ Tungsten N/A N/A
electrode type and size
luk | larv Detai
Olu acn.la veyaa t!lk detaylarv Detail of None o5 gb
back gouing or backing
Kaynak sonrasi sil islem ve detaylary/ Post-
. N/A
weld heat treatment and detail
Darbeli kaynak detayV Pulse welding detail N/A
Salhimm (Maks. paso genisligi)/ Weaving 10 mm

(Max. width of run)

|Oksilasyon/ Oscillation N/A

Kontak memesi/ is par¢asi mesafesi/ Distance

5-15 mm
contact tube/ workpiece

Plazma kaynag detaylary/
Plasma welding detail

N/A

Torg/ Elektrot agisv/ Torch/ Electrode angle 60°-70"

Diger bilgiler (8.5 bakimiz)/ Other
Linformations (See 8.5)

N/A

N

ALIYE YILMAZ ADALI
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KAYNAK YONTEMI YETERLILIK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)

Sayfa/Page no: 3/4

Iimalatcl KYYK no/

Manufacture WPQR No

TL No/

TL Reg No 2025-0441

WPQR-TL-5

KAYNAK HAZIRLIK DETAYLARY WELD PREPARATION DETAILS

Baglant1 Dizayny/ Joint Design

Kaynak Siralary/ Welding Sequences

o 3 = =
y. T 1 ; .. ]
| 4 . J | 1 Ly [
) / i . = A s
‘d) 1 . i F. T ’T \ B . _(.,}
|___ 4| _T | bo sl i W K . I
12mm—5 __||_ =
KAYNAK DETAYLARI/ WELD DETAILS
Dolgu malz. | Ajom/ Current Voltaj/ Voitage e Tel besleme I Gindisi/
Paso/ Kavnak Yontemi/ Weldine Pro 6lg/ Size of 0 ” & kA::"'J;'_‘" b o | i wire | Metal ransfer dpi ';::V':'; "e':: Hea input
Run it SR Tpeess: Sfiller material B .| feed speed | Mode of metal Transfer p (Kjfmm)
current and polarity ., { )
(mm) Min. | Max. | Min. | Max (m/min) Min Max
1 |41 Tunesten Asal Gaz Kaynag/ TIG welding with 2 95 100 10 1 DC- 7 N/A 112,50 041 047
solid filler material (wire/rod)
141 Tungsten Asal Gaz Kaynag)/ TIG welding with .
2 solid filler material (wirc/rod) 2 95 100 10 n DC- 7 N/A 112,50 041 047
3
_——_I

4 ’-/—
5
6
7
8
9
10

A |

J

O

ALIYE YILMAZ ADALI

CEM YH.DIRIM

INSPEKTOR/ INSPECTOR

TEKNIK YONETICI/ TECHNICAL MANAGER
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KAYNAK YONTEMI YETERLILIK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)

Sayfa/Page no: 4/4

| Test Sonuglary/ Test Results
Iimalatcl KYYKno/ Muayene Kurulusu / N
*  WPQR-TL-5 * TURKLOYDU
Manufacture WPQR No * Q Examiner Body *
Gozle Muayene/Visual test . Uyeundccepted Radyografik Muayene/ Radiographic Test | Uygun/Accepted
(dcc. to ISO 17637) S 4 (Acc.to ISO 17636-1 or ISO 17636-2) " (Report No:GTMRT25312)
Sivi Penetrant Testi/Dye Penerant Test (Acc. to N Ultrasonik Test/ Ultrasonic Test (Acc. to & A
1SO 3452-1) " 150 17640) *
Manyetik Parc¢acik Testi/Magnetic Particular . Uygun/Accepted Makroskobik Muayene/ Macro . Uygun/Accepted
Inspection (Acc. to ISO 17638) * (Report No:GTMMT25033) Examination (Acc. to 1SO 17639) * (Report No:GTMMKR25194)
Cekme testi/ Tensile Test (ISO 4136) :Uygun/Accepted - Rapor /Report No:GTMTNS25633) Reaklrif 23
vy <P P eport f1o: Temperature(*C)
Tip /No/ Kopma Balgesi/ Sonug/
Rp (N/mm2, Rm (N 9 ¢
Type / No P (Nimm2) (Nfmm2) it L% Fracture Locat. Result
NUMUNE 1/ Specimen I 127,31 301,21 N/A N/A Base Material Uygun/Accepted
INUMUNE 2/ Specimen 2 125,26 311,75 N/A N/A Base Material Uygun/Accepted
|EK TEST 1/ Addicionat Test 1
JEK TEST 2/ Additional Test 2
I i ] ] Mandrel Cap/(mm)
Egme Testi/ Bend Test (ISO 5173): Uygun/Accepted -( Rapor /Report No:GTMBND25111) Former Diameter 10.8
Tip /No / Egme Aqsi (') . Egme Tipi/ Notlar/ Sonug/
Type / No Bend Angle(”) Uzama/;Elongation Bend Type Rermarks Result
NUMUNE |/ Specimen | 130 N/A ROOT Egme N/A Uygun/Accepted
NUMUNE 2/ Specimen 2 180 N/A ROOT Egme N/A Uygun/Accepted
NUMUNE 3/ Specimen 3 180 N/A FACE Egme NA Uygun/Accepted
NUMUNE 4/ Specimen 4 180 N/A FACE Egme N/A Uygun/Accepted
IEK TEST 1/ Additional Test 1
|EK TEST 2 additional Test 2
'Yénteml1 icin/ fo 1 - Centik Darbe Testi/ Impact Test (ISO 9016) :Uygun/Accepted -( R /R t No:GTMCHR25229) Kabul Degeri/
t¢in/ for process i T mp: ‘Uygu cep! apor /Report No: Min.Requirement
ik Yeri /
Centil en{ Numlfne Ehafh/ Stcaklik/ Temperatire Degerlex/ Values (J) Ortalama/ Avarage Sonug;
Notch Location Speciment Size T 3 3 Result
lKaynak Metali/ Weld Metal 5x10x55mm 20 76.4 46,8 54,7 59,00 Uygun/Accepted
llTAB/ HAZ 5x10x55mm 20 67.6 70,1 66,3 68,00 Uygun/Accepted
IlTAB/ HAZ 5x10x55mm 20 784 70,6 71,3 73,00 Uygun/Accepted
INotlar/ Remarks
) Kabul Degen/
Yéntem2 igi - Genti i -
ontem?2 i¢in/ for process | - Centik Darbe Testi/ Impact Test (1SO 9016) Min Requirement
(Centik Yen{ Numtfne Eba-dll Stcakiik/ Temperatire Degerler! Values (J) Ortalamal Avarage Sonu¢/
Notch Location Speciment Size 7 3 Result
[Kaynak Metali/ Weld Metal
ITAB/ HAZ
ITAB/ HAZ
Notlar/ Remarks
e e e e e o e s et |
= N . . Sertlik Yontemy
ertlik testi/ Hardness Test (ISO 9015-1) :Uygun/Accepted -(Rapor /Report no :N/A) Hardness Method HV10
{0gum Noktalary Measurement Points 1 2 3 4 5 6 7 8 9 10 11 12 13 14 15
(Olgolen Deger/ Measured Value I
(Olgum Noktalar/ Measurement Points 16 17 18 19 20 21 22 23 24 25 26 27 28 29 30
Olgulen Deger/ Measured Value
Ol¢um Noktalary Measurement Poinis
Olgillen Deger/ Measured Value
|Sertlik Testi Ol¢iim Noktalan / Hardness Test Location of Measurements
Diger Tesller/Other Tests : N/A
Testlerin standart veya kodlar// Tests code or standards . N/A
Laboratuvar Rapor No/ Laboratory Report No : N/A
Test Sonuglar: Kabul Edildi/ Edilmedi : N/A
—
by 4
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KAYNAK YONTEM SARTNAMESI (KYS)
WELDING PROCEDURE SPECIFICATION (WPS)

Sayfa/Page no: 1/2

imalater KYS/ - Prowps-TL.5 Baglant: hazirhk ve temizlik metodu/ . TASLAMA VE FIRCALAMA / GRINDING AND
Manufacture's WPS No B, P Method of joint preparation.cleaning * BRUSHING
{malaten KYYK No/ Baglant: ve Kaynak Tipi/ .
WPQR-TL-5 : BORU ALIN KAYNAGI-PIPE BUTT WELD
Manufacture WPOR No b Type of joint and weld :
Imalatey * KALAYCI DENIZCILIK Ana Malzeme Spesifikasyonu/ + CuNiFe CuNiFe
Manufacturer Parent Material Specification
|Kod veya Test Standardy/ EN SO 15609-1:2007 Malzeme Grubu/Material group 34 3
Code or Test Standard ’ (ISO 15608'e gire/ acc. to 1SO 15608)  *
Kaynak Pozisyonu/ H-L04S Boru D1y Capy/ ‘8.9
Welding Position (acc. to 1SO 6947) Outside Pipe Diameter (mm) T
Yéntem 1/ 141 Tungsten Asal Gaz Kaynagy/ TIG weldmg wih [ o0 " Yontem 1/
Kaynak Yéntemi/ Procese solid filler material (wire/rod) 'vﬂ{wf Q[;::;Metal Process |
Welding Process Yintem 2/ : Thick Yontem 2/ =
Process ) ' ickness(mim) Process 2 ¥
Baglanti Dizayny Joint Design Kaynak Siralarv Welding Sequences
Y. .
‘\‘ .'l - -
= ) . = = == = 3
X ] IS TN f
e e == = |
i . "
12mm =% 4mm -II- = i
Dolgu malz. Alam tipi = irdii
Paso/ Py ) o peave | besteme | Metal transfer tipi/ |Kaynak Hizy | - It Girdisi/
l: - Kaynak Yéntemi/ Welding Process ‘;";- lzle o_f 7 Akam/ Current Voltaj/ Volrage g/ ‘W ;f hizv/ Wire Mode of metal Travel Speed Hea'/ Input
un Jiller materia (4) [ currin .an feed speed transfer (mm/min) (Kj/mmn)
(imm) Vim Max | M Max | PO | i Min__ Max.
141 Tungslen Asal Gaz Kaynagy TIG welding with solid
1 filler material (wire/rod) 2 95 100 10 I DC- 7 N/A 112,50 041 0,47
141 Tungsten Asal Gaz Kaynag/ TIG welding with solid
2 filler material (wire/rod) 2 95 100 10 11 DC- 7 N/A 112,50 0,41 0,47
3
4
5
6
7
8
9
10
Youtem 1/Process I Yontem 2/Process 2 Yintem 1/Process / Yidntem 2/Process 2
Dolgu malzemesi tanimy/ EN ISO 24373 S Cu 7158 Kose kaynaginda bogaz kalhinhigy/ NA
Filler material designation (CuNi30Mnl1FeTi) Throat thickness for FW (a)(mm)
Dolgu malzemesi iireticisi/ UTP Kay. sonrasi sil islem ve detaylarv Post- NA
Filler material make Weld heat treatment and detail
Dolgu malzemesi firin.-kurutma/ None Darbeli kaynak detayy/ | NA
Baling or drying of filler material Pulse welding detail
Gaz'Toz Gosterimif |Koruma: Shielding EN 14175:11 Salinim (Maks. Paso Genisligi)/ —_—
Gas/Flux design. Al Backing N/A Weaving(Max. Width of Run)
Gz akis debisi/ Koruma: Shielding 12-14 1/dk Oksilasyon/ TR
Gas flow rate Al Backing N/A Oscillation
Tungsten elektrot tipi ve 6Iq:i.isiil NA NA Temas Tiipii / iy par¢as: mesafesi/ 515 mm
Tungsten electrode type and size Distance contact tube /workpeice
Oluk agma detaylary/ Nome Plazma kaynag detaylar / NA
Detail of back gouing Plasma welding detail
Althl-c detaylm;nl ssighi Torg/ Elektrot Aqisi/ 60°-70°
Detail of backin, Torch/ Electrode Angle
Minimum &n sitma sicakhigy 2
Preheat temprature (*C) Diger Bilgiler (8.5 bakiniz) / o
Maksimum pasolar aras sicaklik/ 200 Other Informations (See 8.5)
Interpass temprature ("C)
ALIYE YILMAZ ADALI CEM RIM
INSPEKTOR/ INSPECTOR | TEKNIK YONETICI/ TBEHNICAL MANAGER
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