KAYNAK YONTEM ONAYI TEST KAYIT FORMU
WELDING PROCEDURE QUALIFICATION RECORD FORM.

(oo

Inspection Engineering ;
Sayfa / Page : 1/3
TEST SERTIFIKASI/ TEST CERTIFICA T E
Referans No : 18.PB.12.02 i
Reference No !
Imalatct WPQR No .
Manufacturer's WPQRNo ..~ WPQR-04C : : .
‘ ! GENEL BILGILER
GENERAL INFORMATION 2
}rlnalatcl Kaynak Prosediiri/ pWPS 03 R

ifacturer's Welding Procedure

uaye.nelKurulusu PGM Proje Gozetim Mithendislik ve Kalite Kontrol Hiz. San. Tic. Ltd. $ti.
Inspection body
Imalatg1 CUKUROVA MUHENDISLIK ELEKTRIK ELEKTRONIK MAKINE SAN.
Manufc er )7 TIC. LTD. $TI.
Adres LR Esentepe Mahallesi, GaziOsmanPaga Kiigiik Sanayi Sitesi, 2951.-Sokak, 9. Blok,
Address . No:8; Sultangaz: /ISTANBUL
Test Standardi/Kodu BN ;
Testing Standard/Code : s FN 180 15614=1:20 17,

Kaynak Prosediirii Test Seviyesi
Welding Procedure Test Level

Level 2

Kaynagm Yaplldlgl Tarih/Date of Welding

L 200120018

Test Parcasi T: /Test Piece Identifi

18.PQ.12.03

ONAY ARALIGY MNGE OF APPROVAL @

Kaynak Prosediirii Test Seviyesi
Procedure Test'Level

Welding

Level 1; Level 2

Kaynak Yéntem(ler)i/Welding Process(es)

: 111

Birlestirme & Kaynak Tipi
Type of Joint & Weld

FW

Ana Malzeme Gruplarn ve Alt Gru plari
Parent Metal Group(s) and sub group(s)

1.2(S355 12C + N)- 1.3, 12, 1.1

Ana Malzeme Kalinhgs (mm)
Parent Material Thk. (mm)

15mm. (3mm to 30mm)

Kaynak Metali Kalinligi (BW) (mm)
Weld Metal Thickness (BW) (mm)

Kaynak Metali Kalinhi (FW) (mm)
Throat Thickness (FW). (mm)

Sinirsiz (Unlimited)

Tek Paso-Cok Paso/Single Layer-Multi Lay.

Coklu Paso / Multi Layer

Boru Dis Cap (mm)/Pipe Outside Diameter

Dolgu Malzemesi Gdsterimi/
Filler Metal Designation

D}SOOmu;;Hepsi/AlI - D>150mm;PA, PF, PC Dénerek/ Rotated
TS EN ISO 2560 / E 42 3 B 42 H10

Dolgu Malzemesi.Ureticisi ve Ticari Ad1
Filler Metal Manufacturer/trade name

ASKAYNAK - ASB-248 : L

Dolgu Malzemesi Boyutu
Filler Metal Size

92.5-93.25 mm:

Koruyucu Gaz/Toz Gosterimi
Shielding Gas/Flux Designation

~ Althik Gazinm Gisterimi
Backing Gas Designation .

Kaynak Akim Tipi & Kutuplama
Type of Welding Current & Polarity

DC(+)

Metal Gegis Bigcimi/Mode of Metal Transfer

- N/A

Kaynak Poznsyonu/ Welding Positions'

Hepsi (PG ve J-L045 harig) / All (Except PG and .[-L045)

On Isitma/Preheat

10 °C ( Min -40 °C)
On 15ttma sicakliginm diigiirilmesine sadéce 6n 1sitma ile ilgili gereklilikler (Sm.
ISO/TR 17671-2) yerine getirilirse izin verilir./ A decrease of the preheating
temperature is permit ted only if the requiremenis concerning preheating
(especmlly the combined thtckness) are fulfilled, e.g. ISO/TR 17671-2.

Pasolar Aras: Sicakhik//nrerpass Temparature

250°C (Max 300 °C)

Is1 Girdisi / Heat Input

: 1,07 - 183kJ/mm y

Kaynak Sonrasi Isil Islem ve/veya yaslandirma
Post- Weld Heat Treatment and/or ageing

o : Yok / None

Siire/Holding Time : : Yok / None
Isitma ve SoZutma Siiresi »Yék / None
Heating and Cooling Rates ) p

Diger Bilgiler (Madde 8. 5'erbaklnlz) ; ’ Yok / Notie

Other information (8.5)

Test kaynaklar1 yukarida bahsedilen kod/test standardma g&re hazirlamp, kaynaklamp ve basarih blr sekilde test edlldlgl onaylanmustir.

1t is certified that test welds weré ‘prepared, welded and tested satisfactorib) in accordance with the requirements of the code/ testing standard indicated above.

Yer / Location ‘Yaymn Tarihi l/Date aof issue Onaylayan/ Approved by q
| R pam Belt U
ISTANBUL 27.12.2018 Fo T e UNA' LANDL

FR.7.05.06 (rev.2)




©BEGM ____ PGM
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KAYNAK YONTEM ONAYI TEST KAYIT FORMU
WELDING PROCEDURE QUALIFICATION RECORD FORM - .

(WPQR)

KAYNAK TEST KAYITLARY RECORD OF WELD TEST

Sayfa / Page : 2/3 -

Referans No

Reference No : 18.PB.12.02

imalat¢s WPQR No

Manufacturer's WPQR No TWPQR-04C

Yer:

Location

. ISTANBUL

Tasléma / Firgalama
Grinding / Brushing

Hazirlama ve Temizlik Yontemi:
Method of Prep. and Cleaning

imalatgl Kaynak Prosediirii:
\Manufacturer's Welding Procedure

pWPS-03

Ana Malzeme Sartnamesi:

Parent Material Specification S355J,2C N

CUKUROVA MUHENDISLIK ELEKTRIK

imalatci: . : )
Manufacturer ELEKTRONIK MAKINE SAN. TiC, LTD, AR Malz. Gmb“'. CEN ISO/TR 15608: 1.2
| §Ti. Parent Material Group. £
Kaynakeg Adr: oo i S Malzeme Kahnhi (mm):
Welder's name e CETCIoGEU Material Thickness (mm) 1',5
‘|Kaynak Yéntemi: 111 Dis Cap (mm):
Welding Process Outside Diameter-(mm) B
Metal Gegis Bi¢imi: ) N/A Kaynak Pozisyonu: ) PB
JA_/{ode of Metal Transfer Welding Position . g
Muayene Kurulusu: PGM Proje Gozetim Mihendislik  Birlestirme Tipi: " - .
Inspection Body San. Tic. Ltd. Sti: ’ Joini Type : Kose Kaynag: / Fillet Weld

Kaynak Hazirh@ Detay (Sekli) / Weld Preparation Details (.;kelch)

Kaynak Afzi Sekli / Joint design

- -Kaynak Sirast/ Welding sez}uences s

'Welding Details i
, | . Kaynak | Dolgu Malz. Capi Akim Voltaj Katuplama TelHizn |flerleme Hiz| s Girdisi
Paso /Run Yontemi Size of Fill. Mat. Ci urren;t Voltage Current Type Wire Feed Speed |  Ti ravel Speed Heat Input
Welding - . — Polari - - — -
Process (mm) - (A ) groamy (mm/min) | (mm/sn) kJ/mm
1/4 111 2,5 110 - 120 24 -26 DC(+) - - . 1,62 142
2-3/5-6 : 111 325 135 - 145 26 -28 I_)C(+) my - 2,07 1,46
|
Dolgu Malz. Stmflandirma ve Ticari Adi: i 2 i
iller Metal Classification and trade-name TS EN IS0 2560/ E 42 3 B 42 H10 (AS B-248)
Herhangi bir finnlama veya kurutma 30000} de 2 Saat
\l4ny Special Baking or Drying : Pt
Gaz/Toz Gas/Flux Koruyucu ! Z
Shielding - i
Althk . Diger Bilgiler* Elle-Manuel
Backing VOther information* g
Gaz Akis Hiz1 / Gas Flow Rate ' | Koruyucu = Salimim (paso genisligi) / Cizgisel Paso 9--12 mm
- | Shielding Weaving (max. width of run)/String s _
Althk 1 - Salimm: Genlik, Frekans,Toplam Sl’ire i N/A
Backing 1 Oscillation: Aniplitude, Freauency, Dwell Time
Tungsten Elektrot Tipi/Boyutu ) .
Tungsten Electrode Type/Size -~ i 57 L5
Kok Acma Althk Ayrintilar: Taslama / Firgalama/ Altliksiz _{Darbeli Kaynak Ayrmtilari; N/A
etails of Back Gouging/Backing Grinding / Brushing / Without Backing .| Pulse Welding Details .
On Isitma Sicakhi min 10 °C' Temas Ucu/is pargas: mesafesi: 2-3mm
f e P 1% jece
Pasolararasi Sicakhk max 250 °C-- Plazma Kaynak Ayr'mtllarl: N/A
\Interpass Temperature ; = e Plasma Welding Details:
Kaynak Sonrasi Isil islem ! Yok / None Torg Agis: : N/A
ost-Weld Heat Treatment ] . Torch Angle: : :
Siire, Sicakhik, Yontem Yok / None £
Time, Temperature, Method b v
Isitma ve Sogutma Hizlan* i Yok/None
. ol .
*GerektiZinde / *If required ! L = Buit <
IMALATCI / MANUFACTURER Yayin Tarihi/ Daté of issue 12 - Onaylayan / dpproved By
. =~ PGM V&a\u\k \\\\-‘“’*A?—‘
£ 27.12.2018 g e
2 ] 2 ey T
9 e,v: Lyn Enqineering UJ,VAI ANDIL
4—%: |

P
TR.7.05.06 (tev.2)
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’m&mfn Muihendisiik

KAYNAK Y(')NTEM ONAYI TEST KAYIT FORMU

WELDING PROCEDURE QUALIFICATION RECORD F ORM

(WPQR)

TEST SONUCLAR/
TEST RESULTS

Sayfa/ Page : 3/3

Referans No
Reference No

: "18.PB.12.02

Imalat¢i WPQR No

Manufacturer's WPOR No WEQR-4C -
imalatc1 Kaynak Prosediiri : i Test Par¢asi Tammy/
Manufacturer's Welding Procedure PWRS-HE : Test Piece Identification 18 PQ.12.03
- : ; :
Muayene Sonucu Muayene Rapor No Muayene Kurulusu Sicakhk
Inspection Result Inspection Repmj‘ No Inspection body' Temprature
\ b .
Radyografi* : | ; '
Ra diggriphy"‘ Uygulanmad / Not Apphed Yok / None Yok / None
Ultrasonik Muayene* : ‘ -
Ultrasonic Examination* Uygulanngladl ! Not Applied Yok / None Yok / None
. ‘ 22°C
Gorsel Muayene: 1. . i
Visual Examination Oluml? / Satisfactory ‘ 18PQ010-VT 03 PGM
Penetrant / Manyetik Parca Kontrolu*: : .
p Magnetic Particle Test* Oluml?l / Satisfactory }8P0010-MT ‘01 PGM
Mikro inceleme* : i : : .
Micro Examination * Uygulanl?adl / Not Applzed Yok/ None - qu / None
Makro inceleme* : ; 23 °C
Macro Examination * ! . i b
Not:Fotograf igin liitfen beli rtllen vaiirs bl Olumlp [ Satisfactory 4548-18-MAKRO TEST IMKOSAN Miih.
Note : For the photograph, please see the related report. ;
Cekme Testi ( TS EN ISO 4136 e gore) Tensile Tests (As per TS EN ISO 4136) = Uygulanmadi/ Not Applied
Tip/No Kahnhk Re(N/mm ) Rm(N/mm ) A% . Z% Kirilma Yeri Notlar
Type/No. Thick. (mm) ! | f Fracture Location Remarks
Egme Testi ( TS ENISO 5173'e giire) Bend Tests (As per TS EN ISO 5173) = Uygulanmad: / Not Applied
Tip/No Egme Acisi | Uzama* | Sonug
Type/No. Bend Angle.: Elongat.* | Result
Centik Darbe Testi ( TS EN ISO 9016-1:2012 e gore) Impact Test (As per TS EN ISO 9016-1:2012) = Uygulanmadl | Not Applied
o+ i 5OV Boyut: lox10xs5  |Gereudilik:
Type. 1 Size _|Requirement
Centik Yeri/ Yonii Sicakhk . Degerler / Values (I) Ort. /Avg. Notlar
Notch Location/Direction Temp (°C) o109 3 - )] Remarks
Kaynak Metali (Weld Metal) 5 :
HAZ (Heat Affected Zone)

|

Sertlik Testi* (TS EN 1SO 9015-1 e gore) Hardness Tests* (As per EN 9015-1)

= Olumlu / Satisfactory 4549-18-HARDNESS TEST

Genel Note/General Note: Ayrintilar icin Liitfen ilgili raporlan inceleyin../ For the details, please see the related reports.

Muayene Sonucu* :
Inspection Result *

Olumlu / Satisfactory?

Diger Testler:
Other Tests

*Gerektiginde / *If required

Yer / Location

Yayn Tarilii /Date of issue_

Onaylayan / Approved By

ISTANBUL

FR.7.05.06 (rev.2)

27.12.2018
"
|
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PGM

Proje Gozetim Mithendislik
Prof Inspection Engineering

®

On KAYNAK PROSEDURU SARTNAMESI
PreWelding prosedure specification (pWPS)

Date of Issue

' TS EN ISO 15609-1: 2007
WPS no ‘ Birlestirme ve Kaynak Tipi
WPS No pWPS-03 Joint and Weld type FW-111
WPQR No o Malzeme kalmhg (mm) 15
WPQR No Material Thickness mm
i ‘ ” . | BoruDig Cap: (mm)
I -
malateV Manufacturer CUKUROYVA Miih. Ltd. Sti. Outside Pipe Diameter
l(\;’l:':ieume Standard), Kalitesi ve i Kaynak agz hazirlama ve
) 3 CEN ISO/TR 15608 temizleme metodu Tas Motoru / Tel Fir¢a
Parent material standard uality $355 (1.2 Method of joint preparation and Grinding/ Brushi
and group (acc.to ISO 15608/ ISO A5iClL) resck rinding Erusting
15608'e gore) i cleaning
Dolgu malzemesi iireticisi/ ; Sabitleme metodu Punto Kaynagy/
Filler material manyfacturer ASKAYNAK Method of fixing Tack Welding
Metal Gegis Sekli P Kaynak Pozisyonu Welding Pos. PB
Metal Transfer Mode B (acc.to ISO 6947/ 1S0O 6947 've gire)
Yer/ Place Sultangazi/iSTAN BUL Tor¢ Agist/ Torch angle ——
Birlestirme Tasarimi /Joint De.{ign Kaynak islem Siralari /Welding Sequences
; a=7mm.
: %Kaynak Ayrintilar1 /Welding Details
lave . Besleme
; Akam tipi ve .
Kaynak metal . Akim Gerilim | Kutuplama | YehHZ Ist Girdisi
Yoéntemi boyutu ; Wire Kaynak Hizi
Paso . ) h ! Current Voltage Type of ’ Heat Input
Pass Welding Size of Filler | | (A) ) Current and Feeding | Travel Speed (Kj/mm)
Process Material w Polarity Speed (mm/sn) J
(mm) % (mm/min)
1/4 111 2,5 {110 - 120 24-26 DC (+) — 1.62 1,42
2-3/5-6 111 325 1135-145 26-28 DC(+) - 2,07 1,46
ilave Metal Kisa Gésterilisi | TS EN ISO 2560? Maksimum Kapak Paso Yiiksekligi .
Filler Material Code(s) E423B42HI10 Maximum Highness of Cap Pass
Gaz/Toz Kisa Gosterimi i Salimm(Maksimum Paso Genisligi) 9-12 mm
Gas/ Flux Codes Maximum Width of Pass
Gaz Akis Hiza Koruyueu / Flux: — Tel Sistemi (Tek, Coklu) .
Gas Flow Rate Althik/Backing: — Single or Multi Wire System
Gaz Nozul Capr ! Tungsten Elektrod Tipi/Boyutu _
Gas nozzle diameter - Tungsten elektrode type and diameter
Kok A¢ma/althk ayritilari: Fircalama+Taglama / Pasolararasi Temizlik Tel Firga / Tag Motoru
Method of Back Gauging Brushing +Grinding Cleaning of Interpass Brushing / Grinding
Mekanize veya Otomatik | i .
Kaynak Mechanized or El ile / Manual E‘?mas UEU/I? P?;??' /Né,esafe?l 2-3 mm
Automatically Welding : istance Contact Tube/ Workpiece
On Isitma Sicakhig : Diiz Paso/Dalgah Paso .
- o ii P
Preheat Temperature Mmlmurp e Straight or Weaved Pass Dilz Paso / Straight Pass
Pasolararas: Sicakhk | Istina Huz Sogutma Hizi
s 1 o 1 o i) °
Interpass Temperature Maks1m|ilm 250°C Kaynak Sonrasi Isil (Heating Rate) °C/h | (Cooling Rate) © Clh
islem s
Son Isitma / Postheat s Is Bekletme Sicaklizi | Bekletme Siiresi
Elektrod/Toz Kurutma . Post-Weld Heat Treaiment (Dwell Temprature)® C | (Dwell Time)} minute
: 300°C’ de 2 Saat
Metodu Drying methods
Diger Bilgiler/Otherinformation | -— ‘
Hazirlayan / Prepared by Ditzeulgme taribd Onaylayan/ Approved by

Lolea b NILMA
4 1€.12 20A&

FR.7.05.06 (rev.1)
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KAYNAK GOZLE MUAYENE [Froe/ WPQR

©PGM____ " RAPORU Pryr

Proje Gozetim M
L s WELDING VISUAL
| Raporno/  14800010-vT.03
INSPECTION REPORT  |Report no
iMALATGI / MANUFACTURER CUK;UROVA MUHENDISLIK
PARCA NO /PART NO NO Parg‘ia Numaralar1 Gériisler Kisminda Belirtilmigtir
MALZEME / MATERIAL 8 35512C+N—12
TEST STANDARDI/ TEST STANDARD TS EN ISO 17637
TARIH VE YER / DATE AND PLACE 20.112.2018 / ESENYURT
KAYNAK ONCESI / PRIOR deU KAYNAKNO i
WELDING DIAMETER WELD. NO
Kesim Hatasi / Cutting Defect X Yok / ?No []Var/Yes
Kaynak Agzi / Weld Bevel B Uygun / Accepted [] Uygun degil / Not Accepted
Kaynak Arali§i / Thickness Range X1 Uygun / Accepted [J Uygun degil / Not Accepted
Kaynak Islemi / Welding Process I Elektrod /SMAW(111)  []GTAW/TIG(141) [ Gaz alti / GMAW(135)
WPS No: |Pwps [ Tozalt /ISAW (121) (] Argon+ Elektrod / GTAW+SMAW
’ P | EIektrod + Tozalti / SMAW+SAW [] Argon+Tozalti / GTAW+SAW
WPQRNo:|N/A O Gazaltl + Tozalti / GMAW+SAW [] Diger / Other 136
Kaynak Pasolan Kaynak Malzemesi Tipi Kaynakgi No
Welding Passes Weld material Type Welder's No
Kok Paso/ Root Metal Elektrod / Electrode [ | Wire/ BAZIK
Dolgu Pasolari / Filler Metal | [X] Elektrod / Electrode [ 1 Wire/ BAZIK
Kapak Pasosu/ Cover Metal|[X] Elektrod / Electrode [] wire/ Tel BAZIK
KAYNAK SONRASI / AFTER WELDING
Kaynak Temizligi / Weld Cleaning X Uygun / Accepted 1] Uygun Degil / Not Accepted
Kaynak Diizgiinligli / Weld appearance Uygun / Accepted [J Uygun Degil / Not Accepted
Yanma Oluklan / Undercuts X Yok / No [1Var/ Yes
Gozenek-Curuf kalintisi / Porosite-Slag Inc. Yok / No [ Var/ Yes
GORUSLER /REMARKS: !
Belgelendirme Talep No: 18.PQ.12.03

Kaynak ve Haz Bolgesi TS EN ISO 5817 Class B/C’ ye gbre uygundur.

Muayeneyi Yapan / Inspector By Onay /Approval By

NAME/ADI | R lead MULMAD NAME/ADI NAME/ADI
DATETARH | 9y 2. 20X DATE/TARIH DATE/TARIH

SIGNIMZA %ﬂ SIGN/iMZA siGNIMZA

FR.7.05.04 (rev.01)




? Proje Gozetim Muhendislik

Project Inspection Engineering

MAGNETIC PARTICLE | &

INSPECTION REPORT

MANYETIK PARCACIK
MUAYENE RAPORU

REPORTIRAPOR | 1gpqot0- MT 01

DATE/TARIH : 20.12.2018

PAGE/SAYFA : 172

CUSTOMER : CUKUROVA MUHENDISLIK

MUSTERI :

CUSTOMER’S ORDER NO : EXAMINATION EXTEND: % 100
MUSTERI! SIPARISNO  : - TEST ORANI :

ITEM WELDING PROCESS : 111-135-141
TEST EDILEN PARCA : WPQR PARGASI 'KAYNAK YONTEMI

MATERIAL : S355J2C+N -1.2
MALZEME : S275 (St44) 1.2

HEAT TREATMENT CONDITION: HAYIR
ISIL ISLEM DURUMU -

TYPE & BRAND OF TEST EQUIPMENT:
TEST CIHAZI TIPI VE MARKASI

HANDY MAGNA MP - A2L

TYPE AND BRAND OF TEST MATERIAL :
TEST MALZEMESI TIP| VE MARKASI
Chemetall

4 Black MPI ink BATCH No : 0900049703

KAYNAK AGZI :
WELD JOINT

BW,FW

SURFACE CONDITION :
YUZEY DURUMU : Yumusak Gegisli

WCP-712 White contrastpaint BATCH No : 0900049706

TYPE OF MAGNETISATION : AC YOKE
MAGNETIZASYON TiPI

TEMPERATURE OF THE PART :
TEST PARGASI SICAKLIGI: N/A

INTENSITY OF MAGNETIC FIELD : 2-6 (4. 8 kA/m)
MANYETIK ALAN SIDDETI: ‘

TEST PLACE AND DATE : ESENYURT /20.12.2018

' TEST YERI VE TARIHI

DEMAGNETIZASYON : HAYIR SONTEMIZLIK : HAYIR
DEMAGNETIZATION FINAL SURFACE CLEANING

- ) AYDINLATMA SIDDETI OLGUM CIHAZI Cem DT
AYDINLATMA SIDDETi : 1000 Lux
LIGHT INTENCITY 1301,10018965

(Ad1, Markas, Seri No, Kalibrasyon Tarihi) 10.08. 2018
MEASUREMENT DEVICE (Type, Serial No, CalibrationDate) :

EVALUA TION CONDITIONS OF THE TEST RESULTS
MUAYENE SONUCLARI DEGERLENDIRME SARTLARI

ACCEPTANCE STANDARD /KABUL STANDARL?I. TS ENISO 17638

Prosediir/Procedur No:TPR-55 Rev00

RECORD LEVELS / KAYIT SEVIYESI: -

ACCEPTANCE LEVELS/ KABUL SEVIYESI : TS EN 5817 Class B

INSPECTED WELD /IMUAYENE YAPILAN KAYNAK: WPQR ALIN KAYNAGI

Test Bolgesi ve Bindirme
Test area and overlap

Cizimler (Sketche i
18.PQ.12.01, 18.PQ.12.02,18.PQ.12. 03, 18.PQ.12.04,18.PQ.12.05 PQR
Par¢asna yapilan testte herhangi bir uygunsuzluga rastlanmamigtir.
Bindirmé 10 _inm
\ Overlap,mm
Test kapsami : Alin ve koge kaynakalarina %10;0 oraninda MPT testi yapilmistir.
Extent of examination i
Test sonuclari UYGUN
Results of examination
Notlar (Muayeneden Sa
INSPECTORBYYMU %mYAPAN APPROVAL BY / ONAYLAYAN
NAME: Turan CAWAFIK ,\ NAME: o - | “ILMAX
Ad . 7iz 4 %3 | Adi - %\)\‘/\{' W
Certificate Level:{L “”'} Certificate Level: P, :\.\,_ L
Sertifika Seviyesi: : 3 Sertifika Seviyesi : <
SIGN : A v /\(y/ SIGN : :
Imza : \\@ ”,/‘/\’ 3 Imza : I
VT2 NS

{ RP.10.01.04 (rev.2)




IMKOSAN Miihendislik Ltd. Sti.
Gﬁzélyall Mah. Alinteri Sok. No:4/2
Tahribath Test Raporu

Destructive Test Report

Miisteri Ad/Adresi
Customer Name / Address

Is Emri Numarasi
Work Order No

Test Tarihi
Date of Test

Deney Numunesinin Tarifi
Description of the Test Sample

Rapor Numaralar
Report No

Raporun Sayfa Sayisi
Number of Pages of the Report

Agiklamalar
Remarks

i
PGM GOZETIM-KOZ YATAGI

1322
26.12.2018 ?

18-PQ-12.03 111 PB

4548-1 8-MACRO§TEST- 4549-18-HARDNESS TEST-

N/A

Bu raper, laboratuvarin izni olmadan kismen yada tamamen kopyalamp ¢ogaltilamaz. imzasiz raporlar gecersizdir.
This report shall not be reproduced other than in full excep with the permission oh the laboratory. Test reports without signature

are not valid.

| 12 &u\l@w\'\“\,“/ﬁ\%
i ™ PGM

| | SRS O ONAYLANDI
!‘r“ I)‘ "7“
Miihiir / Kase Rapor Tarihi 1 Deneyi Yapan Onaylayan
Date of Report \ Testes by Approved by
‘ Laboratuvar Teknisyeni . Laboratuvar Yoneticisi
26.12.2018 | Laboratory; Technician Laborator nager
a AliGTMEZ inan (Y EN
| ™
fmkosan Miihendislik Ltd. $ti. | Sayfal/3

Adres: Gtizelyah mh. Alinteri sk. No:4/2 Pendik/istanbul (34903)

Tel: 0216 392 82 78 (92) Faks: 0216 392 82 79

LAB.F.001/04.06.2012/Rev.01-25.01.2017

www.imkosanmuhendislik.com.tr



IMKOSAN Miihendislik Ltd. Sti.
Giizelyali Mah. Alinteri Sok. No:4/2

, Hé&bsuk ‘ ‘ .
TS EN ISO 17639'a gore Makro-Mikro Inceleme Deney Raporu
Macro-Micro Examination Test Report According to TS EN ISO 17639

Rapor No/Report Nr. : 4548-18-MACRO TEST-
is Emri No/Worker Order No .+ 1322
Tes Prosediir No/7est Procedure Number : KEK-LAB-2-P08
Miisteri/Customer : 'PGM GOZETIM-KOZYATAGT
Proje adyProject name ;|
Deney Parcasi Tanimu / Test Piece Designation : 18-PQ-12.03 111 PB
Uriin Formu ve Ebatlar/Form of product and dim. : FW PLATE to PLATE t=15mm
Test sicakhig/Test Temperature (°C) ;123 ;
Test Tarihi/ Date of Test . 26.12.2018
DolguMetali/Filler metal : (E7018
Ana Metal /Parent metal : 183553 2(_+N /gj‘
Cihaz Bilgisi /Device Information :  EPSON
Daglama Cozeltisi/Eaching solution : NITAL %10
Deneyin Amacy/Purpose of the examination : 'WPQR
: Ortam Sicakhiy/Ambient Temperature(°C) 23
Cevre SartlarvEnvironmental Conditions . . .
: 1Bagil Nem/Relative Humudity(%) , 51

MAKRO-MIiKRO YAPI GORUNTULERI
Macro-Micro Structure Spectrum

NOTLAR Malzeme bilgisi miisteri beyamdir. ( Material information was given by Customer)
NOTES Kopyalanamaz, tiim haklar gizlidir. {( Can not be copied, all rights reserved.)
Tarihi ‘ Deneyi Yapan Onaylayan
Rapor Tarihi A SURVEYOR | yi Yap
‘ Tested b Approved b
. y ) pp Y
e o Riload ML MAS I Laboratuvar Y sneticisi
PGM : Laboratuvar Teknisyeni abora u\1'ar oneticisi
'\."UHE“J D16UK LTD. Laborat Technician Laboratgry Manager
26 22018 frpje Gézetim Miihendistile="~
Praiect Inspection Engineering Ul‘ : I} . !
‘ APPROVED AI#GMEZ inanlGFCMEN
; 7 :

imkosan Miihendislik Ltd. Sti. ;
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TS EN ISO 9015-1'e gore Sertlik Deney Raporu
Hardness Test Report According to TS EN ISO 9015-1

IMKOSAN Miihendislik Ltd. Sti.
Giizelyali Mah. Alnteri Sok. No:4/2

Rapor No/Report Nr.

is Emri No/Worker Order No

Tes Prosediir No/Test Procedure Number
Miisteri/Customer

Proje adv/Project name

Deney Parcast Tammm / Test Piece Designation
Uriin Formu ve Ebatlar/Form of product and dim.
Test sicakh@y/Test Temperature (°C)

Test Tarihi/ Date of Test

DolguMetali/Filler metal

Ana Metal /Parent metal

Cihaz Bilgisi /Device Information

: 4549-18-HARDNESS TEST-

: 1322

H KEK‘-LAB-Z-PO9 :

: PGM GOZETIM-KOZYATAGI
. 18-PQ-12.03 111 PB

: FW PLATE to PLATE t=15mm
:23 |

: 26.12.2018

: E7018

: 8355T2 AN (3@
. HIGH WOOD-HWED X3s

Deney yiikii/Test load : HV10
Olgiim Belirsizligi /Uncertainty of Measurement : 11,82
Deneyin Amact/Purpose of the examination : WPQR
: Ortz g1/Ambient T ture(°C) 23
Cevre SartlaryEnvironmental Conditions Ort?m Slcakllgl/.Ambtent (.emp AR s,
: Bagil Nem/Relative Humudity(%) 51
TEST SONUCLARI / TEST RESULTS
VICKERS SERTLIK DEGERI
TEST NUMUNE NO. TEST BOLGESI ! Vickers Hardness Number ORTALAMA
Test Number Test Location ! LOLCUM 2.0LCUM 3.0LCUM Average
F irst Meas. Second Meas. Tirhd Meas.
ANA METAL. i 1353 133,6 1375 135,47
HAZ 1495 161,7 169,9 160,37
UST KAYNAK METAL 174,3 213,5 208,3 198,70
) HAZ 187,4 163,9 150,8 167,37
ANA METAL 146,6 145,4 1432 145,07
ANA METAL i 146,3 145,4 147,3 146,33
HAZ { 148,9 151,2 151,5 150,53
KOK KAYNAK METAL i 175,4 170,7 176,1 174,07
HAZ 1484 - 146,8 145,4 146,87
ANA METAL 148,8 . 147.6 149,3 148,57
ANA METAL 0,00
HAZ #SAYL/0!
ALT KAYNAK METAL 0,00
HAZ #SAYL/0!
ANA METAL j 0,00
NOTLAR Malzeme bilgisi miisteri beyamdir. (Material information was given by Customer)
NOTES Kopyalanamaz, tiim haklan gizlidir. ( Can j‘noi be copied, all rights reserved.)
Rapor Tarihi Deneyi Yapan Onaylayan
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