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

Sayfa/Page no: 1/4

Iimalat;u KYYK no/ - WPQR-01 Kod/ Test Standardy/ . TURK LOYDU KURALLARI/TURK
\Manufaciure WPOR No = Code/ Testing Standard * LOYDU RULES
Jimatatev + CAVITECH DENIZCILIK LTD §$TI Muayene Kurulusu / : TURK LOYDU
Manufactirer Examiner Body
Adres/ . Site Mah. Atay Cad. Yeni Loca A Blok  TL No/ 7L Reg.No 1 2022-0912
Adress " No:7K.-1 D7 Umraniye Kaynak Tarihi/ Date of Welding : 3.01.2023
\,. 0 061 = . .
Kaynak Degiskenleri Yeterlilik Arahigy/ Range of qualification
Welding Variables Yontem 1/ Process | Yontem 2/ Process 2
Kaynak Yontemi/ 111 Elektrotla Metal Ark Kaynafi/ Metal Arc Welding with
Welding Process Covered Electrode
Viekanizasyon/ Elle/ Manual
Mechanization
1)
Type of joint and weld Ahn ve Kdse Kaynagi-Butt and Fitlet Weld
Her mukavemet scviycsi igin kaynak yéniemlerinin ayni va da daha disiik lokluk kalilelerine, test cdildigi sckilde, uygulanabilecegi digiiniiliir/ For cach
Ana Malzeme Grubu ve Alt Grubu/ Parent  |siength level, welding procedures are consi I to the same and lower loughness pradces as Lhat tested  Her tokluk Kalitesi igin kaynak
material group and sub group yontcmlerinin aym ya da iki diigiik mukavemel seviyesine test edildigi sekilde ilecegi dusiinulur/ For cach h grade, wetding procedures are
considered applicable 1o the same and two lower strength levels as thal Lested
Ana Malzeme Kalinhgi/ BW: 3 mm to 24 mm
Parent Material Thickness FW:3 mm to 24 mm
Kzlaynak Metali Kahnliy/ Weld Metal Max 24 mm
Thickness(mm)
[Bogaz Kalinhgi/ [
Throat thickness
ek/Cok Paso
k Paso / Multi R
Single/Multi Run ok Paso /Multi Run
B D
oru. 1§ 'Capll' NA
Outside Pipe Diameter
Brangman Al;l?l/ N/A
Branch Angle ()
Dolgu Malzemesi Gasterimi/ 3YH10/ TS EN ISO 2560-A : E423 B 42 HIQ
Filler Material Design
Dolgu Malzemesi Ureticisi/ Welding consumables and auxiliary materials used in the welding procedure tesls may only be replaced in the subsequent fabrication
Filler Material Make work by others of the same kind which bear Turk Loydu's approvat
|Dolgu Metali Olgiisii/ T ——
iniriama Y o. 0 Restriction
Filler Material Size
Koruyucu Gaz/Toz Gosterimi/ WA
Designation of Shielding Gas/Flux
Althk Gaz1 Gasterimi/ Loa
Designation of Backing Gas
|Kaynak Akami ve Kutubu/ Der
Type of Welding Current and Polarity
Metal Transfer Tipi/
et . N/A

Mode of Metal Transfer

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

irdisi/ Heat Input )
Jau Girdisi/ Heat Inpu |See 3. page (Q-1,25Q) Q:Heat input
Kaynak Pozisyonlar/ Biitin Pozisyonlar, PG, PJ ve J-L045 harig /!
Welding Positions All Positions, PG, PJ and J-L045 are excluded
Minimum On Isitma Sicakhgi/ 15 (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 permilted only if the requirements concerning preheating are fulfilled, e.g. [SO/TR 17671-2.)
Maksimum Pasolar Arasi Sicakhk/ 230 (An increase of more than 50 oC in the maximum interpass lemprature reached in the welding procedure test shall require re-
TP P! 8 P
{nterpass Temparature("C) qualification)

Kaynak ve Baglanti Tipi/
Type of Joint/Weld

Kaynak Sonrasi 1sil Islem/
Post Weld Heat Treament
Diger Bilgiler(8.5 bakimiz)/
Other Informations (See 8.5)

C (Kdk Yarmal/With Gouging)

N/A

eriil ihatandinlmg D toal Raynafy yulanda Gelirien T nilarilinin gereging pore hanrTanmiy, Kaynatiliig ve Gesl cdtniglir,
Certified that test welds prepared, velded and tested satisfactor ity in accordance with the requi of the cod: ing standard above
Site Mah. Atay Cad. Yeni Loca A o -
y 30.01.2023 HUSEYIN GOKAY YAVUZ

Blok No:7 K.-1 D.7 Umraniye

KONUM/ LOCATION DUZENLENME TARIHI/ DATE OF ISSUE INSPEKTOR/ INSPECTOR




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

Sayfa/Page no: 2/4

Kaynak Testi Kayitlary/ Record of Weld Test

imalatg 6KYS/

Muayene Kurulugu/

rall

Branch Angle ()

Manufacture's pWPS No 5 p WPS 01 Examiner Body ¢ IREETERDT
imalatg KYYK no/
: R-01 L No/ Ti A : -

Manufacture WPOR No WPQR-0 TL No/ TL Reg.No 2022-0912

limalatg/ . CAVITECH DENIZCILIKA § Ana Malzem'e Spesﬂjlkasxonul . TLA TLA
Manufactirer Parent Material Specification

Baglanti ve Kaynak Tipi/ . PLAKA ALIN KAYNAGI-PLATE Malzeme Grubu/Material group — L
Type of joint and weld " BUTT WELD (ISO 15608gire/ acc to ISO 15608) o :

Ana Malzeme Kalinhgy/

Me d of joint : MEKANIK
[Metodu) Method of join Parent Material Thickhness (mm) B =
Minimum on 1s1tma sicakhgy/ 15 Boru Dis Capy/ . NA

Preheat temperature ((C) ' Outside Pipe Diameter (mm) !

: ksl Brangman Agisi/

sicakhk/ Interpass 1 230 b . : N/A

Kullanilan Kaynak Yontemleri/ Welding Processes Used

Kaynak Yontemi/ Welding Process

111 Elektrotla Metal Ark Kaynap)/ Metal Arc Welding

with Covered Electrode

Mekanizasyon/ Mechanization Elle/ Manual
Kaynak Metali Kahinhg\/ Weld Metal

; 12
Thzcknem(mm)— Kise kaynaginda bogaz kalinhigi "a”
Kaynak Pozisyonu/ Welding Position (acc. to PF
IS0 6947)
Kaynake Ady/ Welder's Name MUSTAFA BAYKAL

Dolgu malzemesi tammy/ Filler material
designation

3YHIO/ TS EN ISO 2560-A : E42 3 B 42 H10

[Dolgu malzemesi iireticisi/ Filler material
make

AS KAYNAK AS- B 248

Dolgu malzemesi firnnlama yada kurutma/
Baking or Drying of Filler Material

Firinlama/Baking : 300°C-350°C 2 saat/ hours

electrode type and size

Gaz/Toz gisterimi/ Gas/Flux
; N/A
Koruma/ |design.
Shieldi
Sl Gaz aks debisi/ Gas flow rate N/A
Gaz/Toz gosterimi/ Gas/Flux N/A
Althk/ design.
Backing .
Gaz akag debisi/ Gas flow rate N/A
T ten elektrot tipi ve dleiisii/ Tungst
ungsten elektrot tipi ve él¢iisii/ Tungsten NA NA

Oluk a¢ma veya althk detaylan/ Detail of
back gouing or backing

3-4 mm "U" (Taslama/

Grinding) bs

Kaynak sonrast 1si1l istem ve detaylari/ Post-

weld heat treatment and detail N/A
|Darbeli kaynak detayi/ Pulse welding detail N/A
Sahmim (Maks. paso genisligi)/ Weaving (Max.
. 16 mm
width of run)
Oksilasyon/ Oscillation N/A
Kontak memesi/ is Parcasn mesafesi/ Distance 5.15 mm
contact tube/ workpiece
|Plazma kaynag detaylan/ Plasma welding
i N/A
detail
Torg/ Elektrot agisi/ Torch/ Electrode angle 60°-70"

Diger bilgiler (8.5 bakimiz)/ Other informations
1See 8.5)

CAVITECH DENIiZCIiLIK A.$
IMALATCI/ MANUFACTURER

HUSEYIN GOKAY YAVUZ
iNSPEKTOR/ INSPECTOR




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

Sayfa/Page no: 3/4

TL No/
TL Reg No

imalatg KYYK no/

" 2022.0912
Manufacture WPQR No

WPQR-01

KAYNAK HAZIRLIK DETAYLARI/ WELD PREPARATION DETAILS

Baglanti Dizaynv/ Joint Design Kaynak Swralarv Welding Sequences

1-2 mm

KAYNAK DETAYLARY/ WELD DETAILS

Dolga malz. | A/ Current | Voltaf Voltage | Apam ipive | T PeSIEMe Kaynalehuaat | 1 Grdin!
Paso/ Kaynak Yéntemi/ Welding Process olg.d Size of ) [ Katup./Type of izl Wire Moetal transfer tipi/ Tn;vel: ed Heat input
Run Y g Sfiller material PHIPEO N fod speed | Mode of metal Transfer Pes (Kj/mm)
¢ ctirrent and polarity (m/mi (mm/s)
L Min, | Max. | Min, | Max i Min Max,
111 Elekirotla Melal Ark Kaynagi/ Mclal Arc Welding
1 B Covernd Eloctrode 2,5 80 100 2 24 DC+ NA N/A LIt 1,27 1,73
L11 Elektratla Metal Ark Kaynagl/ Metal Arc Welding
2 e verciFla o 3,25 80 120 22 25 DC+ N/A NA 1,27 L 1,89
3 1 {l Elekirotla Meial Ark Kaynagl/ Melal Arc Welding 325 80 120 » 25 bC+ NA NIA 1,50 0,94 1,60
will Covered Elecirode
4 Il'l Elektrotla Melal Ark Kaynagy/ Mclal Arc Welding 3.5 80 120 » 2 Der NA NA L5t 0,93 1,59
with Covered Electrode
111 Elektrotla Metal Ark Kaynagi/ Mctal Arc Welding
5 with Covered Electrode 3,25 BO 120 22 25 DC+ N/A N/A 1,51 0,93 1,59
111 Elcktrotla Mewl Ark K. B i
6 |\ Elektrotla Metal Ark Raynag/ Metal Arc Welding 3,25 s0 | 10| 2 | 2 DCr NA A L7 0,82 1,40
with Covered Eloctrode
7 /'
-
8 /
_—
9 /
10
11
12
13
14
15
16
17
18
19
20
CAVITECH DENIZCILIK A.§ HUSEYIN GOKAY YAVUZ
IMALATCU MANUFACTURER INSPEKTOR/ INSPECTOR




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

Sayfa/Page no: 4/4

Test Sonuglary/ Test Results

'imalan;l KYYK no/

Muayene Kurulusu /

Inspection (Acc. to ISO 17638)

(Report No:)MT-23-023

Examination (Acc, to ISO 17639)

¢ WPQR-01 TURK LOYDU
(Manufacture WPQR No " «Q Examiner Body
(GGézle Muayene/Visual test * Uypwn/Accepted Radyograflik Muayene/ Radiographic Test . NJA
(Acc. to ISO 17637) (Acc.to ISO 17636-1 or 1SO 17636-2) 2
Sivt Penetrant Testi/Dye Penerant Test (Acc. fo NA Ultrasonik Test/ Ultrasonic Test (Acc. to . UT-23.003
IS0 3452-1) 150 17640) *
Manyetik Parcacik Testi/Magnetic Particular Uygun/Accepted Makroskobik Muayene/ Macro Uygun/Accepted

(Report No:)IPRB/2022/029

(Cekme Lesti/ Tensile Test (ISO 4136) - Rapor /Report no: PRB/2022/0026 ?‘::i;::lure('o 20°C
Do = Eo s o s locol s
INUMUNE 1/ Specimen 1 - 458,9 N/A N/A Basc Malcrial Uygun/Accepled
NUMUNE 2/ Specimen 2 466,1 N/A N/A Basc Malcrial Uygun/Acceplod
EK TEST 1/ Additional Test |
EX TEST 2/ Additional Test 2
Egme Testi/ Bend Test (IS0 5173) - Rapor /Report no: PRB/2022/0026 ’:’L‘::,’e':';::":‘:‘r"” 40
T bt O vrs s o = =
NUMUNE 1/ Specimen | 180” N/A Yan Egme/ Sidc Bend Uygun/Accepted
NUMUNE %/ Specimen 2 180 NIA Yan Egme/ Side Bend Uygun/Accepted
NUMUNE 3/ Specimen 3 180 NA Yan Egme/ Side Bend Uygun/Acceptod
INUMUNE 4/ Specimen 4 180 N/A Yan Egme/ Side Bend Uygun/Accepled
[EK TEST L/ Additional Test
IEK TEST 2/ Additional Tesi 2
Yintem1 iin/ for process 1 - Centik Darbe Testi/ Impacl Test (ISO 9016) - Rapor /Report no: PRB/2022/0026 Kabul Degeri/ 471
Min Requirement
(Centik Vcri( Numu.ne Ehz.dll Stcakhld Temperare Degerler/ Values (J) Ortalama/ Avarage Sonug/
Notch Location Speciment Size T 3 3 Kesult
Kaynak Mclalif Weld Metal 10x10x55mm 20 60,43 121,41 111,86 97,90 Uygun/Accepled
FL/Fusion Line 10x10x55mm 20 109,5 97,55 1716 108,07 Uygun/Accepled
FL+2 / Fusion Line + 2 mm L0x10x55mm 20 131,32 95,75 89,91 105,66 Uygun/Accepted
Notlar/ Remarks
Yiintem2 i¢in/ for process I - Centik Darbe Testi/ Impact Test (ISO 9016) - Rapor /Report no: N/A lﬁ:‘zzﬁfzrlmm
Centik Ycrill Numu.nc Eba.dll Swaklik! Temperatire Degerler/ Vaiues (J) Ortalama/ Avarage Sonug/
Notch Location Speciment Size 3 3 3 Result
Kaynak Mctali/ Weid Metal
ITAB/ 1{AZ
EK TEST 1/ Additionai Test |
Notlar/ Remarks
ertlik testi/ Hardncss Test (IS 9015-1) - Rapor /Report no : N/A ?;,’11;‘:2;"32::: y
JOtgiim Noktulun/ Measurement Poinis 1 2 3 4 5 6 7 8 9 10 11 12 13 14 15
[Dlgiilen Deger/ Measured Valne
Digtim Noktalan/ Meastirement Poinis 16 17 18 19 20 21 22 23 24 25 26 27 28 29 30
Olciilen Deger/ Meastred Value
{0lgiim Noklalan/ Measurement Poins 31 32 33 34 35 36 37 38 39 40 41 42 43 44 45
(Olgiilen Deger/ Measured Value
ISertlik Testi Olgiim Noktalart / Hardness Test Location of Measuremenis
Diger Tesller/Other Tests N/A
Testlerin standart veya kodlari/ Tests code or standards N/A
Laboraluvar Rapor No/ Laboratory Report No N/A
Test Sonuglan Kabul Edildi/ Edilmedi N/A

/’/’/’ 7

HUSEYIN GOKAY YAVUZ

INSPEKTOR/ INSPECTOR




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

Sayfa/Page no: 1/1

imalatqy KYS/

Baglant hazirlik ve temizlik metodu/

WPS 01 * MIEKANIK
Manufacture's WPS No P Method of joint preparation,cleaning il
pmalato VMG WPQR-0I Baglanti ve Kaynak Tipi/ + PLAKA ALIN KAYNAGI-PI ATE BUTT WELD
Manufacture WPQOR No Type of joint and weld
Imalate © CAVIECTTDENIZCILIKA $ Ana Malzeme Spesifikasyonu/ CTLA TLA
|Manufacturer Parent Material Specification

Kod veya Test Standardi/ . ENISO 15609-1:2007 Malzeme Grubw/Material group ) i
Code or Test Standard * (1SO 15608'e giore/ acc. (o ISO 15608)
Kaynak Pozisyonu/ oF ﬁBnru Dy Cam/ ' NA
Welding Position (acc. io ISO 6947) Outside Pipe Diameter (mm) .

Yanlem |/ 110 Elebtrodla Metal Ak Kayvagf Metul Are Wclumu . Yontem 1 Process |
Kaynak Yontemi/ Frocess | with Covered Eleclrode ﬁ“{m:t l:’;::'d Metal ! 212
Welding Process Yemlem 2/ Thick :m Yontem 2

Hrocess 2 Rt Frocen 2

Baglant Dizayny/ Joint Design

Kaynak Swralavy/ Welding Sequences

Paser D|° "/4';,'" - k"::":;',"' ve r:':/”;"?"“ Metal transfer tipi/ | Kaynak Hizy | To1 Girdisi/
. Kaynak Yintemi/ Welding Process dles Size of | Akamy Current | Voltajf Voliage | Kutup/Type of | b Wire | =500 b e 5 g et Speed HHeat Input
Rim Sfiller material ) 1 curre;nl.anrl /eed/sged = - (Kjmm)
(mm) P P O o polarity (mimin) vy o
H g dh
1 111 Elckwotla Metal Ark Kaynagi/ Metal Arc Welding with 25 30 100 2 2 bC+ N/A A L1t 127 173
Covared Elecirode
H B Wi
2 117 Elckurotla Melal Ark Kaynagi/ Melal Arc Welding with 325 80 120 2 25 bC+ N/A NA 127 i 1.89
Covered Elcclrode
T EN L | Ark i 5
3 Flektrotls Metal Ark Kaymage! Melal Are Weldmg with 325 80 120 2 25 bC+ N/A N/A 1,50 094 1,60
[Covered Electrode
3| apl/
4 111 Elckirotla Mclal Ark Kaynagl/ Metal Arc Welding wilh 325 30 120 2 2 DCH N/A N/A 151 093 1,59
ICovared Electrode
5 111 Elekwolla Melal Ark Kaynagi/ Mutal Are Welding with 325 20 120 2 25 s N/A N/A 1,51 0,93 1,59
Coveraed Elcctrode
6 |17 iekleotla Metal Ak Kaynua/ Melal Arc Welding wilh e = 120 5 - ber A T i 042 o
Covered Eleclrode
7
8
9
10

Yintem 1/Process I Yintem 2/Process 2

Yontem 1/Process |

Yintem 2/Process 2

Dolgu malzemesi tanmif

JYH10/TS EN IS0 2560

Kiise kaynaginda bogaz kahnhgy/

N/A

Filler material designation A:E423B42H10 Throat thickness for FW (a)(mm)
Dolgu malzemesi iiveticisi/ Kay. sonrastisil islem ve detaylary/ Post-

AS KAYNAK AS- B 248 a N/A
Filler material make Weld heat treatment and detail
Drolge makzemesi firn-kurutma/ Finlama/Baking - 300°C- Darbeli kaynak detayi/ ) Ta
Baking or drying of filler material 350°C 2 suul/ hows Puise welding detail 1
Gae/Tox Gisterimi/  [Reruma’ Niclding N/A Salimm (Maks. Paso Genisligi)/ -
(Cros/Fhux design ALNW Backing N/A Weaving(Max. Width of Run)
Gaz akig debisi/ Katutna! Shicliing N/A Oksilasyon/ XA
Gas flow rate AW Hacking N/A Oscillation
Tungsten elektrot tipi ve OIQI-IS\II A N Te'mas Tiipii / is par¢as: mesf:fesl / S 15
Tungsten electrode type and size Distance contact tube fworkpeice
Oluk agma detaylar/ 34 mm "U" { aglama/ Plazma kaynag detaylan / A
Detail of back gouing Grinding) Plasma welding detail
Althk detaylan/ bs ‘Tor¢/ Elektrot Ais1/ 60870

50"
Detail of backing Torch/ Electrode Angle
Mini on sitma sicakhgy Is
Preheat temprature (*C) Diger Bilgiler (8.5 balaniz) /
Maksimum pasolar arasi sicakhk/ 230 Other Informations (See 8.5) /‘/
Interpass temprature (°C) P P
Fe . f- J7 L

CAVITECH DENIZCILIK A.$
IMALATCl MANUFACTURER

HUSEYIN GOKAY YAVUZ
INSPEKTOR/ INSPECTOR




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

Sayfa/Page no: /4

fmalater KYYK no/ . WPQR-02 Kod/ Test Standardy/ . TURK LOYDU KURALLARI/TURK
Manufacture WPQR No = Code/ Testing Standard ' LOYDU RULES
Ii"“""’“'/ + CAVITECH DENIZCILIK LTD §TI Muayene Kurulugu / + TURK LOYDU
Manufacturer Examiner Body
Adres/ Site Mah. Atay Cad. Yeni Loca A Blok  TL No/ TL Reg.No 1 2022-0912
Adress No:7 K.-1 D.7 Umraniye Kaynak Tarihl/ Date of Welding : 3.01.2023

Kaynak Degiskenleri
Welding Variables

Yeterlilik Arahy/ Range of qualification

Yintem 1/ Process | Yontem 2/ Process 2

Kaynak Yontemi/ 111 Elektrotla Metal Ark Kaynafii/ Metal Arc Welding with
Welding Process Covered Electrode
Mekanizasyon/

Mechanization

Alin ve Kége Kaynagi-Butt and Fillet Weld

Type of joint and weld

[Plaka igin: Alin ve Kige Kaynafy, Boru igin D>150mm PA veya PC pozisyanlannda, D>=500mm diger pazisyonlar igin Alin ve Koge
Kaynaji/ For Plater Butt and Fillet Weld, For Tube: D>150mm PA or PC and D>=500mm all Positions Butt and Fillet Weld

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

Her inukaveinet scvivesi igin kaynak ynnlcmlcnmn aym ya da daha dusuk lokluk kalilclenine, test edildigi gckilde, uygulanabilcccgi dusuniiliir/ For cach
to Lhe same and lower toughness grades as that (csted Her tokluk kalilesi igin kaynak
For cach grade, welding procedurcs arc

strength level, welding p: are
yomsemierinin ayw ya da iki diigiik mukavemel seviyesine Lest edildigi sckilde cf1 diiglinihi
consitered applicable Lo the same and two lower sirength levels as thal testod

Ana Malzeme Kahnhg/
Parent Material Thickness

BW: 3 mm to 24 mm
FW:3 mm to 24 mm

Kaynak Metali Kalinhg\/ Weld Metal
Thickness(mm)

Max. 24 mm

Bogaz Kallnllgll

a=t

Cok Paso / Multi Run

Boru Dig Cap/
Outside Pipe Diameter

N/A

Brangman Agis1/
Branch Angle ()

N/A

Dolgu Malzemesi Gisterimi/

3YH10/ TS ENISO 2560-A : E42 3 B 42 H10

IFiller Material Design
Dolgu Malzemesi Ureticisi/ Welding consumables and auxiliary malerials used in the welding procedure tests may only be replaced in the subsequent fabrication
Filler Material Make work by others of (he same kind which bear Turk Loydu's approval
Dolgu Metali Olgiisii/
Simrlama Yok/ No Restriction

|Fi/ler Material Size i
IKuruyucu Gaz/Toz Gisterimi/ A
Designation of Shielding Gas/Flux
Althk Gaz1 Gosterimi/ NIA
Designation of Backing Gas
Kaynak Akimi ve Kutubu/ her
Type of Welding Current and Polarity

T ipi/
|Metal Transfer Tipi NIA

Mode of Metal Transfer

Is1 Girdisi/ fHeat Input

3. Sayfaya bakimz (Q-1,25Q) Q: Isi Girdisi/
See 3. page (Q-1,25Q) Q:Heal input

Kaynak Pozisyonlar/
Welding Positions

Bitiin Pozisyonlar, PG, PJ ve J-L045 harig /7
All Posilions, PG, PJ and J-L045 are excluded

Minimum On Isitma Sicakhg/
Preheat Temparture("C)

15 (A decrease of more than 50 oC from recorded preheating temprature on the WPQR requires a re-qualification
A decrease of the preheating is d only if the i [} g are fulfilied, e g. ISO/TR 17671-2.)

Maksimum Pusolar Arasi Sicakhik/
Interpass Temparature('()

230 (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

C (Kék Yarmali/With Gouging}

Kaynak Sonras: Isil iglem/
Post Weld Heat Treament

N/A

Difier Bilgiler(8.5 balamiz)/
Other hybrmu.'iuns (Sce 8. })

Blok No:7 K.-1 D.7 Umraniye

e | i y
standardinin geregine jriire arfanmiy, kay migtir, ]
Cern/‘ ied thai test melds prepared melded nnd Ie:led :au:/aclorlly in accordance with the requiremenis wf the code/testing standard inviicuted abive // 5 /‘

Site Mah. Atay Cad. Yeni Loca A

30.01.2023 HUSEYINGOKAY YAVUZ

KONUM/ LOCATION

DUZENLENME TARIHI/ DATE OF ISSUE INSPEKTOR/ INSPECTOR




KAYNAK YONTEMI YETERLILIiK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQOR)

Sayfa/Page no: 2/4

Kaynak Testi Kayitlar/ Record of Weld Test

imalate 6KYS/

Muayene Kurulusu/

Pl al)

Branch Angle ()

|Manufacture's pWPS No HEANESDZ Examiner Body 2 TURK LOYDU

imalatet KYYK no/

Manufucture WPOR No : WPQR-02 TL No/ TL Reg.No : 2022-0912

Tmalatgr/ - Ana Malzeme Spesifikasyonu/

: CAVITECH DENIZCILIKA 5
Manufacturer S Parent Material Specification TL-A TL-A
|Baglanti ve Kaynak Tipi/ . PLAKA ALIN KAYNAGI-PLATE Malzeme Grubu/Material group L1 L
Type of joint and weld " BUTT WELD (IS0 15608gire/ acc. 1o ISO 13608) i >
[TFTETT T2 MR ve T =
L Ana Malzeme Kalinhgy/

Metudw’_Metﬁltod t?fjolm‘ : MEKANIK Parent Material Thickhness (mm) N 1D 12
Minimum 6n 1s1tma sicakhipy/ 15 Boru Dis Capy/ . NA

Preheat temperature (C) ' Outside Pipe Diameter (mm) ’

| B

sicakhk/ /nterpass : 230 ransman Agisi/ + N/A

Kullanilan Kaynak Yéntemleri/ Welding Processes Used

Kaynak Yiéntemi/ Welding Process

111 Elektrotla Metal Ark Kaynagi/ Metal Arc Welding

with Covered Electrode

Mekanizasyon/ Mechanization Elle/ Manual
Kaynak Metali Kalmhgy/ Weld Metal 12
Thickness(mm)- Kige kaynagmda bogaz kalinligs "a”

Kaynak Pozisyonw Welding Position (acc. to pC

150 6947)

Kaynaker Adv Welder's Name MUSTAFA BAYKAL

Dolgu malzemesi tammy/ Filler material
designation

3YHI10/ TS EN ISO 2560-A: E423 B 42 H10

Dolgu malzemesi iireticisi/ Filler material
make

AS KAYNAK AS- B 248

Dolgu malzemesi finnlama yada kurutma/
Baking or Drying of Filler Material

Firinlama/Baking : 300°C-350°C 2 saat/ hours

electrode type and size

Gaz/Toz gisterimi/ Gas/Flux
) N/A
Koruma/ |design.
Shieldi
i 1 Gaz akus debisi/ Gas flow rate N/A
Gaz/Toz gisterimi/ Gas/Flux N/A
Althk/ design,
Backing .
Gaz akas debisi/ Gas flow rate N/A
T ten elektrot tipi ve dlgiisii/ Tungst
ungsten elektrot tipi ve dlgiisii/ Tungsten A N

Oluk agma veya althk detaylari/ Detail of
back gouing or backing

3-4 mm "U" (Taslama/

Grinding) b

Kaynak sonrasi isil islem ve detaylan/ Post-
. N/A
weld heat treatment and detail
Darbeli kaynak detayy Pulse welding detail N/A
Salimim (Maks. paso genisligi)/ Weaving (Max.
. 16 mm
width of run)
Oksilasyon/ Oscillation N/A
Kontak memesi/ is _Pﬂl'ﬂSl mesafesi/ Distance 515 mm
contact tube/ workpiece
Plazma kaynagi detaylary/ Plasma welding
. N/A
detail
Tor¢/ Elektrot agqisv/ Torch/ Electrode angle 60°-70°

Diger bilgiler (8.5 bakmmz)/ Other informations
(See 8.5)

CAVITECH DENIZCIiLiK A.§
IMALATCl/ MANUFACTURER

HUSEYIN GOKAY YAVUZ
INSPEKTOR/ INSPECTOR




KAYNAK YONTEMI YETERLILIK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)
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Imalater KYYK no/
Manufacture WPQR No

WPQR-02

TL No/

7L Reg.No 2022-0912

KAYNAK HAZIRLIK DETAYLA

RI/ WELD PREPARATION DETAILS

Baglant Dizayni/ Joint Design

Kaynak Siralary/ Welding Sequences

1-2 mm

KAYNAK DETAYLARY WELD DETAILS

, Tsr Girdisif
Dalgu male. | gvmn/ Current | Votaif Voltage | Atam igive | T Desieme | Kaynak bz —
i Kaynak Viintemi/ Welding Process ] “ 7 Kutup./Typeof | M Wire | Melal teansler tipt) ol
Run ¥ 8. filler material /AP of Jfeed speed | Mode of meial Transfer 8 (Kj/man)
current and polarity (/i (mm/s)
(mm) Min, | Max. | Min. | Max m/min) Mit Max.
1 !l Elcktrotla Melal Ark Kaynag/ Mclal Arc Welding 25 70 30 2 24 De+ NA NIA 1,20 1,03 1,28
with Covered Electrode
2 Lz:hiztgﬂ“g;'::):c’k Kaynag1/ Metal Arc Welding 3,25 8o | 100 | 22 25 DC+ NA NA 3,77 0,37 0,53
3 iv :lhlﬂztz’i“EY;ﬁL{?c’k Kaynagy/ Metal Arc Welding 3,25 g0 | w0 | 2 25 DC+ NA NA 1,42 0,41 0,58
4 L::fé;t‘:;:g;‘:;:k Kaynag/ Mctal Arc Welding 125 80 wo | 2 25 DC+ NA N/A 4,46 032 0,45
5 L‘il'h%f)t:’;“;l";ﬂ:c'k Kaynagy/ Metal Arc Welding 3,25 s0 | 100 | 22 2% pC+ NA NA 3,61 0,39 0,55
6 L::hEC'Zt‘::;“E"I”xL :c'k Kaynag/ Metal Arc Welding 3,25 g0 | 100 | 22 25 DC+ NA NA 3,53 0,40 0,57
7 :v:l;laclth:clclluEl\lﬂ;Il‘rl:)i:rk Kaynagi/ Metal Arc Welding 1,25 s0 | wo | 2 | 2 pC+ NA NA 428 0,33 0,47
8 Jv: I;EC"I“':“'I;“’;"E"I”;‘[‘;L&'“ Kaynagi/ Melal Arc Welding 3,25 80 | w0 | 2 25 DC+ NA WA 3,9 0,36 0,51
9 :vlll'h%z';:r“c‘:;l";'l‘:;";‘c'k Kaynugs/ Metal Arc Welding 325 go | 100 | 22 25 DC+ NA N/A 6,85 0,21 0,29
10 L:l;'iitﬁ’i“EY;t:xc'k Kaynagy/ Metal Arc Welding 3,25 so | 100 | 2 | 25 DC+ NIA NA 7,21 0,19 0,28
11 ;ILEC'Z"‘,ZT‘:”'EY;::LQ"‘ Kuynagi/ Metal Arc Welding 3,25 g0 | wo | » 25 DC+ NA NA 7,50 0,19 0,27
12 ‘lv l. l'hEC'zl“,‘c'r“;'i“E’\l";ll‘::):C'k Kaynug/ Melal Arc Welding 3,25 80 | w0 | 2 | 2 DC+ NA NA 8,00 0,18 025
13
L~ =
14 /
15
16
17
18
19
20
" " i
y 4
g V
]
CAVITECH DENIZCILIK A.§ HUSEYIN GOKAY YAVUZ
iMALATCl/ MANUFACTURER INSPEKTOR/ INSPECTOR




KAYNAK YONTEMI YETERLILiK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)
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Test Sonug¢lary/ Test Results

'imalal:l KYYKno/ : WPQR-2 Muay'ene Kurulugu / TURK LOYDU
Me e WPQR No Examiner Body
anle Muayene/Visual test Uyeun/Accepied Radyogralik Muayene/ Radiographic Test - NA
(Acc. to 1SO 17637) (Acc.to ISO 17636-1 or ISO 17636-2)
I51v1 Penetrant Testi/Dye Penerant Test (Acc. to . NA Ultrasonik Test/ Ultrasonic Test (Acc. to : UT-23.003
ISO 3452-1) = IS0 17640) 4
Manyetik Parcacik Testi/Magnetic Particular . Uysun/Accepted Makroskobik Muayene/ Macro . Uygun/Accepted
Inspection (Acc. to ISO 17638) * (Report No:)MT-23-023 Examination (Acc. to 1SO 17639) * (Report No:)PRB/2022/029
kme testi/ Tensile Tesl (IO 4136) - Rapor /Repors no: PRB/2022/0027 i 20°C
(Cekme testi/ Tensile Tes! - Rapor /Report no: Temperature("C)
Tip /No/ P o Kopma Biilgesi/ Sonug/
Type / No ) Rm - (Mimm2) A% z2% Fracture Locat Result
NUMUNE I/ Specimen | 460,6 N/A NA Basc Malerial Uygun/Accepted
NUMUNE 2/ Specimen 2 460,8 N/A N/A Base Malcrial Uygun/Accepled
[EK TEST 1/ Additional Test |
EK TEST 2/ Additional Test 2
. B B Mandrel Capi/(mm)
Egme Tesli/ Bend Test (ISO 5173) - Rapor /Report no: PRB/2022/0027 Former Diameter 40
Tip /No / Egme Agist (') ) Egme Tipi/ Notlar/ Sonug/
Type / No Bend Angle(") Vzama/ Elongation Bend Type Rermarks Result
NUMUNE 1/ Specimen 1 180" A Yan Egme/ Side Bend Uygun/Accepted
INUMUNE 2/ Specimen 2 180 N/A Yan Egme/ Side Bend Uygun/Accepted
INUMUNE 3/ Specimen 3 180° N/A Yan Egme/ Side Bend Uygun/Accepted
NUMUNE 4/ Specimen 4 1%0° N/A Yan Egme/ Side Bend Uygun/Accepled
EK TEST 1/ Additional Test |
[EK TEST 2/ Additional Test 2
Viintem! igin/ for process | - Centik Darbe Testi/ Impact Tcst (ISO 9016) - Rapor /Repori no: PRB/2022/0029 Kabul Degeri/ o
Min Reqtiirement
Centik Ven./ Nnmu.nc Elll.tll ! Stcakhld Temperature Degerler/ Vahies (J) Ortalama/ Avarage Sonug/
Notch Location Speciment Size T 3 7 Resudt
Kaynak Metali/ Weid Metal 10x10x55mm 20 170,87 135,63 173,26 159,92 Uygun/Accepled
FL/Fusion Line 10x10x55mm 20 104,79 100,12 101,67 102,19 Uygun/Accepled
FLA2 / Fusion Line + 2 mm 10x10x55mm 20 92,7 93,71 89,91 92,11 Uygun/Accepted
Nollar/ Remarks
Viintem?2 igin for process 1 - Centik Darbe Testi/ Impact Tcst (SO 9016) - Rapor /Report no:N/A fabul Degeri/
Bntem2 iyi 2 e Te: p: D Enonc Min Requirement
Centik ch./ Numu'nc Ebﬂldl / Stcatehle/ Temperature Degerler/ Values (f) Ortalama/ Avarage Sonug/
Notch Location Speciment Size T 3 = Result
IKaynak Metali/ Weld Meial
ITAB/ HAZ
[EK TEST 1/ Additional Test {
Notlar/ Remarks
S N ) Senlik Yénicmi/
!?a rilik testi/ Hardncss Test (1SO 9015-1) - Rapor /Report no : N/A Hardsiess Method
Olgiim Noktalar/ Meastrement Points 1 2 3 4 5 6 7 8 9 10 11 12 13 14 15
Olgitlen Deger/ Measured Value
Olgiim Noktalan/ Measurement Points 16 17 18 19 20 21 22 23 24 25 26 27 28 29 30
Olgiilen Deger/ Measured Value
Ol¢iim Noklalan/ Measnrement Points 31 32 33 34 35 36 37 38 39 40 41 42 43 44 45
[Olgiilen Deger/ Measured Value
ISertlik Testi Ol¢iim Noktalan / Hardness Test Location of Measurements
Diger Tesler/Other Tests N/A
Testlerin standarl veya kodlan/ Tests code or standards N/A
Laboraluvar Rapor No/ Laboratory Report No N/A
Test Sonuglan Kabul Edildi/ Edilmedi N/A
A L r
.
HUSEVINGOKAY YAVUZ
INSPEKTOR/ INSPECTOR




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

Baglant haznirhk ve temizlik metodu/

p WPS 02 o . ; : MIEKANTK

Manufacture's WPS No Method of joint preparation,cleaning
jmalatel KM¥KN o/ * WPQR-02 Baglant ve Kaynak Tipi/ * PLAKA ALIN KAYNAGLLLATE RUTT WELD
Manufacture WPQR No * Type of joint and weld :
Tmalatgi/ CAVITECTTIENIZCILIKA § Ana Malzeme Spesifikasyonu/ - TLA TL-A
Manufacturer Parent Material Specification
Kod veya Test Standardi/ + ENISO 15609-1:2007 Malzeme Grubw/Material group S0 i
Code or Test Standard (¥SO 15608'e gire/ acc. to ISO 15608)
Kaynak Pozisyonu/ rC |Boru Dis Capy/ - A
Welding Position (acc. to 1SO 6947) Outside Pipe Diameter (mm) '

Yantem 17 TT1 Fickirotla Mctal Ark Kaynagy Metal Ao Welling X Votem 1 Frocess .
Kaynak Vintemi/  |#vocess I with Coverod Elevtrode ,’f:f"':ﬁ”;ﬁ";; et L (12
Welding Process Yontem 2/ Thick sy ele Melal oo o7

Prscess 2 ickness(mm) Process 2

Baglann Dizaynv/ Joint Design

Kaynak Sivalari/ Welding Sequences

.
130
| N £ -
/ \ |/ A&
12 rnm \ / ;I ~—
\ \ Y [
| \ A
L = S
P 1-2mm
— - — =1
= ?;"E‘;_’"”?‘ l‘Ak'm_:'_p' Yer r:l I:/c;??" Metal transfer tipi/ | Kaynak Hizv Tou Girdini/
. Kaynak Yéntemi/ Welding Process e | Al Current | Voltai/ Voliage utup. (i ) W Wie | ode of metal | Travet Speed Heat Input
n s i i Z 2 currentand | feed spee ransfer (mmts) (Kjimm)
= Miz, Max Min Max potanty (mimin) M Max,
-1 2 g We
1 I'T1 Eleklirolla Melal Ark Kaynagi/ Mclal Arc Weldmg with 25 70 80 2 24 DC+ NA N/A 1,20 1,03 1,28
Covered Elecirode
- I g cl
2 111 T-lcktrotla Mclal Ark Kaynagi/ Melal Arc Welding with 325 80 100 2 25 DC+ N/A N/A 2,77 0,37 0,53
Covered Electrode
B I 4 g
3 LI I Eleklrolla Melal Ark Kaynagi/ Metal Arc Welding with 325 80 100 2 25 DC+ N/A N/A 3,42 0,41 0,58
ICovered Electrode
| i g
4 111 Elekirotla Metal Ark Kaynagy/ Melal Arc Welding with 325 80 100 2 25 DC+ N/A N/A 446 032 0,45
Covcred Elcelrode
-l a Metal Atk Kaynag i : Weldil i
5 [\ Tlekuotla Mutal Ak Kayougy Mefal At Welding with T %0 100 = s Dot NA NA 361 0,39 0,55
Covered Electrode
6 |11 CIekY ot Melal ATk Kuynags/ Metal Arc Welding wilh s 50 100 - o [ N/A NA 353 040 0,57
Covered Eleclrode
7 1T Elektrotla Metal Atk Kaynagi/ Melal Are Welding with 325 80 100 22 25 DO+ N/A N/A 428 0,33 0,47
[Covered Elecirode
8 111 Elckuotla Mutal Ark Kaynagy/ Metal Are Welding wilh 3,25 80 100 2 25 DC+ N/A N/A 3,96 0,36 0,51
Covered Electrode
Elekirotla Mutal Ark Kaynagi/ M
g |11UFlektrotla Mutal Atk Kuymaga/ Melal Asc Welding wilh 50 50 100 5 = =y ST NA 645 021 029
Covered Eleclrode
SIekolla Metal Atk Kaynagi/ Melal Are Wo i
10 | LT Pkl Meal ATk Kaynagi/ Melal Ate Welding w 325 50 100 » - e A - 727 0,19 028
Covered Electrode

Yantem 1/Process |

Yintem 2/Process 2

Yintem 1/Process [ Yintem 2/Process 2

Dolgu malzemesi tammi/ IYHI0/TS EN 1SO 2560- Kiise kaynaginda bogaz kalinhgi/ o
Filler material designation A:E423B42HI0 Throat thickness for FW (a)(mm)
Dolgu malzemesi Giveticisi/ Kay. sonrastisil islem ve detaylan/ Posi-

AS KAYNAK AS- B 248 b N/A
Filler material make Weld heat ireatment and detail
Dolgu malzemesi firin.-kurutma/ Frumlama/Baking - 300°C- Darbeli kaynak detayy/ A
Baking or drying of filler material 350°C 2 saat/ how's Pulse welding detail
Gaz/Tox Gosterimi/ |Morums! Shickding N/A Salum (Maks. Paso Genisligi)/ 16 mm
Gas/Fiux design. AW Backing N/A Weaving(Max. Width of Run)
Gaz alas debisi/ Booruma' Shicfding N/A Oksilasyon/ -
Gas flow rate Al Backing N/A Oscillation
Tungsten elektrot tipi ve 0l§|.lsu/ VA N/A t?mas Tiipi / is pargast mes-afesl ! .
Tungsten elecirode type and size Distance contact tube /workpeice
Oluk agma detaylan/ 34 mm "U" {Taglanma/ Plazma kaynag deraylan / A
Detail of back gouing Grinding) Plasma welding detail
Althk detaylan/ bs Torg/ Elektrot Agisi/ \ 6070

H 60 -

Detail of backing Torch/ Electrode Angle
Mini Gmsitma khg is
Preheat temprature (*C) Diger Bilgiler (8.5 bakiniz) /
Maksimum pasolar arasi sicakhk/ 230 Other Informations (See 8.5)
literpass temprature (°C')

CAVITECH DENIZCILIK A.S
[IMALATCl/ MANUFACTURER

HUSEYIR GOKAY YAVUZ
INSPEKTOR/ INSPECTOR




KAYNAK YONTEM SARTNAMESI (KYS)
WELDING PROCEDURE SPECIFICATION (WPS)
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Tmalatg KYS/
Manufacture’s WPS No

P WPS 02

Baglant: hazirhk ve temizlik metodu/

|Method of joint preparation,cleaning

MEKANIK

Imalat¢1 KYYK No/

WPQR-02

Baglant ve Kaynak Tipi/
Type of joint and weld

PLAKA ALIN KAYNAGI-PLATE BUTT WELD

Manufacture WPQR No
hmalalcl/

Ana Malzeme Spesifikasyonu/

CAVITECH DENIZCILIKA § " pam + TL-A TL-A
Manufacturer Parent Material Specification
Iz -
Kod veya Test Standardy/ EN IS0 15609-1:2007 Malzeme GrublllllMatenalgroup < u
Code or Test Standard (ISO 15608'e gire/ acc. to I1SO 15608)
Kaynak Pozisyonu/ . Boru Dig Capy/ RN
Welding Position (acc. to 1SO 6947) Outside Pipe Diameter (mm) "
. i Yéntem 1/ | !I Elckirotla Melal Ark Kaynajii/ Mclal Arc Welding Kaynak Metali Yontem Il Procen 2
Kaynak Yéntemi/ Process 1 wilh Covered Elecirode o ! !
. = Kol Weld Metal
Welding Process Yontem 2/ » Yoniem 2
Process 2 Thickness{mm) Progess 2 =
Baglanti Dizayny/ Joint Design Kaynak Swralan/ Welding Sequences
E|
] — E '
|
)
12 Im / -—
L 1
1-2 mm
Paso/ ?:Ii‘;_':’ab; k:!k‘m/"p‘ . h;l:/I ;’Vjilc_;‘n:d Metal transfer | Kaynak Hizi/ Tst Girdisi/
Kaynak Yintemi/ Welding Process ULE/EE Alam/ Current Valtaj/ Voltage up./Type of | iz s tipi/ Mode of | Travel Speed Heat Input
Run fitter material 7)) W) current and speed (Kj/mm)
(mm) olarit (miinin) meial transfer (mm/s) /mm,
Min Max. Min. Max, 4 / Min, Max.
11 111 Elckirotla Melal Ark Kaynagi/ Mctal Arc Welding with 125 80 100 2 25 DC+ NA NIA 7,50 0,19 0,27
Covered Electrode
111 Elekirotla Metal Ark Kaynagi/ Mctal Arc Welding with
12 Covered Electrode 3,25 80 100 22 25 DC+ N/A N/A 8,00 0,18 0,25
13
)
14
//
15 |
-
16
17
18
19
20

Yiintem 1/Process I Yontem 2/Process 2

Yintem 1/Process |

Yiontem 2/Process 2

Dolgu malzemesi tamimui/ "x].“l;;;;';;;‘;'l;w' Kise kaynaginda bogaz kalinhg/ A
Filler material designation ) Throat thickness for FW (a)(mm)

Dolgu malzemesi iireticisi/ AS KAYNAK AS- B 248 Kay. sonrasi isil islem ve detaylari/ Post- s
Filler material make Weld heat treatment and detail

Dalgu malzemesi firin.-kurutma/ Finmlama/Baking : 300°C- Darbeli kaynak detayi/ A
Baking or drying of filler material 350°C 2 saal/ hours Pulse welding detail

Gaz/Toz Gisterimi/  |Koruma/ Shielding NA Salimm (Maks. Paso Genisligi)/ "
Gas/Flux design AWK/ Backing N/A Weaving(Max. Width of Run) i
Gaz akiy debisi/ Koruma/ Shielding N Oksilasyon/ R
Gas flow rate AWK/ Backing NIA Oscillation

Tugsten elektrot tipi ve dl¢iisii/ Tungsten A A Temas Tiipii / i§ par¢ast mesafesi / 5 15l
electrode type and size Distance contact tube /workpeice

Oluk agma veya althk detaylar/ 3-4 mm "U" B Plazma kaynag detaylar: / NA
Detail of back gouing veya backing (Taglama/ Plasma welding detail

Mini Onisitma khgy 15 Tor¢/ Elektrot Agisi/ T
Preheat temprature (*C) Torch/ Electrode Angle

Maksi p arasi khik/ o Diger Bilgiler (8.5 bakimz) /

Interpass temprature ('C) Other Informations (See 8.5)

CAVITECH DENIZCILIiK A.§
iMA LATCI/ MANUFACTURER

A 1 y 4 ]
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KAYNAK YONTEMI YETERLILIK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)
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fimalates KYVK no/ ]
Manufacture WPOR No H

WPQR-03

Kod/ Test Standardy/
Code/ Testing Standard

TURK LOYDU KURALLARI/TURK
* LOYDU RULES

Tmalate 1 CAVITECH DENIZCILIK LTD §TI Muayene Kurulusu / : TURK LOYDU
Manufacturer Examiner Body

Adres/ . Site Mah. Atay Cad. Yeni Loca A Blok ~ TL No/ TL Reg.No 1 2022-0912
Adress " WNo:7K.-1 D.7 Umraniye Kaynak Tarihi/ Date of Welding 1 3.01.2023

Kaynak F)c_il,iskcn leri
Welding Variables

Yeterlilik Araliyl Range of qualification

Yintem 1/ Process |

Yintem 2/ Process 2

Kaynak Ydntemi/ 136 Ozlii Tet Elektrotla Metal Aktif Gaz Kaynagl/ MAG welding
Welding Process with flux cored electrode
) ekanl.zns%'onl Yari Otomatik/ Semi-Auto
Mechanization
v
Type of joint and weld Ahn ve Koge Kaynagi-Butt and Fillet Weld

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

yontemlerinin ayni ya da iki ditgiik mukavemel seviyesine test edildigi sckilde
{considered applicable Lo the same and lwo lower sirength levels as (hat (ested

strength level, welding procedures are considered applicable o the same and lower loughm:ss gradcs as Lhal tested

Her mukavemel seviyesi igin kaynak yontemlerinin ayni va da daha dusiik tokluk kalitelerine, Lest edildigi sckilde, uygulanabilecei diisiiniiliir/ For cach

Her tokluk kalitesi igin kaynak

For each grade, welding procedures are

Ana Malzeme Kalinhg/
Parent Material Thickness

BW: 3 mm to 24 mm
FW:3 mm to 24 mm

Ke?ynak Metali Kalinhig)/ Weld Metal Max. 24 mm
Thickness(mm)
ogaz Kalinhgi/ .

Throat thickness
Tek/Cok ﬁaso/

Single/Multi Run

Cok Paso / Multi Run

Boru Dig Capy/
Qutside Pipe Diameter

N/A

Bransman Aqisi/
Branch Angle ()

N/A

[Dolgu Malzemesi Gisterimi/
Filler Material Design

3YSAHS/ENISO 17632-AT462PC1

Dolgu Malzemesi Ureticisi/

Welding consumables and auxiliary materials used in the welding procedure tests may only be replaced in the subsequent fabrication

Filler Material Make work by others of the same kind which bear Turk Loydu's approval
Metali Olgiisii/

D.algu € a,l .q:usu Sinirlama Yok/ No Restriction

Filler Material Size

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

TURK LOYDU KURALLARI KISIM 3/
TURK LOYDU RULES CHAPTER 3

Cl

Althk Gazi Gésterimi/
Designation of Backing Gas

(Group I, N1, N2 and N3

Kaynak Akinm ve Kutubu/
Type of Welding Current and Polarity

DC+

Metal Transfer Tipi/
Mode of Metal Transfer

N/A

I[su Girdisi/ Heat Input

3. Sayfaya bakimiz (Q-1,25Q) Q: [si Girdisi/
See 3. page (Q-1,25Q) Q:Heat input

Kaynak Pozisyonlari/
Welding Positions

Biitiin Pozisyonlar, PG, PJ ve J-L.045 harig /7
All Positions, PG, PJ and J-L045 are excluded

Minimum On Isitma Sicakhigi/
Preheat Temparture(°C)

15 (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 pennitted only if the

concerning prek g are fullilled, e.g. ISO/TR 17671-2.)

Maksimum Pasolar Arasi Sicakhk/
Interpass Temparature("C)

qualification)

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

Kaynak ve Baglant Tipi/
Type of Joint/Weld

C (Kok Yarmali/With Gouging)

Kaynak Sonras Isil [slem/
Post Weld Heat Treament

N/A

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

T YT T T P e r
Cerllfed lhal le:l nrM.\ pr\';w-ef uplded and lesled :nusﬁlcmnly in accordance With the requirements Dflhe code/testing standard indicated ab

ove

Site Mah. Atay Cad. Yeni Loca A
Blok No:7 K.-1 D.7 Umraniye

30.01.2023

HUSEYIN ZOKAY YAVUZ

KONUM/ LOCATION

DUZENLENME TARIHI/ DATE OF ISSUE

INSPEKTOR/ INSPECTOR




KAYNAK YONTEMI YETERLILIK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)
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Kaynak Testi Kayitlary/ Record of Weld Test

imalatg oKYS/

Muayene Kurulugu/

Ll

Branch Angle ()

Manufacture's pWPS No : PWPS 03 Examiner Body : TURKLOYDU
Imatatgr KYYK no/
| Manufactire WPOR No : WPQR-03 TL No/ TL Reg.No : 2022-0912
imalatgy/ Ana Malzeme Spesifikasyonu/ 1

: CAVITECH DENIZCILIKA H
Manufacttrer ) Parent Material Specification it o LA
Bagilant ve Kaynak Tipi/ _ PLAKA ALIN KAYNAGI-PLATE Malzeme Grubu/Material group L1 1 L1
Type of joint and weld " BUTT WELD (IS0 15608gére/ acc. to ISO 15608) ' o :

Ana Malzeme Kalinhgy/ t
joil : MEKANIK

Me{odu."_Mezi}md l?f Joint N Parent Material Thickhness (mm) 12 0 12
Minimum &n1sitma sicakhgy/ .15 Boru Dis Capy/ . N/A
Preheat temperature (C) : Outside Pipe Diameter (mm) :
[ T H Brangman Agisi/
sicaklk/ Interpass : 230 . ¢ : N/A

Kullanilan Kaynak Yéntemleri/ Welding Processes Used

Kaynak Yéntemi/ Welding Process

136 Ozlii Tel Elektrotla Metal Aktif Gaz Kaynag/
MAG welding with flux cored electrode

Mekanizasyon/ Mechanization

Yari Otomatik/ Semi-Auto

Kaynak Metali Kahnh@y/ Weld Metal

2
Thickness(mm)- Koge kaynaginda bogaz kalmiig: "a” !
Kaynak Pozisyonw Welding Position (acc. to PE
150 6947)
Kaynak¢ Adv Welder's Name ALI SAHIN

Dolgu malzemesi tammi/ Filler material
designation

3YSAHS/ENISO 17632-AT462PC 1

Dolgu malzemesi iireticisi/ Filler material
make

MAGMAWELD FCW 11

IDolgu malzemesi firinlama yada kurutma/

Baking or Drying of Filler Material fone
Gaz./Toz gasterimi/ Gas/Flux EN 14175: C1

Koruma/ |design.

Shieldi

"8 1Gaz alas debisil Gas flow rate 14-16 Wdk

Gaz/Toz gisterimi/ Gas/Flux N/A

Althk/ design.

Backi

acking Gaz akis debisi/ Gas flow rate N/A

Tungsten elektrot tipi ve dlgiisii/ Tungsten
electrode type and size

N/A N/A

Oluk agma veya althk detaylan/ Detail of
back gouing or backing

3-4 mum "U" (Taslama/

Grinding) bs

Kaynak sonrasi 1si1l isiem ve detaylary/ Post-

weld heat treatment and detail b
Darbeli kaynak detayy/ Pulse welding detail N/A
Salimim (Maks. paso genigligi)/ Weaving (Max.

. 16 mm
width of run)
Oksilasyon/ Oscillation N/A
Kontak memesi/ is ParcaSI mesafesi/ Distance 5-15 mm
contact tube/ workpiece
Plazma kaynag: detaylary/ Plasma welding

i N/A

detail
Torg¢/ Elektrot acisi/ Torch/ Electrode angle 60°-70°

Diger bilgiler (8.5 bakimiz)/ Other informations
See 8.5

Vi

CAVITECH DENIZCILIK A.§
IMALATCI/ MANUFACTURER

/)

HUSEYINGOKAY YAVUZ
INSPEKTOR/ INSPECTOR




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

Sayfa/Page no: 3/4

Manufacture WPQR No

l.i:na]atcl KYYK no/

WPQR-03

TL No/

TL Reg.No 2022-0912

KAYNAK HAZIRLIK DETAYLARY WELD PREPARATION DETAILS

Baglant1 Dizayny/ Joint Design

Kaynak Siralary/ Welding Sequences

|~ EJ
] \ |/ — E
[ \ / 1|
12 lm#‘l \ | ! ) -~
\1| \ L/ Ii |
L \ ! 1

KAYNAK DETAYLARI/ WELD DETAILS

Is1 Girdisi,
Dolgu malz. | A/ Curremt | Valtay/ Voltage | At gipive | T Desteme | aynak bt P "’“l/
L Kaynak Yontemi/ Welding Process file. Size of “4) m lutup./Type of | MY Wire | Metal transfer tipi/ | 7 L Ely!
Rin Y & Sfitler maerial i pe . Jeed speed | Mode of metal Transfer . (Kjtmm)
current and polarity (i (mm/s)
(im) Min, Max. Min Max. mipiin) Min, Max
136 O71ii Tel Elckirotla Metal Aktif Gaz Kaynag/
1 MAG welding with flux cored clocirode 1,2 120 150 18 20 DC+ 1.8 NA 1,28 1,35 1,88
136 Ozlu Tel Elcktrotla Melal Akl Gaz Kaynagy/
2 MAG welding with flux cored clecirode 1,2 180 210 20 22 DC+ 7,44 N/A 2,05 1,40 1,80
136 O7lii Tcl Elckirotla Melal Aktif Gaz Kaynagy/
3 MAG welding with flux cored clectrodc 1,2 180 210 20 22 DC+ 7,44 N/A 2,16 1,33 1,71
136 O7lii Tel Elckirotla Metal Aktif Gaz Kaynag/
4 MAG welding with flux cored clecirode 1,2 180 210 20 22 DC+ 7,44 NA 2,05 1,40 1,80
136 Ozlii Tel Elckirotla Metal Aklif Gaz Kaynagt/
5 MAG welding with flux cored cloctrode 12 180 210 20 22 DC+ 7,44 N/A 1,90 1,52 1,95
136 Ozlii Tel Elekirolla Metal Akiif Gaz Kaynagy/
6 MAG welding with flux cored clocirodc 52 180 210 20 22 DC+ 7,44 N/A 2,05 1,40 1,80
136 Oz1i Tel Elcktrotlu Mclal Ak Gaz Kaynagi/
7 MAG welding with flux corod clectrodc 1,2 180 210 20 22 DC+ 7,44 N/A 2,05 1,40 1,80
136 Ozlii Tel Elcktrotla Melal Aktil Gaz Kaynagy/
8 MAG wlding wilh flux cored cloctrodc 1,2 180 210 20 22 DC+ 7,44 N/A 2,16 1,13 1,71
9 —
=
-
11 /
12
13
14
15
16
17
18
19
20
L F i
U
.
.
CAVITECH DENIZCILIK A.S HUSEYIN GOKAY YAVUZ
IMALATCI MANUFACTURER INSPEKTOR/ INSPECTOR




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

Sayfa/Page no: 4/4

Test Sonuglary/ Test Results

Iimalalcl KYYKno/

Muayene Kurulusu /

WPQR-03 TURK LOYDU
(Manufacture WPOR No @ Examiner Body
Giizle Muayene/Visual test Uygun/Accepted Radyografik Muayene/ Radiographic Test NA
(Acc. to 1SO 17637) (Acc.to ISO 17636-1 or 1SO 17636-2)
Siv1 Penetrant Testi/Dye Penerant Test (Acc, to . NA Ultrasonik Test/ Ultrasonic Test (Acc. to + UT-23.003
ISO 3452-1) " 150 17640) ’
Manyetik Parcacik Testi/Magnetic Particular Uygun/Accepted Makroskobik Muayene/ Macro . Uygun/dccepted
Inspection (Acc. to ISO 17638) (Report No:)MT-23-023 Examination (Acc, to I1SO 17639) * (Report No:)PRB/2022/028
Kkme (esti/ Tensile Test (IS0 4136) - Rapor /Report no: PRE/2022/0028 Sreakiik! wC
Cckme (st cnsile Test - Rapor /Report no: Temperature(*C)
Tip /No/ Kopma Biilgesi/ Sonug/
2) 9 o
Type / No Re (Nmm2) Rm @inniz) e z% Fracture Locat. Result
NUMUNE 1/ Specimen I 492,1 N/A N/A Basc Malcrial Uygun/Acceplod
INUMUNE 2/ Specimen 2 4852 N/A N/A Basc Malerial Uygun/Acceplod
EK TEST |/ Additional Test |
EK TEST 2 Additional Test 2
_ R X Mandrel Capi/(mm)
[Epme Testi/ Bend Tcest (ISO 5173) - Rapor /Report no: PRB/2022/0028 Former Diameter 40
Tip /No/ Egme Acist (') . B Egme Tipi/ Notlar/ Sanug/
zama/ £
Type / No Bend Angle(") Uzama/ Elouggation Pend Type Rermarks Result
NUMUNE I/ Specimen I 180 N/A Yan Egme/ Side Bend Uygun/Accepled
NUMUNE 2 Specimen 2 180 N/A Yan Egme/ Side Bend Uygun/Acceplod
NUMUNE 3/ Specimen 3 180 N/A Yan Egme/ Side Bend Uygun/Accepiod
NUMUNE 4/ Specimen 4 180° N/A Yan Egme/ Side Bend Uygun/Accepted
EK TEST 1/ Additional Test |
EK TEST 2 Additional Test 2
Yantem1 igin/ for process I - Cenlik Darbe Testi/ Impact Test (18O 9016) - Rapor /Report no: ’RB/2022/0028 Kabul Degerif 14
Min. Requirvement
(Centik Ynn_/ Nnm\{nc Ehﬂ‘dll Steaklik! Temperature Degerler/ Values (J) Ortalama/ Avarage Sonug/
Notch Location Speciment Size Y ¥l 3 Result
[Kaynak Mctali/ Weld Metal 10x10x55mm 20 109,5 112,13 106,62 109,42 Uygun/Accepted
FL/Fusion Line 10x10x55mm 20 97,55 98,83 80,47 92,28 Uygun/Accepled
FL+2 / Fusion Line + 2 mm 10x10x55mm 20 87,9 89,91 90,17 89,33 Uygun/Accepled
Nollar/ Remarks
Yiintem? igin/ & 1- Centik Darbe Testif Impacl Test (ISO 9016) - Rapor /Report no:N/A Kabul Degeri/
iintem2 igin/ for process el arbe Testi pa cs| - Rapor /Report no: Min Requivement
Centik Vcrl./ Ntlmn.nc Eh'a.dll Stcaklik/ Temperature Degerler! Values () Ortalamal Avarage Sunug/
Noich Location Speciment Size T 5 T Result
Kaynak Melali/ Weld Metal
[TAB/ fiAZ
EK TEST 1/ Additional Test I
Nollar/ Remarks
B N X Sertlik Yomemi/
IScrtllk testi/ Hardness Test (1ISO 9015-1) - Rapor /Report no : N/A Hardiesi Mehod
[Dlgiim Noklalan/ Measurement Points 1 2 3 4 5 6 7 8 9 10 11 12 13 14 15
Dlgiiten Deger/ Measured Value
Olgiim Noktalari/ Measurement Points 16 17 18 19 20 21 22 23 24 25 26 27 28 29 30
Olgitlen Deger/ Measured Vaite
Olgiini Noklalar/ Measurement Points 31 32 KX} 34 35 36 37 38 39 40 41 42 43 44 45
Ol¢iilen Deger/ Measured Value
ertlik Testi Olgiim Noktalan / Hardness Test Location of Measurements
Diger Tesller/Other Tests : N/A
Testlerin standart veya kodlari/ Tests code or standards o N/A
Laboratuvar Rapor No/ Laboratory Report No : N/A
Test Sonuglari Kabul Edildi/ Edilmedi 1 N/A
.
HUSEYIN FOKAY YAVUZ
INSPEKTOR/ INSPECTOR




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

Sayfa/Page no: 1/1

Imalatg KYS/ P WES 01 Baglant hfi?lrllk ve lem.lzllk mefndu/  MEKANIK
Manufaciire's WPS No |Method of joint preparation,cleaning
Imalatgs KYYK No/ © WPQR-03 Baglana ve Kaynak Tipi/ * PLAKA ALIN KAYNAGI-PLATE BUTT WELD
Manufacture WPQR No Type of joint and weld
fmalaty + CAVITECH DENIZCILIKA § Ana Malzeme Spesifikasyonu/ STLA TL-A
Manufacurer : \Parent Maierial Specification E
Kod veya Test Standardi/ « ENISO 15609-1:2007 Malzeme Grubw/Material group 1 u
Code or Test Standard ¥ (IS0 15608'e giire/ acc. io 1SO 15608)
Kaynak Pozisyonu/ i pF Boru Dis Capi/ WA
Welding Position (acc. to {SO 6947) - OQutside Pipe Diameter (mm) .
Yontem . 136 Ol Tel Flektrotla Metal Akl Gias Kaymgs! A Youlein 1/ Pricess
Kaynak Yoatemi/  |frocess / " MAG welding with flux cored clectrode f’ﬁtt’sﬂ; Metal 1 1
Welding Process Yoton 17 - L Al avem o =
Process 2 * ickness(mm) Process 2 *
Baglant Dizayny Joint Design Kaynak Siralar/ Welding Sequences
130"
I~ g — - - —
7 \ ! / \E O
/ \ / C}j
e \ |/ )<
N/
i ) £ ——
= | Il o mm
! -« mm
el o b
- Dlolsl; malz. ' k“:""‘;"‘ Y§ Th“' :’/";’f‘"" Metal transfer tipi/ |Kaynak Hiy | 191 Girdisi/
40 Kaynak Yéntemi/ Welding Process 'I"“ = ) Aki/ Current Valtaj/ Voliage | Kutup }"’ed"/ "d ”Z Mode of metal Travel Speed Heai Input
Run Sitler ma;erm (4) ") rurn;nl;m fee /:p'ee wansfer (mmis) (Kj/mm)
o M x| Mm Max goany (mi/min) M M,
136 O7lu Tel Elcktrotla Melal Akl Gax Kaynag/ MAG
1 welding with lux cored clectrode 12 120 150 18 20 DC+ 1.8 N/A 1,28 1,35 1,88
136 Uzlu Tel Elcklrotla Mctal Akbt Gaz Kaynag/ MAG
2 wolding with flux cored clecrode 12 180 210 20 22 DC+ 744 N/A 2,05 1,40 1,80
136 Urlu Tel Eckirolia Melal AkUl Gaz Kaynagi/ MAG
3 welding with flux corcd clectrode 1,2 180 210 20 22 DC+ 744 N/A 2,16 1,33 1.1
136 Ozlu Tel Llekirotla Mclal Akbil Gaz Kaynagi/ MAG
4 welding with llux cored clectrode 1.2 180 210 20 22 DC+ 744 N/A 2,05 1,40 1,80
136 Uzl Tel Elekuotla Metal Akul Gaz Kaynug/ MAG
5 wolding with flux cored electrodc 1.2 180 210 20 22 DC+ 7.44 N/A 1,90 1,52 1,95
136 Oz10 Tel Llcktrolla Metal Akl Gaz Kaynag! MAG
6 walding with lux cored clectrode 12 180 210 20 22 DC+ 7,44 N/A 2,05 1,40 1,80
136 Ozl Tel Llckirotla Metal AKUE Gaz Kayrag/ MAG
2! 2,
7 ereibding with fiox coeat dvetiodo L2 180 210 20 2 DC+ 7,44 N/A ,05 1,40 1,80
136 Ozl Tel Licktrolla Metal Akul Guz Kaynagi/ MAG . .
8 welding with flux cored clecirode 12 180 210 20 22 DC+ 7,44 N/A 2,16 113 L
9 —
—
10
Yintem 1/Process | Yintem 2/Process 2 Yontem 1/Process ! Yintem 2/Process 2
Dolgu malzemesi tanumi/ ; o M;\"]'_A?Z':‘é 'l"'" T Kiige kaynaginda bogaz kahnhgy/ NA
Filler material designation Throat thickness for FW (a)(mm)
l)f)lgu malz.emesl tireticisi/ . | macmawELD row 11 Kay. sonrasi isil islem ve del»uylarl/ Post- 1 N
Filler material make Weld heat treatment and detail
Dolgu malzemesi finn.-kurutma/ . S Darbeli kaynak detayy/ R
Baking or drying of filler material ) Puise welding detail
Gar/Tuz Gostevimi/  [Korwma Shielding EN 14175:C1 Salimm (Maks. Paso Genigligi)/ 16 mm
Cins/Fiux design. ALK Backing : N/A Weaving(Max. Width of Run)
Gaz akis debisi/ Katumu! Shielding A 14-16 lvdk Oksilasyon/
N/A
Gas flaw rate AWK Backing : N/A Oscillation
Tungsten elektrot tipi ve ol;l_lsul - A S T:;mas Tiipii / is parcast mes'al'esl / T .
Tungsten electrode type and size Distance contact tube /workpeice
Oluk a¢ma delaylar/ . Beek s L1 { Tuplam! Plazma kaynag detaylan / A
Detail of back gouing 5 Grinding) Plasma welding detail
Althk detaylar)/ 5 bs Torg/ Elektrot Aqist / P
1 50 -
Detail of backing Torch/ Electrode Angle
Minimum dn 1sitma sicakhgy/ z i
Preheat temprature (*C) ) Diger Bilgiler (8.5 balamz) /
Maksimum pasolar arasi sicakhk/ 230 Other Informations (See 8.5)
[nierpuss temprature ('C)
CAVITECH DENIZCILIK A.§ HUSEYIN gOKAY YAVUZ
IMALATCI/ MANUFACTURER INSPEKTOR/ INSPECTOR




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

Sayfa/Page no: 1/4

imalatgr KYYK no/ © WPQR-04 Kod/ Test Standardy/ . TURK LOYDU KURALLARI/TURK
Manufacture WPQR No ‘ Code/ Testing Standard " LOYDU RULES

Tmalate/ : CAVITECH DENIZCILIK LTD $TI ey o : TURK LOYDU

\Manufacturer Examiner Body :

Adres/ . Site Mah, Atay Cad. Yeni Loca A Blok  TL No/ L Reg.No 1 2022-0912

Adress " No:7K -l D.7 Umraniye Kaynak Tarihi/ Date of Welding 1 3.01.2023

Kaynak Degiskenleri
Welding Variables

Yeterlilik Araliy/ Range of qualification

Yontem 1/ Process 1 Yontem 2/ Process 2

|Kaynak Yintemi/ 136 Ozlu Tel Elektrotla Metal Aktf Gaz Kaynagi/ MAG welding
Welding Process with flux cored electrode
Mek n/
Woe am'zaS).'o Yari Otomatik/ Semi-Auto
Mechanization
I
Type of joint and weld Alin ve Kége Kaynagi-Butt and Fillet Weld

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

Her mukavemel seviyesi icin kaynak ynnlcmlcnmn ayni va da daha diigiik Lokluk kalilelering, test cdildigi gckildc, uygulanabileceg: disiiniliir/ For cach
strength level, welding p arc d licablc ta the same and lower loughncss gradr:s as Lhal tested Her (okluk kalitesi 151n kaynak
yonicmlerinin aym ya da iki diisiik mukavemet seviyesine test edildigi gekilde iuiliir/ For cach b grade, welding procedures are

considered applicable Lo the same and Lwo lower sirength levels as that tested

Ana Malzeme Kalmhgy/
Parent Material Thickness

BW: 3 mm to 24 mm
FW: 3 mm to 24 mm

Kaynak Metali Kalmhgy/ Weld Metal
Thickness(mm)

Max. 24 mm

ogaz Kalmhgi/
Throat thickness

a=t

ek/Cok Paso/
Single/Multi Run

‘Cok Paso / Multi Run

Boru Dis Capy/
Outside Pipe Diameter

N/A

Brangman Aqisy/
Branch Angle ()

N/A

Dolgu Malzemesi Gésterimi/
Filler Material Design

3YSAHS/EN SO 17632-AT462PC1

WDulgu Malzemesi Ureticisi/

Welding consumables and auxiliary materials used in the welding procedure tests may only be replaced in the subsequent fabrication

Filler Material Make work by others of the same kind which bear Turk Loydu's approval
Dolgu Metali Olgiisii/

Sinirlanma Yok/ Na Restriction
Filler Material Size

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

TURK LOYDU KURALLARI KISIM 3/ Cl
TURK LOYDU RULES CHAPTER 3

Althk Gazi Gosterimi/
Designation of Backing Gas

Group [, NI, N2 and N3

Kaynak Akim ve Kutubu/
Type of Welding Current and Polarity

DC+

Metal Transfer Tipi/
Mode of Metal Transfer

N/A

I[sl Girdisi/ Heat Input

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

IKaynak Pozisyonlar/
Welding Positions

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

Minimum On Isitma Sicakhigy/
Preheat Temparture("C)

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

Maksimum Pasolar Arasi Sicakhlk/
Interpass Temparature("C)

230 (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

C (Kak Yarmal/With Gouging)

Kaynak Sonrasi Isil Iglem/
Post Weld Heat Treament

N/A

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

Sertlikalandindmy o wynag yukarida helirtilen kadl's
Certified that test welds prepared, welded and tested satisfactori

AT FeTCRING HOTe Hulr'.‘nmli Toaynatimy ve Tent u!lm:ﬂlr
ly in accordance with the reg of the cod standard i d above ;J A /

Site Mah. Atay Cad. Yeni Loca A . K
Blok No:7 K.-1 D.7 Umraniye 30.01.2023 HUSEYIN Jimv YAVUZ
KONUM/ LOCATION DUZENLENME TARIHI/ DATE OF ISSUE INSPEKTOR/ INSPECTOR




KAYNAK YONTEMI YETERLILIK KAYIT FORMU (KYYK)

WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)

Sayfa/Page no: 2/4

Kaynak Testi Kayitlary Record of Weld Test

imalatg KYS/

Muayene Kurulusu/

Ll

Branch Angle ()

Manufaciure's pWPS No il b Examiner Body y TURKLOYDY
limalatgs KYYK no/
g -04 TL 2 : 2022-0912
Manufacture WPQR No WHQIR-O No/ TL Reg.No 2 09
imalatgi/ Ana Malzeme Spesifikasyonw/ t
: CAVITECH DENIZCILIKA .
Manufaciurer : & Parent Material Specification P TL-A o TLA
Baglant) ve Kaynak Tipi/ . PLAKA ALIN KAYNAGI-PLATE Malzeme Grubu/Material group L1 1l L1
Type of joint and weld * BUTT WELD (ISO 15608gire/ acc. to ISO 15608) ’ o :
- Ana Malzeme Kalmhgy/
. 1
] M : MEKANT
“clndui. eti:od ?fjmm Ik Parent Material Thickhness (mm) 12 o 12
Minimum &n 1sitma sicakhgy/ . 15 Boru Dig Cap/ . NA
Preheat temperamre (C) ’ QOutside Pipe Diameter (mm) '
B AT Brangman Aqisi/
sicakik! Interpass : 230 i ¥ : N/A

Kullanilan Kaynak Yontemleri/ Welding Processes Used

Kaynak Ydéntemi/ Welding Process

136 Ozlii Tel Elektrotla Metal Aktif Gaz Kaynag/
MAG welding with flux cored electrode

[Mekanizasyon/ Mechanization

Yart Otomatil/ Semi-Auto

Kaynak Metali Kalinh@/ Weld Metal

2
Thickness(mm)- Kige kaynaginda bogaz kalniiga "a” y
Kaynak Pozisyonu/ Welding Position (acc, to PC
ISO 6947)
Kaynakegr Adv/ Welder's Name ALT SAHIN

Dolgu malzemesi tammv/ Filler material
designation

3YSAHS/ENISO 17632 -AT462PC 1

Dolgu malzemesi iireticisi/ Filler material
make

MAGMAWELD FCW |1

|Dolgu malzemesi firmlama yada kurutma/

back gouing or backing

Grinding)

Baking or Drying of Filler Material heTe
Gaz'/Toz gosterimi/ Gas/Flux EN 14175: C1
Koruma/ |design.
Shieldi
PHNE | Guz alag debisi/ Gas flow rate 14-16 lydk
Gaz/Toz gisterimi/ Gas/Flux N/A
Althk/ design.
Backing L.
Gaz akis debisi/ Gas flow rate N/A
T ten elektrot tipi ve dlgiisii/ Tungs:
ungsten elektro ipi ve Blgiisii/ Tungsten A S,
electrode type and size
Oluk a¢ma veya althk detaylary/ Detail of 3-4 mm "U" (Taglama/ b
]

Kaynak sonrass 1sil islem ve detaylan/ Post-

weld heat treatment and detail b
Darbeli kaynak detayV/ Pulse welding detail N/A
Sahmim (Maks. paso genisligi)/ Weaving (Max.

. 16 mm
width of run)
Oksilasyon/ Oscillation N/A
Kontak memesi/ is parcas: mesafesi/ Distance

. 5-15 mm
contact tube/ workpiece
|Plazma kaynag detaylan/ Plasma welding
) N/A

detail
Torg/ Elektrot aqis/ Torch/ Electrode angle 60°-70"

F)iger bilgiler (8.5 bakimiz)/ Other informations
(See 8.5)

CAVITECH DENIZCILIiK A.§
iIMALATCl/ MANUFACTURER

HUSEYIN GOKAY YAVUZ
INSPEKTOR/ INSPECTOR




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

Sayfa/Page no: 3/4

imalatg KYYK no/

Manufacture WPQR No

WPQR-04 [LENG ¥ 2022-0912
QR- TL Reg.No :

KAYNAK HAZIRLIK DETAYLARY WELD PREPARATION DETAILS

Baglanti Dizayny/ Joint Design Kaynak Siralary Welding Sequences
|~ £
. g p——yE
/ N 1/ N
ulm{- \ ,/ -~
\ NS /
) A4 |
{ | 12 I
P -« Mmm
— e = =S
KAYNAK DETAYLARI/ WELD DETAILS
Tt Girdisi
Dolgu malz. | Apym/ Current | Voltajf Voltage Akim (ipi ve Tl besteme Kaynak hizy/ m Gnrdml
Paso/ Kaynak Yintemi/ Welding Pr g/ Size of o ) . h Wire Metal transfer tipi/ | Heat input
Run a elding Frocess Jitler material p/1ype D‘[, feed speed | Mode of metal Transfer avel spe (Kj/mm)
s cuirrent and polarity (mimin) (mm/s)
Min Max. Min, | Max. Min. Max
136 O7lii Tel Elektrotla Metal AklLif Gaz Kaynagi/
l MAG welding with flux cored clecirode 1,2 180 210 22 24 DC+ 4,02 N/A 1,97 1,61 2,05
136 Ozlii Tel Elcktrotla Mclal Akiif Gaz Kaynagi/
2 MAG welding with flux cored cloctrode 1,2 180 210 22 24 DC+ 4,02 N/A 4,00 0,79 1,01
136 Ozl Tel Elektrotla Metal AkLif Gaz Kaynagi/
3 MAG welding with flux cored clectrode 1,2 210 240 22 24 DC+ 9,18 N/A 4,70 0,79 0,98
136 Ozlii Tel Elcktrotla Melal Akuf Gaz Kaynag/
4 MAG welding with flux cored clectrode 1,2 210 240 22 24 DC+ 9,18 N/A 597 0,62 0,77
136 O7lii Tet Elcktrotla Melal Aktif Gaz Kaynagy/
5 MAG welding with flux cored clecirodc 12 210 240 22 24 DC+ 9,18 N/A 6,66 0,55 0,69
136 O71u Tcl Elcktrolla Metal Akl Gaz Kaynagi/
6 MAG walding with Nlux cored clecirode 2 210 240 22 24 DC+ 9,18 N/A 6,89 0,54 0,67
136 Ozlii Tel Elckrotla Mctal Aktif Gaz Kaynagi/
i MAG welding with lux cored clocirode 1,2 210 240 22 24 DC+ 9,18 N/A 57 0,65 0,81
136 Ozlii Tcl Elektrotly Melal AKGT Guz Kaynagi/
8 MAG welding with flux cored elecirode 1.2 210 240 22 24 DC+ 9,18 N/A 7,14 0,52 0,65
136 Ozlii Tel Elcktrolla Mctal Aklif Gaz Kaynagi/
9 MAG welding with flux cored clectrode 1,2 210 240 22 24 DC+ 9,18 N/A 9,52 0,39 0,48
136 O1ii Tal Elektrotla Metal AKUE Gaz Kaynagy/
10 MAG welding with flux cored clcctrode 1,2 210 240 22 24 DC+ 9,18 NA 10,52 0,35 0,44
B =

12 ‘/’

13 /

14

15

16

17

18

19

20

/-]

CAVITECH DENIZCIiLiK A.§ HUSEYIN/GOKAY YAVUZ
iMALATCl/ MANUFACTURER INSPEKTOR/ INSPECTOR




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

Sayfa/Page no: 4/4

Test Sonuglary/ Test Results

Ilmalalcl KYYK no/

Muayene Kurulugu /

nspection (Acc. to I1SO 17638)

(Report No:)MT-23-023

Examination (Acc. to ISO 17639)

' WPQR-04 ¢ TURK LOYDU
Manufacture WPQR No * < Examiner Body £
Giizle Muayene/Visual test Uyguidccepied Radyogralik Muayene/ Radiographic Test A
[Acc. to ISO 17637) (Acc.to £SO 17636-1 or ISO 17636-2)
[Sv1 Penetrant Testi/Dye Penerant Test (Acc. o NA Ultrasonik Test/ Ultrasonic Test (Acc. to . UT-23.003
iSO 3452-1) IS0 17640} :
Manyetik Par¢aak Testi/Magnetic Particular Uygun/Accepted Makroskobik Muayene/ Macro Uygun/Accepted

* (Report No:)PRB/2022/029

Sicakhk/

Cekme testi/ Tensile Test (1ISO 4136) - Rapor /Report no: PRB/2022/0029 Temperature("C) pliio}
e Re tmd || R mvon B =% reeure toen. "
NUMUNE V/ Specimen { 476,4 N/A N/A Base Matenial Uygun/Accepted
NUMUNE 2/ Specimen 2 = 481,2 N/A N/A Basc Material Uygun/Accepled
‘EK TEST 1/ Additional Test |
IIEK TEST % Additional Test 2
IEEme Testi/ Bend Test (ISO $173) - Rapor /Report no- PRE/2022/0029 ';’5‘::":;:'52::22’“’ 40
oo 10 o g | Ceamas ot Yot e Romais e
NUMUNE |/ Specimen 1 180 N/A Yan Egme/ Side Bend Uygun/Accepled
NUMUNE 2/ Specimen 2 180 N/A Yan Egme/ Side Bend Uygun/Accepted
NUMUNE 3/ Specimen 3 180" N/A Yan Egme/ Side Bend Uygun/Accepled
INUMUNE 4/ Specimen 4 180° N/A Yan Egme/ Side Bend Uygun/Accepled
[EX TEST U/ Additional Test I
EX TEST 2/ Additional Test 2
Yiintem1 icin/ for process I - Centik Darhe Testi/ Impact Tcst (ISO 9016) - Rapor /Report no: PRB/2022/0029 Kabul Degeri/ 473
Min.Requirement
f/;:::‘kl:;rli’_lon 1‘::::;:‘;';2 / Sicakhk/ Temperature ‘ Dcﬁcrler/ZVaIues @ . Ortalama/ Avarage i‘;:::;‘lj
Kaynak Metali/ Weld Metal 10x10x55mm 20 113,71 117,95 109,5 113,72 Uygun/Accepled
FL/fusion Line 10x10x55mm 20 108,97 97,55 92,44 99,65 Uygun/Acccpled
FLA2/ Fusion Line + 2 mm 10x10x55mm 20 85,65 85,41 111,34 94,13 Uygun/Accepled
Notlar/ Remarks
Yiinlem2 i¢in/ for process I - Centik Darbe Testi/ Impact Tcst (ISO 9016) - Rapor /Report no: N/A I:;:‘:Zlc‘%::'em
(Centik Ytri( Nnmu'm: Ebn.dl/ Swakhk! Temperature Degerler/ Values (J) Ortalamal Avarage Sunug/
Noich Location Speciment Size . ) . Result
Kaynak Mclali/ Weld Metal
ITAB/ 147,
EK TEST 1/ Additional Test |
Nollar/ Remarks
ISertIik testi/ Hardness Test (ISO 9015-1 ) - Rapor /Report no : N/d fz:;:;";'z;:z g
Olgiim Noktular/ Measurement Points 1 2 3 4 5 6 7 8 9 10 11 12 13 14 15
Olgillen Deger/ Measured Value
Olgiun Noklalari/ Measurement Poinis 16 17 18 19 20 21 22 23 24 25 26 27 28 29 30
(Olgiilen Deger/ Meastred Value
[Ol¢iim Noktalart/ Megsurement Points 31 32 33 34 35 36 37 38 39 40 41 42 43 44 45
Dlgiilen Deger/ Measwred Value
Sertlik Testi Ol¢iim Noktalar1 / Hardness Test Location of Measurements
Diger Testler/Other Tests N/A
Testlerin standart veya kodlan/ Tests code or standards N/A
Laboratuvar Rapor No/ Laboratory Report No N/A
Test Sonuglan Kabul Edildi/ Edilmedi N/A

/i / 7

HUSEYIN dOKAY YAVUZ

INSPEKTOR/ INSPECTOR




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

Sayfa/Page no: 1/1

Imalato KYS/

Baglant hazirhk ve temizlik metodu/

E WPS 04 * MEKANIK
Manufacture's WPS No = P |Method of joint preparation,cleaning d
amalatsyKVYISNG? WPQR-04 Baglant ve Kaynak Tipi/ * PLAKA ALTN KAYNAGLPI ATE RUTT WFI D
Manufacture WPQR No Type of joint and weld
[malatgl/ CAVITECH DENIZCILIKA § Ana Malzem.e Spesnljlkasg.ronu/ STLA ETTA)
Manufacturer |Parent Material Specification
Kod veya Test Standardi/ EN 1SO 15609-1:2007 [Malzeme Grub:dMalenal group i
(Code or Test Standard (1SO 15608'e gire/ acc. o 15O 15608)
Kaynak Pozisyonu/ pC Boru Dis Capy/ EN/A
Welding Position (acc. to ISO 6947) Outside Pipe Diameter (mm) =
Yontem 1/ . 136000 Tel Flckuntla Metal Akl Gur Kaynagi/ N Yonem 1/ Process |
Kaynak Yontemi/ FProcexr / * MAG welding with Bux corad dlectrodo A’aynaliMetah 7 £
% Kahnhgy Weld Metal
Welding Process Yomem 2/ 5 Thick (mm) Yontem 2/
Iroces 2 A ickness(mm, Process 2 2
Baglann Dizaynv Joint Design Kaynak Siralary Welding Sequences
_130"
| s E
L | f £
/ \ | / Y
12 \ -~
r“ \ \ |/ |
\ / {
'l ) =———x = .
t 1 1-2mm
——r AL
Paso/ ?Iul'f:..mlll' kA::":/;I,pI “/ T:l :l/c;em: | Metal transfer tipi/ | Kaynak Hizv Tt Girdisi/
o) Kaynak Yontemi/ Welding Process ';I"‘ = | Adams Curreni Voliaj/ Voliage [ utup y":” "I ”3 Mode of metal | Travel Speed Heat Input
Run Sil er( maleria, “) 7} cwrjnl :n fEE(/:p.ee iransfer (mmis) (Kjtmm)
) M Max | Mm Max polarity | (m/min) Min Max
136 Ozl Tel Elektrotla Melal Akul Gaz Kaynagi/ MAG
12 1 22 24 + X N/A i 1,61 2,05
1 wilding with llux cored cloctrode £ iy P 402 & 0
136 Ozl Tel Elckirotla Melal Akuf Gaz Kaynagi/ MAG
2 wlding with flux cored clectrode 1.2 180 210 22 24 DC+ 4,02 N/A 4,00 0,79 1,01
136 ’:)7|LI .fcl Lilekirotla Metal Aklf Gaz Kaynagi/ MAG 12 210 240 2 24 bCH+ 9,18 N/A 470 0,79 0,98
welding with flux cored electrode
136 O7la Tel Elektrotla Metal Akul’ Gaz Kaynagi/ MAG
4 welding with lux corod clectrode 12 210 240 22 24 DC+ 9,18 N/A 597 0,62 0,77
136 Ozla Tel Elekirotla Melal Akul Gaz Kuynagl! MAG
5
5 welding with flux cored clecirode 1.2 210 240 22 24 DC: 9,18 N/A 6,66 0,55 0,69
136 Ozlu Tel Elektrotla Metal Akt Gaz Kaynagl! MAG
N 1
6 wolding with flux cored electrode 2 210 240 22 24 DC+ 9,18 N/A 6,89 0,54 0,67
136 Ozla Tel Elektrolls Metul Akufl Guz Kaynag/ MAG
. l ) :
7 welding with llux cored electrode 12 210 240 22 24 DC+ 9,18 N/A 5,7 0,65 081
136 Ozlu Tel Elekuotla Metal Akl Gaz Kaynagi/ MAG
4
8 welding with (lux cored clectrode 1.2 210 240 22 24 DC: 9,18 N/A 714 0,52 0,65
136 O71it Tel Elcktrotla Metu] Aklit Gaz Kaynagi/ MAG
1,2 24 + A
9 welding with flux cored clecirode 5 210 240 22 DC 9,18 N 9,52 0,39 0,48
136 Ozl Tel Llckuotly Mutal Akul Gaz Kaynagi/ MAG
2 22 + 3 z L. o
10 welding with 0ux cored clectrode 1 210 240 24 DC 9,18 N/A 10,52 0,35 0,44

Yontem 1/Process {  Yintem 2/Process 2

Yintem 1/Process |

Yintem 2/Process 2

Dolgu malzemesi tanmimi/ 3YSAHS/EN I1SO 17612 - Kise kaynaginda bogaz kahnhgy/

B ynag B N/A
Filler material designation AT462PCI Throat thickness for FW (a){mm)
Dolgu malzemesi iireticisi/ Kay. sonrastisil islem ve detaylan/ Post-

MAGMAWELD FCW 11 4 N/A

Filler material make Weld heat treatment and detail
Dolgu malzemesi firin.-kurutma/ None Darbeli kaynak detay/ A
Baking or drying of filler material Pulse welding deiail
Gaz/Tor Gosterimi/  [Rorums’ Shickling EN 14175: C1 Salimm (Maks. Paso Genigligi)/ {6 mm
G/ Flux design, Al Backing N/A Weaving(Max. Widih of Run)
Gaz alas debisi/ Korumal Shielding 416 Wk Oksilasyon/ -
Cas flow rate AN Backing N/A Oscillation
Tungsten elektrot tipi ve dlgiisii/ N N Temas Tiipd / iy parcas: mesafesi / x5
Tungsien electrode type and size Distance contact tube /workpeice
Oluk agma detaylan/ 34 mn "U" (Taglania/ Plazma kaynaf detaylan / NA
Detail of back gouing Grinding) Plasma welding detail
Althk detaylan/ bs Torg/ Elektrot Aqist/ G070
Detail of backing Torch/ Electrode Angle
Minimum &n 1sitma sicakhgy/ e
Preheat temprature (*C) Diger Bilgiler (8.5 balanz) /
Maksimum pasolar arasi sicakhik/ 230 Other Informations (See 8.5)
Interpass temprature (°C)

CAVITECH DENIZCILIK A.$
IMALATCI/ MANUFACTURER

1!4. JA //1"%/-
ri d- V

HUSEYIN'GOKAY YAVUZ
INSPEKTOR/ INSPECTOR




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

Sayfa/Page no: 1/4

Imalatgr KYYK no/ - WPQR-05 Kod/ Test Standardy/ . TURK LOYDU KURALLARI/TURK
Manufacture WPQR No * Code/ Testing Standard * LOYDURULES
fimatatey + CAVITECH:DENIZCILIK LTD §T! Muayene Kurulusu / TURK LOYDU

Manufacturer Examiner Body

Adres/ Site Mah. Atay Cad. Yeni Loca A Blok  TL No/ TL Reg.No 1 2022-0912

Adress No:7 K.~1 D.7 Umraniye Kaynak Tarihi/ Date of Welding 1 4.01.2023

Kaynak Degiskenleri
Welding Variables

Yeterlilik Arahiiv Range of qualification

Yidntem 1/ Process [

Yontem 2/ Process 2

\Mechanization

Kaynak Ydntemi/ 111 Elektrotla Metal Ark Kaynafi/ Metal Arc Welding with
Welding Process Covered Electrode
Mekanizasyon/

Elle/ Manual

Type of joint and weld

Koge Kaynagi- Fillet Weld

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

strength level, welding p are

Her mukavemet seviyesi igin kaynak yonlcmlcrlmn aym ya da daha dilsuk tokluk kalitelering, Lest cdildigi sckilde, uygulanabilecegi diisiiniiliir/ For cach
Lo the same and lower lnughncss gmdcs as that (ested

Her tokluk kalitesi igin kaynak
h grade, welding procedures arc

ir/ For cach

yontemlerinin aym ya da iki dusitk mukavemet seviyesine test edildii sekilde
considered applicable (o the same and two lower strength levels as thal tested

Ana Malzeme Kalinhgy/
Parent Material Thickness

FW: 3 mm to 50 mm

Kaynak Metali Kahinhgy/ Weld Metal
Thickness(mm)

N/A

ogaz Kalmhg/
Throat thickness

Sinurlama Yok/ No Restriction

ek/Cok Paso/
Single/Multi Run

Tek veya Cok Paso/ Single or Multi Run

Boru Dis Capr/
Outside Pipe Diameter

N/A

Bransman Aqisy/
Branch Angle ()

N/A

Dolgu Malzemesi Gosterimi/
Filler Material Design

3YHI0/TS ENISO 2560-A : E42 3 B42 HI0

Dolgu Malzemesi Ureticisi/
Filler Material Make

work by others of the same kind which bear Turk Loydu's approval

Welding consumables and auxiliary materials used in the welding procedure tests may only be replaced in the subsequent fabrication

Dolgu Metali (“)lq:iisii/
Filler Material Size

Simirlama Yok/ No Restriction

IKoruyucu Gaz/Toz Gosterimi/

Mode of Metal Transfer

N/A
Designation of Shielding Gas/Flux
Althk Gazi Gosterimi/ A
Designation of Backing Gas
Kaynak Alumi ve Kutubu/ DCH
Type of Welding Current and Polarity
Metal Transfer Tipi/ N/A

Hlsn Girdisi/ Heat Input

3. Sayfaya bakiniz Q : Is1 Girdisi/
See 3. page Q:Heat input

Kaynak Pozisyonlan/
Welding Positions

Biitdn Pozisyonlar /All Positions

Minimum On [sitma Sicakhg/
Preheat Tempariture(°C)

15 (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

p ing are fulfilled, e.g. 1SO/TR 17671-2,)

Maksimum Pasolar Arasi Sicakhk/
Interpass Temparature("C)

qualification)

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

|Kaynak ve Baglanti Tipi/
Type of Joint/Weld

F: Kose Kaynagi

Kaynak Sonrast Isil islem/
Post Weld Heat Treament

N/A

Diger Bilgiler(8.5 bakimz)/
()!Ilf.'r J’rp'ur.um.'mm. {See §. 5}

i wan
Cerufed that tesi weld: prepared m.l'.li'r'd' and tested sansﬁzcmr:ly in accordance with the requis

3
M oflhe cod standard ind

0T I-7-

Site Mah. Atay Cad. Yeni Loca A
Blok No:7 K.-1 D.7 Umraniye

30.01.2023

L y
HUSEYIN cfiﬁnv YAVUZ

KONUM/ LOCATION

DUZENLENME TARIHI/ DATE OF ISSUE

INSPEKTOR/ INSPECTOR




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

Sayfa/Page no: 2/4

Kaynak Testi Kayitlary Record of Weld Test

imalatq 6KYS/

Muayene Kurulugu/

L Tl

Branch Angle ()

i : U
Manufacture's pWPS No p WPS 05 Examiner Body HDRSEGHD
imalatgt KYYK no/
H R- A H -
Manufacture WPQR No WPQR-05 TL No/ TL Reg.No 2022-0912
Tmalatgr/ R Ana Malzeme Spesifikasyonu/
: CAVITECH DENIZCILIKA .
Manufacturer ' $ Parent Material Specification LA LA
Baglant ve Kaynak Tipi/ . PLAKA KOSE KAYNAGI-PLATE Malzeme Grubu/Material group i1 L
Type of joint and weld " FILLET WELD (ISO 15608gore/ acc. to ISO 15608) o :
" Ana Malzeme Kalnhg/
N joil i 2
{ctodu."‘Meti'loa' t_:f_/omt MEKANIS FParent Material Thickhness (mm) 2 2
Minimum 6n 1sitma sicakhig/ .15 Boru D15 Cap/ . N/A
Preheat temperature (C) ' Outside Pipe Diameter {mm) :
sicaklik/ Interpass : 230 BrangmAWcus : N/A

Kullanilan Kaynak Yontemleri/ Welding Processes Used

Kaynak Yantemi/ Welding Process

111 Elektrotla Metal Ark Kaynagi/ Metal Arc Welding
with Covered Electrode

Mekanizasyon/ Mechanization Elle/ Manual
Kaynak Metali Kalinh@y Weld Metal
; 14
Thickness(mm)- Kose kaynaginda bogaz kalmhiit "a”
Kaynak Pozisyonw/ Welding Position (acc. to PD
SO 6947)
IKaynakg Ady/ Welder's Name ALI SAHIN

Dolgu malzemesi tammy/ Filler material
designation

3YHI0 /TS EN 1SO 2560-A : E42 3 B 42 HI0

Dolgu malzemesi tireticisi/ Filler material
make

AS KAYNAK AS- B 248

Dolgu malzemesi finnlama yada kurutma/
Baking or Drying of Filler Material

Firinlama/Baking : 300°C-350°C 2 saat/ hours

electrode type and size

Gaz/Toz gissterimi/ Gas/Flux
. N/A
Koruma/ |design.
Shieldil
i Guz akis debisi/ Gas flow rate N/A
Gaz/Toz giisterimi/ Gas/Flux N/A
Althk/ design.
Backing .
Gaz akg debisi/ Gas flow rate N/A
T ten elektrot tipi ve dlgiisii/ Tungst
ungsten elektrot tipi ve dlgiisii/ Tungsten NA N/A

Oluk agma veya althk detaylan/ Detail of
back gouing or backing

3-4 mun "U" (Taslama/

Grinding) b

Kaynak sonrasi isil iglem ve detaylan/ Post-

weld heat treatment and detail .
Darbeli kaynak detayy/ Pulse welding detail N/A
Salimm (Maks. paso genisligi)/ Weaving (Max.
. 16 mm
width of run)
Oksilasyon/ Oscillation N/A
Kontak memesi/ is .part;em mesafesi/ Distance 5.15 mm
contact tube/ workpiece
|Plazma kaynag detaylar/ Plasma welding
. N/A
detail
Torg/ Elektrot agisi/ Torch/ Electrode angle 60°-70"
Diger bilgiler (8.5 balonz) Other informations
“Scc 8.5)

CAVITECH DENIZCILIK A.§
IMALATCl/ MANUFACTURER

HUSEYIN GOKAY YAVUZ
INSPEKTOR/ INSPECTOR




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

Sayfa/Page no: 3/4

imalate KYYK no/ :

WPQR-
Manufacture WPQR No QK03

TL No/

TL Reg.No 2022-0912

KAYNAK HAZIRLIK DETAYLA

RY/ WELD PREPARATION DETAILS

Baglant Dizayny/ Joint Design

Kaynak Siralary Welding Sequences

25 mm

T_‘
-

k=

6 a=14mm

KAYNAK DETAYLARI/ WELD DETAILS
Dolgu malz. | Awim/ Current | Voltaif Voliage | awm dipive | T Desteme Kaynak hini/ il
[Fas0] Kaynak Yoatemi/ Welding Process dle./ Size of “ " Kutop/Type of | NP Wire | Metal transfer pi/ | p i
Run S 8 Sfiller material utpsiype of - ed speed | Mode of metal Transfer | 0 E P (Kj/mm)
() urrent and polarity (m/min) (ntm/s)
Min. | Max Min. | Max Mi, Max.
1 1 !I Elektrotla Metal Ark Kaynagi/ Mctal Arc Welding 325 30 120 2 25 DC+ NiA NA 3,50 0,40 0,69
with Covered Electrode
2 1 I'I Elcktrotla Mctal Ark Kaynagy/ Mctal Arc Welding 3.25 80 120 n 2 DC+ NIA N/A 3,68 0,38 0,65
wilh Covared Elcctrode
Kaynai N
3 1 !1 Elcklratla Mclal Ark Kaynagi/ Mclal Arc Welding 125 80 120 2 25 DC+ NA NIA 3,80 0,37 0,63
wilh Covered Elecirode
A al Ark K; B i
4 1 I_I Elcktrotla Metal Ark Kaynagy/ Metal Arc Welding 325 80 120 2 25 De+ NIA NIA 3,88 0,36 0,62
with Covered Electrode
Melal Ark K g i
5 l!l Elcktrotla Mclal Atk Kaynagi/ Mctal Arc Welding 325 80 120 2 25 D+ NIA NIA 437 0,32 0,55
wilh Covered Electrode
al Al i i
6 1 I‘I Elcktrotla Mctal Ark Kayuagi/ Mclal Arc Welding 325 80 120 2 25 fre NA NA 411 034 0,58
wilh Covered Elcctrode
7 /
-
8 /
——
9 /
10
11
12
13
14
15
16
17
18
19
20

CAVITECH DENIZCILIK A.$
iMALATCl/ MANUFACTURER

Y

HUSEYIN GOKAY YAVUZ
INSPEKTOR/ INSPECTOR




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

Sayfa/Page no: 4/4

Test Sonuglary/ Test Results

Iimala(u KYYKno/

Muayene Kurulugu /

WPQR-05 : TURKLOYDU
\Manufacture WPQR No @ Examiner Body *
Gizle Muayene/Visual test Radyogralik Muayene/ Radiographic Test
U A ted N/A
(dce. to 1SO 17637) ygunidceepte (Acc.io ISO 17636-1 or [SO 17636-2)
hSm Penetrant Testi/Dye Penerant Test (Acc. to NA Ultrasonik TesV/ Ultrasonic Test (Acc. to NA
ISO 3452-1) 150 17640)
Manyetik Parcacik Testi/Magnetic Particular Uygun/Accepted Makroskobik Muayene/ Macro . Uygun/Accepted

Inspection (Acc. to ISO 17638) (Report No:)MT-23-023 Examination (Acc. 1o ISO 17639) (Report No:)PRB/2023/030
(Cekme testi/ Tensile Test (ISO 4136) - Rapor /Report no: N/A ?,I;:Jp‘:::mre(.c)
e /e Re. i) R (V2 A 2% et oot e
NUMUNE I/ Specimen 1
NUMUNE % Specimen 2
EK TEST V Additional Test |
EK TEST 2/ Additional Test 2
Egme Testi/ Bend Test (ISO 5173) - Rapor /Report no:N/A xf:"fg:';:":z:m)
e e Tond iy | Ul longaion e T Remart pind
NUMUNE 1/ Specimen |
NUMUNE 2/ Specimen 2
NUMUNE 3/ Specimen 3
NUMUNE 4/ Specimen 4
[EK TEST 1/ Additional Test |
EK TEST 2/ Additional Test 2
Yontem1 igin/ for process I - Centik Darbe Testi/ [mpact Tesl (ISO 9016) - Rapor /Report no:N/A Kabul Degeri/
Min Requirement
(Centik Vcri( Nnmu_nc Ehz.dll Srcakihk! Temperature Degerler/ Values (4) Ortalama/ Avarage Sonug/
Noich Location Speciment Size 1 = 3 Result
Kaynak Mctali/ Weld Metal
FL/Fusion Line
FL+2 / Fusion Line + 2 mm
Notlar/ Remarks
Vintem2 iin/ for process 1 - Gentik Darbe Testi/ Tmpact. Test (ISO 9016) - Rapor /Report no:N/A Kabul Deeri/
Min. Requirement
xz::’:k':::’;n P;“‘:C‘::ce’ﬁ‘ggel L Sicakhl/ Temperature I chcrlerlzl/alue: “ . Ortalama/ Avarage i‘;’;::’/
Kaynak Mctali/ Weld Metal
ITAB/ HAZ
EK TEST 1/ Additional Test !
Nollar/ Remarks
Sertlik testi/ Hardness Test (SO 9015-1 ) - Rapor /Report no - N/A f;"}:i':e:x“;‘;:::": y
[Dlgiin Noktalur/ Meastrement Points 1 2 3 4 5 6 7 8 9 10 11 12 13 14 15
[Olgiilen Deger/ Measured Value
OI¢iim Noklaluri/ Measurement Points 1 16 17 18 19 20 21 22 23 24 25 26 27 28 29 30
[Olgiilen Deper/ Measured Valie
Olgiini Noktalani/ Measurement Points 31 32 33 34 35 36 37 38 39 40 41 42 43 44 45
[Olgiilen Deger/ Measured Value
ISertlik Testi Olgiim Noktalan / Hardness Test Location of Measurements
Diger Testler/Other Tesis N/A
Testlerin standart veya kodlan/ Tests code or standards N/A
Laboratuvar Rapor No/ Luboratory Repori No N/A
Tcst Sonuglar Kabul Edildi/ Edilinedi N/A

JOKAY YAVUZ
INSPEKTOR/ INSPECTOR




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

Sayfa/Page no: 1/1

Tmalatgt KYS/
Manufacture's WPS No

p WPS 05

Baglanu hazirhk ve temizlik metodu/
(Method of joint preparation,cleaning

* MEKANTK

Imalatgs KYYK No/
Manufaciure WPOR No

WPQR-05

Type of joint and weld

Baglant ve Kaynak Tipi/

: PLAKA KOSE KAYNAGI-PLATE FILLET WELD

Tmalate/ CAVITECII DENIZCITIKA § Ana Malzeme Spesifkasyonu/ L TLA TLA
Manufaciurer Parent Material Specification
b ‘Materi
Kod veya Test Standardi/ ENNSOH S609* 122007 1'\'[alzeme Gl‘llh.l.l/ aterial group 1 i
Code or Test Standard (ISO 15608'e gire/ acc. 10 /SO 15608)
Kaynak Pozisyonu/ . Boru Dig Capy/ . NA
Welding Position (acc. to 1SO 6947) Outside Pipe Diameier (mm) :
Yontem 1/ 111 Flehroa Metal Ark Kaynajd Metal Arc Wldimg Yontem 1/ Process
= 5 = Mi 112
{Kaynak Yontemi/  [Process 1 with Covered Electrode A M wlzeme |, '
Welding Process Yamicm 2 = Fiiv i Yonten 2
Tracess 2 H Thickness (mm) ¥ocers 2
Baglann Dizayny/ Joint Design Kaynak Swralav/ Welding Sequences
25 mm
—— a-?
—y “
25 mp \,
L
Paso/ Dlolﬁl;mal; kA:“m :pl v; T:L:)/e,s;:me Metal transfer tipi/ | Kaynak Hizv/ To1 Girdisi/
. Kaynak Viintemi/ Welding Process O Bize o) A/ Current Voltaj/ Voltage | Rutip-Lipe iniiire Mode of metal | Travel Speed Heat Input
Run filler material V) currentand | feed speed (Kj/mm)
) ( s - transfer (mmis) Gnim,
(mim, Min__ Max | Mo Max Lo/ (miimin) Min, Max
1 111 Elekwrotla Melal Ark Kaynagi/ Melal Arc Welding with 3.5 . 120 2 25 [ N/A N 350 0,40 0,69
(Covered Electrode
2 11T Elckirotia Metal Ark Kaynagi/ Melal Arc Wetdnig with 15 &0 ) " e el ST o 268 08 065
Covered Electrode
3 111 Riektratla Melal Ark Kaynagi/ Melal Arc Weldmg with 125 80 120 2 25 DC+ NA N/A 380 037 0,63
Covered Electrode
T : ] Weld
4 111 Elekirotla Melal Ark Kaynagi/ Mctal Arc Welding with 325 30 120 2 25 DC+ NA N/A 188 036 0,62
[Covered Electrode
Clekuotla Metal Ark Kaynugy/ Metal Aic Wel
5 T11 Elekuotla Metal Ark Kaynugl/ Metal Asc Welding wilh 325 80 120 22 25 DC+ N/A N/A 437 0,32 0,55
[Covered Elecirode
Tlokuola Mol Kk = Mol W
6 111 Lcktrotla Mutal Atk Kaynagy/ Melul Arc Welding with 125 B0 =0 = = o A N i 034 058
(Covared Electrode
7
8
9
10

Yintem l/Process !

Yintem 2/Process 2

Yiintem 1/Process |

Yintem 2/Process 2

Dolgu matzemesi tamm/ 3YH10/TS EN ISO 2560- Kise kaynafinda bogaz kahnhg/ %
Filler material designation AEA 3B A2 HID Throat thickness for FW (a)(mm)
Dolgu malzemesi iireli Kay. sonrasi isil islem ve detaylar/ Post-

AS KAYNAK AS- B 248 5 N/A
Filler material make Weld heat weatment and detail
Dolgu malzemesi flirm.-kurutma/ Fiunlama/Baking : 300°C- Darbeli kaynak detayy/ N/A
Baking or drying of filler material 350°C 2 suul/ hows Pulse welding detail
Gue/Toz Gosterimi/ Shielding N/A Salimm (Maks. Paso Genisligi)/ =
Cras{Fux design, ANIK Backing N/A Weaving(Max. Widith of Run)
Gaz akag debisi/ Koruma/ Shielding NA Oksilasyon/ A
Gas flow rate AWK Backing N/A Oscillation
Tungsten elektrot fipi ve Glcl':isii/ A NA Tt?mas Tiipii / is pargast mes.al'eSI / P
Tungsten electrode type and size Distance contact tube /workpeice
Oluk agma detaylan/ bty 10 | Taghumes! Plazma kaynag detaylan / R
Detail of back gouing Grinding) Plasma welding detail
Althk detaylar/ bs Torg/ Elektrot Aqist/ . G

. U -

Detail of backing Torch/ Electrode Angle
Minimum Gn sitoa sseakliiy ™
Preheal temprature (*C) Diger Bilgiler (8.5 bakimz) /
Maksimum pasolar arasi sicaklik/ - Other Informations (See 8.5)
Inerpuss temprature ('C)

CAVITECH DENIZCILIK A.S
IMALATCI/ MANUFACTURER

INSPEKTOR/ INSPECTOR




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

Sayfa/Page no: 1/4

Kod/ Test Standardy/ TURK LOYDU KURALLARI/TURK

imalatgr KYYK no/ . -
IManuﬁ:crure WPOR No i WPQR-06 Code/ Testing Standard “ LOYDU RULES
Ii'“"""’“'/ : CAVITECH DENIZCILIK LTD §TI panayChelkusligu : TURK LOYDU
\Manufacturer Examiner Body

Adres/ . Site Mah. Atay Cad. Yeni Loca A Blok ~ TL No/ TL Reg.No . 2022-0912
Adress * No:7K.-1D.7 Umraniye Kaynak Tarihi/ Date of Welding : 4.01.2023

Kaynak Degiskenleri
Welding Variables

Yeterlilik Arahiy Range of gualification

Yontem 1/ Process |

Yiontem 2/ Process 2

Kaynak Yontemi/
Welding Process

with flux cored electrode

136 Ozlii Tel Elektrotla Metal Aktif Gaz Kaynag/ MAG welding

ekanizasyon/
Mechanization

Yari Otomatik/ Semi-Auto

Baglant ve Kaynak Tipi/

Tune of inint gud aveld

Kase Kaynagi- Fillet Weld

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

Her mukavemet scviyesi igin kaynak yoniemlerinin aynt ya da dalia diisiik Lokluk kalitclering, test cdildii sckilde, uygulanabilecegi dusimilur/ For cach

Lo the same and lower loughncss grades as (hal tested Her lokluk kalilesi igin kaynak

slrcnglh level, welding p are ¢

inin ayn ya da iki digiik mukavemet seviyesine test edildigi sekilde cpi
vonsidercd applicable to the same and two lower strength levels as thal tesied

I For cach

grade, welding procedures arc

Ana Malzeme Kalinhg/
Parent Material Thickness

FW : 3 mm to 50 mm

Kaynak Metali Kahinhgy/ Weld Metal
Thickness(mm)

N/A

Bogaz Kalhinhgy/
Throat thickness

Simirlama Yok/ No Restriction

ek/Cok Paso/

Single/Multi Run

Tek veya Cok Paso/ Single or Multi Run

Boru Dig Capy/
Outside Pipe Diameter

N/A

Branyman Aqsi/
Branch Angle ()

N/A

Dolgu Malzemesi Gisterimi/
Filler Material Design

3YSAHS5/ENISO 17632 -AT462P C 1

Dolgu Malzemesi Ureticisi/

Welding consumables and auxiliary matedals used in the welding procedure tests may only be replaced in the subsequent fabrication

Filler Material Make work by others of the same kind which bear Turk Loydu's approval
|Dolgu Metali Olgiisii/
Sinurlama Yok/ No Restriction
Filler Material Size ove

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

TURK LOYDU KURALLARI KISIM 3/
TURK LOYDU RULES CHAPTER 3

Ct

Althk Gaz1 Gosterimi/
Designation of Backing Gas

(Group I, N1, N2 and N3

Kaynak Alami ve Kutubu/
Type of Welding Current and Polarity

DC+

|Metal Transfer Tipi/
Mode of Metal Transfer

N/A

Is:1 Girdisi/ Heat Input

3. Sayfaya bakiniz Q : Is1 Girdisi/
See 3. page  Q:Heat input

IKaynak Pozisyonlar/
Welding Positions

Biitin Pozisyonlar /All Positions

Minimum On Isitma Sicakhg/
Preheat Temparture("C)

15 (A decrease of more than 50 oC from recorded preheating temprature on the WPQR requires a re-qualification

ing are fulfilled, e g, ISO/TR 17671-2.)

A decrease of the preheating

only if the requi preh

Maksimum Pasolar Arasi Sicakhik/
Interpass Temparature(°C)

qualification)

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

Kaynak ve Baglant Tipi/
Type of Joint/Weld

F: Késc Kaynagi

Kaynak Sonrasi Isil islem/
Post Weld Heat Treament

N/A

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

C;rnfed th:l test uu’.h;\:mn:! vleded ar:ud tested i :,y in d sith i ‘.,:.f tents oj/he’..d‘iI W x(andardlmf{;uml’above M ﬁ /M/‘
"! . -
i h. . iL . ; ,
Sife NIz MyICad  Enil.ov8 A 30.01.2023 HUSEYIN GOKAY YAVUZ

Blok No:7 K.-1 D.7 Umraniye

KONUM/ LOCATION

DUZENLENME TARIHI/ DATE OF ISSUE

INSPEKTOR/ INSPECTOR




KAYNAK YONTEMI YETERLILIK KAYIT FORMU (KYYK)

WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)

Sayfa/Page no: 2/4

Kaynak Testi Kayitlary/ Record of Weld Test

imalater 6KYS/

Muayene Kurulugu/

radl

Branch Angle ()

Manufacture's pWPS No I Examiner Body RSN
imalatq KYYK no/
Manufacture WPQR No : WPQR-06 TL No/ TL Reg.No 120220912
Imalatey/ S Ana Malzeme Spesifikasyonu/ t

: CAVITECH DENIZCILIKA .
Manufaciurer i Parent Material Specification LA o 1A
Baglant ve Kaynak Tipi/ PLAKA KOSE KAYNAGI-PLATE Malzeme Grubu/Material group sl t L1
Tyvpe of foint and weld " FILLET WELD (ISO 15608gére/ acc. to ISO 15608) T Q ¥
[FAETATIT IV TR VT T CTTZR -

o Ana Malzeme Kalinhgy/ 1

: MEKANT .
Mc[udu.l’lMetlzod ?fjmm NIK Parent Material Thickhness (mm) = o 2
Minimum 6n 1s1tma sicakhgy/ 15 Boru Dig Capy/ . N/A
Preheat temperature (C) d Outside Pipe Diameter (mm) i
| B
sicakhk! Interpass : 230 s ot : N/A

Kullanilan Kaynak Yontemleri/ Welding Processes Used

Kaynak Yintemi/ Welding Process

136 Ozl Tel Elektrotla Metal Aktif Gaz Kaynagi/
MAG welding with flux cored electrode

Mekanizasyon/ Mechanization

Yan Otomatik/ Semi-Auto

Kaynak Metali Kahnh@y/ Weld Metal

14
Thickness(mm)- Kose kaynaginda bogaz kalmhign "a”
Kaynak Pozisyonw Welding Position (acc. to PD
150 6947)
Kaynake Adv/ Welder's Name MUSTAFA BAYKAL

Dolgu malzemesi tammy/ Filler material
designation

3YSAHS/ENISO 17632-AT462PC |

Dolgu malzemesi Gireticisi/ Filler material
make

MAGMAWELD FCW 11

Dolgu malzemesi finnlama yada kurutma/

Baling or Drying of Filler Material one
Gaz'lToz gisterimi/ Gas/Flux EN 14175: C1

Koruma/ |design.

Shieldi)

18 | Gaz aksy debisi/ Gas flow rate 14-16 ltdk

Gaz/Toz gosterimi/ Gas/Flux N/A

Althk/ design,

Backing .
Gaz akig debisi/ Gas flow rate N/A

Tungsten elektrot tipi ve dlgiisii/ Tungsten

electrode type and size N/A A
Oluk agma veya althk detaylary/ Detail of 3-4 mm "U" (Taglama/
) ) . bs

back gouing or backing Grinding)
Kaynak sonrasi 1s1l iglem ve detaylari/ Post- NA
weld heat treatment and detail
Darbeli kaynak detayy/ Pulse welding detail N/A
Sahmm (Maks. paso genisligi)/ Weaving (Max.

. 16 mm
width of run)
Oksilasyon/ Oscillation N/A
Kontak memesi/ is Parcam mesafesi/ Distance 5.15 mm
contact tube/ workpiece
Plazma kaynagi detaylan/ Plasma welding

. N/A

detail
Tor¢/ Elektrot agisi/ Torch/ Electrode angle 60°-70°

See 8.5)

E)iger bilgiler (8.5 bakiniz)/ Other informations

CAVITECH DENIZCiLiK A.S
IMALATCIl/ MANUFACTURER

)
HUSEYIN GOKAY YAVUZ
INSPEKTOR/ INSPECTOR




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

Sayfa/Page no: 3/4

“Imalntq:l KYYK no/ 3
Manufacture WPQR No

WPQR-06

TL No/

TL Reg.No

2022-0912

KAYNAK HAZIRLIK DETAYLA

RY/ WELD PREPARATION DETAILS

Baglanti Dizaynv/ Joint Design

Kaynak Siralary Welding Sequences

25 mm

|

KAYNAK DETAYLARY WELD DETAILS

] T Girdisi
I")olgu _""‘l" Akim/ Crrrent | Voltaj/ Voliage Akim tipi ve Tl bcslsmc . Kaynak hizi/ ,‘,'e:;";d“j‘/
o Kaynak Yéntemi/ Welding Process dle./ Size of “ iz Kutup/Type of | MY Wire | Metal teansfer tipi/ S
Run 4 8 Sfiller materiat LRl | feed speed | Mode of metal Transfer A (Kjimm)
(inm) current and polarily (in/min) (mm/s)
Min. | Max. | Min. | Max Min. Max,
136 O7lu Tel Elcktrolla Metal Akiif Gaz Kaynagi/
1 MAG welding with flux cored clectrodc 1,2 200 240 22 24 DC+ 84 N/A 8,33 0,42 0,55
136 Ozl Tel Elckirotla Melal Akuif Gaz Kaynagl/
2 MAG welding with flux cored cloctrode 1.2 200 240 22 24 DC+ 8,4 N/A 729 0,48 0,63
136 Ozl Tel Elektrotla Metal Aklif Gaz Kaynagy/
3 MAG welding with flux cored clectrode 1,2 200 240 22 24 DC+ 8,4 N/A 7,00 0,50 0,66
136 Ozlii Tel Elckirotla Metal Aktif Gaz Kaynagi/
4 MAG welding with flux cored elocirode 1.2 200 240 22 24 DC+ 8,4 NIA 729 0,48 0,63
136 Ozlii Tel Elektrolla Metal Aklif Gaz Kaynagi/
5 MAG welding with flux corod cloctrode 1,2 200 240 22 24 DC+ 8,4 N/A 6,73 0,52 0,68
136 Ozlii Tel Elcktratla Metal Akiif Gaz Kaynagi/
6 MAG wolding with flux cored clocirode 1,2 200 240 22 24 DC+ 8,4 N/A 8,75 0,40 0,53
7
8
9
10
-
12 /
-
14
15
16
17
18
19
20

CAVITECH DENIZCILIK A.$
iMALATCl/ MANUFACTURER

lliTS}l\'iNZKAVUZ

INSPEKTOR/ INSPECTOR




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

Sayfa/Page no: 4/4

Test Sonuglary/ Test Results

!imalal;l KYYKno/

Muayene Kurulusu /

1 WPQR-06 ¢ TURK LOYDU
Manufaciure WPQOR No ’ @ Examiner Body *
i2le M Vi N .
(Gizle Muayene/Visual test + Uyeundecepted Radyogralik Muayene/ Radiographic Test NA
(Acc. to ISO 17637) {Acc.to ISO 17636-1 or £SO 17636-2)
1 Penetrant Testi/Dye Penerant Test (Acc. to . NA Ultrasonik Test/ Ultrasonic Test (Acc. to .
(SO 3452-1) 3 150 17640) *
Manyetik Parcacik Testi/Magnetic Particular ., Uygun/dccepied Makroskobik Muayene/ Macro Uygun/Accepled
Inspection (Acc. to ISO 17638) " (Report No:)MT-23-023 Examination (Acc, to 1SO 17639) (Report No:)PRB/2023/031
g | Sicaklik/
i/ T - R 3
(Cekme (esii/ Tensile Tesl (ISO 4136) - Rapor /Repori no: N/A Temperature("C)
Tip No/ Kopma Biitgesi/ Sonug/
Rm 9 9
Type / No Re (Nmm2) (Nmm2) A% % Fracture Locat Result
NUMUNE 1/ Specimen |
NUMUNE 2 Specimen 2
[EK TEST V/ Additional Test |
EK TEST 2 Additional Test 2
L . Mandrel Capi/(mm)
T . N
Egme Testi/ Bend Test (ISO 5173) - Rapor /Report no:N/A &Y erD e
Tip No/ Egime Aqsi (Y y . N Egme Tipi/ Notlar/ Sonug/
Type / No Bend Angle(") Uzamal Elongation Kend Type Rermarks Result
NUMUNE 1/ Specimen {
INUMUNE 2 Specimen 2
NUMUNE )/ Specimen 3
NUMUNE 4/ Specimen 4
[EK TEST |/ Additional Test 1
IEK TEST % Additional Test 2
Yiintem1 igin/ for process { - Centik Darbe Testi/ Impact Test (ISO 9016) - Rapor /Report no:N/A Kabul Degeri/
Min Requirement
Centik Vcn_/ Numu.ne El‘ll.dll Sicakhil! Temperature Degerler! Values (J) Ortalama/ Avarage Sonug/
Noich Location Speciment Size ; 5 T Result
Kaynak Mclall/ Weld Metal
FL/Fusion Line
FL+2/ Fusion Line + 2 mm
Notlar/ Remarks
Yintem2 igin/ for process | - Ceatik Darbe Testi/ Tmpact Test (ISO 9016) - Rapor /Report no: N/A ﬁ:“’lae[;i%:";em
Centik Ven( N:nmnvnc Ebadu/ Stcaklile/ Temperatre Degerter/ Values (J) Ortatama/ Avarage Sonug/
Noich Location Speciment Size T T T Result
Kaynak Mctali/ Weld Meial
ITAB/ 1AZ
EK TEST 1/ Additional Test 1
Nollar/ Remarks
Sertlik Yonlemi/
8 il i It -1)- Lz
I'ierthk testi/ Hardness Test (ISO 9015-1) - Rapor /Report no : Nz Mardness Method
(Olgiim Noktalar/ Measurement Points 1 2 3 4 5 6 7 8 9 10 11 12 13 14 15
Dlgillen Deger/ Measured Valte
Dlgiim Noklalun/ Measurement Points 16 17 18 19 20 21 22 23 24 25 26 27 28 29 30
Olgiilen Deger/ Measured Vaiue
[Olgiim Noktalan/ Measwrement Points 31 32 33 34 35 36 37 38 39 40 41 42 43 44 45
Olgiilcn Degier/ Measured Value
erilik Testi Olgiim Noktalan / Hardness Test Location of Measurements
Diger Testler/Other Tests N/A
Testerin slandart veya kadlar/ Tests code or standards N/A
Laboraluvar Rapor No/ Laboratory Report No N/A
Test Sonuglar Kabul Edildi/ Edilmedi N/A




77

v

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

Sayfa/Page no: 1/1

Imataig KY.SI . pWPSO6 Baglana hfﬂ}rllk ve Iem_lzluk mefndu/ * MIEKANTK
Mamifacmire's WPS No Method of joint preparation,cleaning
ImalaterKVVKINe/ WPQR-06 Baglana ve Kaynak Tipi/ 1 PLAKA KOSE KAYNAGI-PLATE FILTET WELD
Manufacture WPOR No Type of joint and weld
Imalatct/ CAVITECH DENIZCILIKA § Ana Mnlzem.e Spesnlflknsyonu/ LA TEA
\Manufacturer Parent Material Specification =
Malzeme Grubu/Material grou,
Kod veya Test Standard)/ : ENISO 15609-1:2007 i LA B L
Code or Test Standard : (18O 15608'e giire/ acc. to ISO 15608) :
Kaynak Pozisyonu/ = Boru Dis Cap/ A
Welding Position (acc. to 1SO 6947) Outside Pipe Diameter (mm) 5
Yaniem |1 . 136 00lu Tel Elekieatla Metal Akl Gae Kaynagy! tine Malzeme Yool 1 Process | %
Kaynak Yiéntemi/ Proceer 1 * MAG wolding with flux cored cloctrode i A 1] .
A Kalwnlifs/Rase Material
Welding Process Yontem 2/ - Eh Youtem 2
Jrocess 2 ickness (mm) Process 2
Baglant Dizayny/ Joint Design Kaynak Swralar/ Welding Sequences
25 mm
|
{_ 7 T
25 mm \
b, g — - |
Paso/ l?;ﬂl/“;,mzl;' . k‘:::'“/lT‘P' . -l:l :e;l:m(- Metal transfer tipi/ | Kaynak Hizv/ Taa Gibrlhalt
R"“ Kaynak Yontemi/ Welding Process ‘;l 5/ Size of , | Ao Current | Voltay/ Voliage . ””"’d"/ "d "e' Mode of metal | Travel Speed Fleat brpiit
un Sfiller materia, (4) ) curr 7nl.an fee /Sp.eE( ransfor (mmss) (Kj/mm)
o) Min Max. M Max . (mmin) Min Max.
136 Ozlu Tel Blcktrotla Melal Akul Gaz Kaynag/ MAG
1 welding with flux corod clectrode 12 200 240 22 24 DC+ 8,4 N/A 831 0,42 0,55
136 Uzlu Tel Tlcklrotla Mclal Aklil (Gaz Kaynagi/ MAG
; 2
2 ickding with Mhix eored clos : 1, 200 240 22 24 DC+ 8,4 N/A 729 0,48 0,63
136 Uzlu Tel Elekirolla Melal Akut Gaz Kaynagl/ MAG
L 1
3 wlding with flu cored clectrode 2 200 240 22 24 DC+ 8,4 N/A 7.00 0,50 0,66
130 Oziu Tel Elektrotla Metal Akul (Gaz Kaynag! MAG
A +
4 welding with flux cored clectrodc 12 200 240 22 24 DC 8,4 N/A 129 0,48 0,63
136 Ozl Tel Elekuotla Metal Akbl Guz Kuynagi/ MAG
5
5 welding with fiux corcd electrode 1,2 200 240 22 24 DC 8.4 N/A 6,73 0,52 0,68
136 Uzla Tel Licktrotls Metal Akul Gaz Kaynag/ MAG
6 welding with flux cored cloctrode 1,2 200 240 22 24 DC+ 8.4 N/A 8,75 0,40 0,53
P
8
9
10

Yintem 1/Process |

Yintem 2/Process 2

Yontem 1/Process { Yintem 2/Process 2

Dolgu malzemesi tanimi/ JYSAHS/EN 180 17632 - Kiise kaynaginda bogaz kalnligi/ "
Filler material designation AT462PC1 Throal thickness for FW (a)(mm)
Dolgu malzemesi iireticisi/ Kay. sonrasi isil islem ve detaylan/ Post-
MAGMAWELD FCW 11 b N/A
Filler material make Weld heat treatment and detail '
Dolgu malzemesi firin.-kurutma/ Darbeli kaynak detayy/
. N . None _ . N/A
Baking or drying of filler material Pulse welding detail
Gaa/Tor Gisterimi/  |Karuma! Shiclding ENTRIESIC) Salium (Maks. Paso Genisligi)/ [
Gas/Fiux design AU Backing N/A Weaving(Max. Widih of Run)
Gaz alag debisi/ Koruma/ Shielding 1416 ik Oksilasyon/
N/A
Gas flow rate ALK Backing N/A Oscillation
Tungsten elektrot tipi ve &l i i/ N/A A Te.mas Tiipii / ig parcass mes_al'esl/ S-15 mmn
Tungsten electrode type and size Distance contact tube /workpeice
Oluk agma detaylan/ 34 i "U" (Taglama/ |Plazma kaynag: detaylar / A
Detail of back gouing Grinding) Plasma welding detail
Althk detaylary/ bs (Torg/ Elektrot Aqist / 6010
60 -
Detail of backing Torch/ Electrode Angle
[Minimum on wsitma sicakhgr/ s
Preheat temprature (°C) Diger Bilgiler (8.5 balaniz) /
Maksimum pasolar arast sicakhk/ 230 (Ciher Informations (See 8.5)
Interpass temprature (°C) 34 1 4
110 vl

CAVITECH DENIZCILIK A.§
IMALATCI MANUFACTURER

HUSEYIN
INSPEKTOR/ INSPECTOR




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

Sayfa/Page no: 1/4

limamcn KYYK no/

WPQR-07

Kod/ Test Standardy/

TURK LOYDU KURALLARI/TURK LOYDL

Manufacture WPOR No Code/ Testing Standard RULES

Imatatoy CAVITECH DENIZCILIKA § e TURK LOYDU

Manufaciuror Examiner Body

Adres’ Sile Mah. Alay Cad, Yeni Loca A Blok No:7 K.-1 0.7 TL No/ TL Reg No 2022-0912
Unmraniyc

Adress Kaynuk Tarihi/ Date of Welding 4.01.2023

Kaynak Degiskenleri
Welding Variables

Yeterlilik Araligy/

Range of qualification

Yontem 1/ Process 1

Yiontem 2/ Process 2

Kaynak Yintemi/ 111 Elektrotla Metal Ark Kaynagi/ Metal Arc Welding with 111 Elektrotla Metal Ark Kaynagy/ Metal Arc Welding with Covered
Welding Process Covered Electrode Electrode
MEkanzasyor! Elle/ Manual Elle/ Manual

I Mechanization

Baglant: ve Kaynak Tipi/
Type of joint and weld

Boru Alin ve Kége Kaynag -Pipe Butt and Fillet Weld

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

Her mukavemet seviyesi iin kaynak yontemlerinin ayni ya da daha dugik tokluk kalitelerine, test edildigi sekilde, uygulanabilecei diginulur/
For each strength level, welding procedures are considered applicable to the same and lower toughness grades as that tested
kalitesi igin kaynak yontemlerinin aymi ya da iki diigitk mukavemet seviyesine test edildigi sekilde uygulanabilecegi disinilir/ For each
toughness grade, welding procedures are considered applicable to the same and two lower strength levels as that tested

Her tokluk

Ana Malzeme Kalinhgy/
Parent Material Thickness

BW: 3 mm to 20 mm
FW: 3 mm to 20 mm

Kaynak Metali Kalinligy/ Weld Metal

Single/Multi Run

Tek Paso / Single Run

N Max. 6 mm Max, 14 mm
Thickness(mm)
waiaz SRR Sirurlama Yok/ No Restriction Simirlama Yok/ No Restriction
Throat thickness
[ -0 as0

Cok Paso / Multi Run

Boru Dis Capy/
Outside Pipe Diameter

d>=44,45 mm

Brangman Agisy/
Branch Angle (")

N/A

Dolgu Malzemesi Gésterimi/

TS ENISO 2560-A: E422C21

JYHS5 TS ENISO 2560 - A: E423B 42 H10

Mode of Metal Transfer

Filler Material Design
lDolgu Malzemesi Ureticisi/ Welding consumables and auxiliary materials used in the welding procedure tests may only be replaced in the subsequent fabrication work by
Filler Material Make others of the same kind which bear Turk Loydu's approval
Dol, tali Olgiisii/
_0 gu Me a,l ,‘;us“ Sinirlama Yok/ No Restriction Sinirlama Yok/ No Restriction
Filler Material Size
Koruyucu Gaz/Toz Gasterimi/ A -
Designation of Shielding Gas/Flux
Altl!k Ga.u Gostem.m/ A NIA
\Designation of Backing Gas
| Kaynak Akn'm ve Kutubu/ . be. —
Type of Welding Current and Polarity
I'T Tipi
Metal Transfer Tipi/ N/A A

Is1 Girdisi/ Heat Input

3 Sayfaya bakimz (Q-1,25Q) Q : Isi Girdisi/
See 3. page (Q-1,25Q) Q:Heat input

3 Sayfaya bakimz (Q-1,25Q) Q : Isi Girdisi/
See 3. page (Q-1,25Q) Q:Heat input

Kaynak Pozisyonlary/
Welding Positions

Biitiin Pozisyonlar, PG, PJ ve J-L045 harig /7
All Positions, PG, PJ and J-L045 are excluded

Biitiin Pozisyonlar, PG, PJ ve I-L045 harig /=

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

Minimum On Isitma Sicakligy/
Preheat Temparture(°C)

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

Maksimum Pasolar Aras1 Sicaklik/
Interpass Temparature("C)

qualification)

230 °C (An increase of more than 50 oC in the maximum interpass temprature reached in the welding procedure test shall require re-

Kaynak ve Baglant Tipi/
Type of Joint/Weld

B: Tck larafian altliksiz alin kaynagi ( without backing)

A: Tek taraflan althkh alin kaynag)  with backing

Kaynak Sonras Isil Iglem/

N/A N/A
Post Weld Heat Treament
Diger Bilgiler(8.5 bakmiz)/
Other Informations (See 8.5)
criifikalmduridmey b test Ray g vulkarda iriiien Wod! stundandimn geregine gire e nnmy, aynalimey ve test cdimiglir,

Certified that tesi welds prepared, vilded and tested satisfactorily in accordance with the requirements of the code/testing standard imficaid i

bove

Site Mah. Atay Cad. Yeni Loca A
Blok No:7 K.-1 D.7 Umraniye

30.01.2023

/]

HUSEYINIGOKAY YAVUZ

KONUM/ LOCATION

DUZENLENME TARIHI/ DATE OF ISSUE

INSPEKTOR/ INSPECTOR




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

Sayfa/Page no: 2/4

Kaynak Testi Kayitlar/ Record of Weld Test

Imalatg 6KYS/

Muayene Kurulusu/

Interpass temperature("C)

Branch Angle ()

: p-WPS-0 : T
Manufacture's pWPS No p-WPS-07 Examiner Body URK LOYDY
imalatgt KYYK no/

R - . : 2022
Manufacture WPOR No WPQR-07 TL No/ TL Reg No 2022-0912
Imalatey/ = Ana Malzeme Spesifikasyonu/

: CA H DENIZCILIK A : -2 22:
Manufacturer CAVITEC CILI $ Parent Material Specification EN 10025-2: 8235JR to  EN 10025-2: $235JR
Baglanti ve Kaynak Tipi/ . BORU ALIN KAYNAGI-PIPE BUTT Malzeme Grubuw/Material group L1 . e
Type of joint and weld " WELD (ISO 15608gire/ acc. to I1SO 15608) ’ © '
Baglanti Hazirhik ve Temizlik

. : Ana Malzeme Kalinhg/
fi : ME]

Metodu/.Methad !.)fjomt e Parent Material Thickhness (mm) 10 to 10
preparation,cleaning
Minimum &n 1sitma sicaklig/ . 20°C Boru Dis Capy/ 88.9
Preheat temperature (C) : Outside Pipe Diameter (mm) T
Maksimum pasolar arasi sicakhk/ . 230°C Brangsman Aqisy/ N/A

Kullamlan Kaynak Yéantemleri/ Welding Processes Used

Kaynak Yintemi/ Welding Process

111 Elektrotla Metal Ark Kaynagi/ Metal Arc Welding
with Covered Electrode

111 Elektrotla Metal Ark Kaynagy/ Metal Arc Welding with
Covered Electrode

make

Mekanizasyon/ Mechanization Elle/ Manual Elle/ Manual
Kaynak Metali Kalinhg/ Weld Metal 3 -
Thic/mess(mm)— Kiise kaynaginda bogoz kalmhig "a™

Kaynak Pozisyonw Welding Position (acc. to PF PF

ISO 6947)

Kaynaker Adv Welder's Name MUSTAFA BAYSAL MUSTAFA BAYSAL
Dolgu m.alzemeSI tammy/ Filler material TS EN SO 2560-A: E 42 2 C 21 IYHS
designation

Dolgu malzemesi iireticisi/ Filler material MAGMAWELD MAGMAWELD

Dolgu malzemesi firmlama yada kurutma/
Baking or Drying of Filler Material

Firinlama/Baking : 300°C-350°C 2 saat/ hours

Firinlama/Baking : 300°C-350°C 2 saat/ hours

Gaz.fl‘oz gosterimi/ Gas/Flux N/A N/A
Koruma/ |design.
Shieldi)
1NE | Gaz alas debisi/ Gas flow rate N/A NA
Gaz/Toz gosterimi/ Gas/Flux

Althk/ design. N/A N/A
Backi

AHME | Gaz akis debisi/ Gas flow rate N/A NA
Tungsten elektrot tipi ve dlgiisii/ Tungsten NA NA N/A
electrode type and size
Olu!( agma vey'a althk detaylary/ Detail of back None NA None NA
gouing or backing
Kaynak sonrasi sl iglem ve.detaylan/ Post- N/A NA
weld heat treatment and detail
Darbeli kaynak detayy/ Pulse welding detail N/A N/A
Sa_lllmm (Maks. paso genisligi)/ Weaving (Max. N/A NA
width of run)
Oksilasyon/ Oscillation N/A N/A
Kontak memesi/ ig Parq:asn mesafesi/ Distance 515 mm 515 mm
conlact tube/ workpiece
Plaz.ma kaynag detaylary/ Plasma welding NA NA
detail
Torg/ Elektrot aqisi/ Torch/ Electrode angle 70°-80° 70°-80°

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

CAVITECH DENIZCILIK A.$
IMALA “ 1/ MANUFACTURER

HUSEYIN GOKAY YAVUZ
INSPEKTOR/ INSPECTOR




KAYNAK YONTEMI YETERLILIK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)
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Imalatet KYYK no/
Manufacture WPOR No

WPQR-07

TL No/

TL Reg.No 2022-0912

KAYNAK HAZIRLIK DETAYLA

RI/ WELD PREPARATION DETAILS

Baglant: Dizaym/ Joint Design

Kaynak Swalary Welding Sequences

_e 30"
v »'--\‘ =
1)
10 mm
1
1-2 mm

1-2 mm

KAYNAK DETAYLARI/ WELD DETAILS

Is1 Girdisi;
Dolgu f"“"' Alam/ Current | Voltaj/ Voltage Alam (ipi ve Tel h“lfmc . Kaynak hizt/ il isi/
Paso/ Kaynak Yiintemi/ Welding Process dlg/ Size of (4 ") Kutup./Type of i/ Wire Metal transfer tipi/ Travel speed Hea inpit
Run B & Siller material g L 3 feed speed | Mode of meial Transfer 1 (Kjmm)
current and polarity (i (mm/s)
(mm) Min | Max. | Min | Max m/min) Min, Max
111 Elcktrotla Metal Ark Kaynagi/ Melal Arc Welding
1 with Covered Electrode 2,5 50 70 32 35 DC- N/A N/A 1,21 1,06 1,62
111 Elcktrotla Melat Ark Kaynagi/ Mclal Arc Welding
+
2 with Covered Electrode 2,5 70 90 22 26 DC: N/A NIA 1,27 0,97 1,47
111 El Metal Ark K g | A i
3 |1} Elektrotta Metal Ade Kuynagy/ Metal Arc Welding 25 o | 0 | 2| e+ N/A N/A 090 137 2,08
with Covered Electrode
L11 Elektrotla Metal Ark Kaynagi/ Mclal Arc Welding
4
4 with Covered Electrode 2,5 70 90 22 26 DC- N/A N/A 1,05 1,17 1,78
-t

/

CAVITECH DENIZCILIK A.S
iMALATCI/ MANUFACTURER

/.

HUSEYIN GOKAY YAVUZ
INSPEKTOR/ INSPECTOR

Form No: END 670-01/11.12.2020




KAYNAK YONTEMI YETERLILiK KAYIT FORMU (KYYK)
WELDING PROCEDURE QUALIFICATION RECORD FORM (WPQR)
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Test Sonug¢lary/ Test Results

fmalatgt KYYK no /

Muayene Kurulusu /

V/nspection (Acc. to 1ISO 17638)

{Report No:) MT-23-023

Examination (Acc. to 1SO 17639)

: WPQR-07 : TURK LOYDU

Manufacture WPQR No ' Q Examiner Body *
Radyografik Muayene/ Radiographic Test Uygun/Accepted

¢ Uypun/4 d A
L$ s AR (Acc.to ISO 17636-1 or 1SO 17636-2) * (Refort No:)RT-23-0083
Swvi Penetrant Testi/Dye Penerant Test (Acc. to 5 Ultrasonik Test/ Ultrasonic Test (Acc. to v A
ISO 3452-1) * 150 17640) :
Manyetik Pargacik Testi/Magnetic Particular Uygun/Accepted Makroskobik Muayene/ Macro Uygun/Accepied

(Report No:)PRB/2022/0032

(Cckme (esti/ Tensile Test (ISO 4136) - Rapor /Report no- PRB/2022/0032 i‘::;::mre('C) 20°C
- Z || S |
NUMUNE 1/ Specimen / - 551,4 NA N/A Base Material Uygun/Accepted
NUMUNE 2/ Specimen 2 5554 N/A N/A Base Malterial Uygun/Accepted
IEK TEST 1/ Additional Test I
[Ex TEST 2/ Additionai Test 2
'EEmc Testi/ Bend Test (ISO 5173) - Rapor /Report no: PRE/2022/0032 Mandrel Capi/(mm) m
Former Diameter
e 1o Sond )| vamasBonsion e ponmirs e
NUMUNE 1/ Specimen 1 180" N/A Yiiz Egme/ Face Bend Uygun/Accepted
NUMUNE 2/ Specimen 2 180" N/A Yiiz Egme/ Face Bend Uygun/Accepled
NUMUNE 3/ Specimen 3 180" NA Kok Egme/ Root Bend Uygun/Accepted
NUMUNE 4/ Specimen 4 180 N/A Kok Egme/ Root Bend Uygun/Accepted
EK TEST V/ Additionai Test 1
JEK TEST 2/ Additional Test 2
Vintem1 igin/ for process I - Centik Darbe Testi/ Impact Test (ISO 9016) - Rapor /Repart no:PRB/2022/0032 Kabul Degenf 3471/4
Min Requirement
Cenlik Vcri/. Numu.nc Eba'dl 7 Stcakhil/ Temperature Degerler! Values (J) Ortalama/ dvarage Sonug/
Notch Location Speciment Size T 5 T Resuit
[Kaynak Metali/ Weld Metal 2,5x10x55mm 20 22,47 24,13 233 23,30 Uygun/Accepted
FL/ FUSION LINE 2,5x10x55mm 20 24,63 243 25,14 24,69 Uygun/Accepted
FL+2/ FUSION LINE + 2 2,5x10x55mm 20 28,44 25,31 24,8 26,18 Uygun/Accepted
Notlar/ Remarks
Viintem? igin/ for process I - Centik Darbe Testi/ Tmpact Test (1SO 9016) - Rapor /Report no:PRB/2022/0032 fabul Degti/ 347+ (3/4)
Min Requirement
ﬁ:;::.kzz::j,{un N;::;::Zj?j; i Swcakhl/ Temperature | chcrlcrl’ValuE: “ . Ortalama/ Avgrage fit::l‘l/
Kaynak Metali/ Weld Meial 7,5x10x55mm 20 62,69 72,73 65,68 67,03 Uygun/Accepted
IFL/ FUSION LINE 7,5x10x55mm 20 72,49 83,42 87,15 81,02 Uygun/Accepled
IFL+2/ FUSION LINE + 2 7,5x10x55mm 20 83,42 79,49 74,4 79,10 Uygun/Accepled
INoklar/ Remarks
ISerllik testi/ Hardness Test (IS0 9015-1 ) - Rapor /Report no : N/A :‘;::"_:::':‘:;";ﬂ
Olgiim Noktalan/ Measurement Points 1 2 3 4 5 6 by] 8 9 10 11 12 13 14 15
(DMGiilen Deger/ Measured Value
Dlgiim Noklalan/ Measurement Points 16 17 18 19 20 21 22 23 24 25 26 27 28 29 30
(Ol¢iilen Deger/ Measured Value
[Olgiim Noktalar/ Measurement Points 31 32 33 34 35 36 37 38 39 40 41 42 43 44 45
Olgiilen Deger/ Measured Value
|Serttik Testi Olgiim Noktalar: / Hardness Test Location of Measurements
Diger Testler/Other Tesis N/A
Testlerin slandart veva kodlari/ Tests code or standards N/A
Laboratuvar Rapor No/ Laboratory Report No N/A
Test Sonuglar Kabul Edildi/ Edilmedi N/A

/I

Hs

YINJGOKAY YAVUZ

INSPEKTOR/ INSPECTOR

Form No: END 670-01/ 11.12.2020




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

Sayfa/Page no: 1/1

fmalatgr KYS/
Manufacture's WPS No

p WPS-01

Baglant) hazirhk ve temizlik metodu/

2 MEKANIK
Method of joint preparation,cleaning g

Tmalatgt KYYK No/
\Manufacture WPQR No

WPQR-07

Baglant: ve Kaynak Tipi/
Type of joint and weld

1 BORU ALIN KAYNAGI-PIPE BU WELD

Tmalate/ : CAVITECH DENIZCILIK A § Ana Malzeme Spesifikasyonu/ + BN 10025-2: S235)R EN 10025-2: $2351R
Manufacturer Parent Material Specification
Kod veya Test Standardy/ Malzeme Grubu/Material group
» ENISO 15609-1:2007 SRR L1

Code or Test Standard " (TSO 15608'e gire/ acc. to ISO 15608)  *
Kaynak Pozisyonu/ oF Boru Dis Capy/ “8k9
Welding Position (acc. to ISO 6947) Outside Pipe Diameter (mm) ey

Yauem 1/ , 11 Elckirotla Metal Ark Kaynagy/ Motal Are Welding Kaynak Metali Yonicm 1/ i
Kaynak Yéntemi/ Process { *  with Covered Electrode K"';’ ‘; o1/ Weld Metal Process |
Welding Process Vaniem 7 111 Elckiraila Meil ATk Foaynag Metal Are Weldimg T:,”’: gy veld Metal S ontem 27 =

Process 2 *  with Covered Electrode ickness(imm) Process 2 o

Baglanti Dizayny/ Joint Design

Kaynak Sirvalary/ Welding Sequences

80" E

& |

1 ! \ey

10 mm A
| |
1 I 1

- o 1-2mm ’

e Tel
Paso/ l;r“;‘;,-n::; ) k:::m/;l;"::j besleme | Metal transfer tipi/ | Kaynak Hizi/ Tur Girdisi/
Kaynak Yintemi/ Weiding Process 4. iz 0 Akan/ Current Valtaj/ Voltage R i/ Wire Mode of metal Travel Speed Hea Input
Run filler material (4) W) current and (Kj/mm)
(mm) olarit Seed speed transfer (mm/s) v/mm,
Min, Max, Min Max. L & (m/min) Min, Max.
1 TTT Elekwrotta Metal Ark Kaynagi/ Metal Arc Welding with 25 50 0 1 e FoToR Y N 121 106 i
Covered Electrode
5 = -
2 111 Elcktratla Metal Ark Kaynagi/ Metal Are Welding with 25 7 % 2 2 bCr A A 127 097 L7
Covered Electrode
3 11 Elektrotla Metal Ark Kaynag/ Mctal Arc Welding with 25 2 90 » 2% et N NI 0,90 137 T
(Covered Electrode
= Y - Te—
4 111 Elcktratla Mctal Ark Kaynagi/ Melal Arc Welding with 25 70 % - 26 DC+ T A 105 i 5
Covered Electrode
5
6
7
8
9
10

Yiontem 1/Process ! Yontem 2/Process 2

Yontem 1/Process |

Yintem 2/Process 2

V/d

Dolgu malzemesi tammi/ TS EN 1SO 2560-A: E 42 Kise kaynaginda bogaz kahnhgy/

! : . 3YH5 h N/A N/A
Filler material designation 2C21 Throat thickness for FW (a)(mm)
D.ulgu malz?mesl ireticisi/ > MAGMAWELD MAGMAWELD Kay. sonrasi isil islem ve del.nylan/ Post- : NA NA
Filler material make Weld heat treatment and detail
Dolgu malzemesi Mrin.-kurutma/ Finniama/Baking : 300 C- | Finnlama/Baking : 300'C{Darbeli kaynak detayy/ NA e
Baking or drying of filler material 350 C 2 saal/ hours 350°C 2 saat/ howrs | Puise welding detail
Gaz/Tor Gisterimi/ [ <orwma Shielding N/A N/A Salimim (Maks. Paso Genisligi)/ — A
Gas/Flux design AUk Backing NA NA Weaving(Max. Width of Run)
Gaz akis debisi/ Karumn' Shielding NA A Oksilasyon/ . "
Gas flow rate ALK Backing N/A NA Oscillation
Tungsten elektrot tipi ve nlu_:su/ NA NA NA T?mas Tiipii / iy parcas mes?leSI / 515 mm 515 mm
Tungsten electrode type and size Dislance contact tube /workpeice
Olulf agma de!aylf:n/ N None Plazma kayr'lag| del:liylarl / . A
Detail of back gouing Plasma welding detail
Althk detaylar/ Torg¢/ Elektrot Agisi /

N/A N/A 70-80° 70°-80°
Detail of backing Torch/ Electrode Angle
Minimum 6n 1sitma sicakhgy/ Y e
Preheat temprature (°C) Diger Bilgiler (8.5 bakiniz) / 5
Maksimum pasalar aras sicaklik/ 230°C Other Informations (See 8.5) . ! % A
Interpass temprature (°C) £ .
i

CAVITECH DENIZCILIiK A.$
IMALATCI/ MANUFACTURER

HUSEYiNé(")KAY YAVUZ
INSPEKTOR/ INSPECTOR

Form No: END 670-01/ 11.12.2020




