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KAYNAK YONTEM TESTi ONAYI (WPQR) -
WELDING PROCEDURE QUALIFICATION RECORD 15 N SGIEC 170

AB-0022-M

S&Q_MART

SAFETY & QUALITY

imalatgi Kaynak Prosediirii No

Manufacturer's WPQR no. - TED-PQR-005

imalatginin Adi : TEDSAN MAKINE MUHENDISLIK TAAHHUT SAN. TiC. LTD. STi.
Manufacturer's Name

Imalatginin Adresi : SATIKADIN MAH. SEHIT MEHMET OZDEN CAD. NO: 33
Manufacturer's Address KAHRAMANKAZAN / ANKARA

Onay Veran Kurulug - S&Q MART KALITE GUVENLIK A.S.

Examiner or examining body

Referans No

Reference no. : SQ-WPQR-19-02-25

Standart _ :

Codeflesting standard :EN1SO 15614-1:2017, PED 2014/68/EU Annex | 3.1.2
Seviye .

Level . Level 2

Kaynagin yapildigi tarih £ 16.01.2025

Date of welding

Biz bu kayittaki ifadelerin dogrulugunu ve test pargalarinin EN ISO 15614-1'in ve PED 2014/68/AB Ek | 3.1.2'nin sartlarina
uygun olarak hazirlandigini, kaynatildigini ve test edildigini onaylariz.

We confirm that the statements in this record are correct and that the test pieces were prepared, welded, tested and have

fulfilled the requirements in accordance with EN ISO 15614-1 and PED 2014/68/EU Annex | 3.1.2.
Qe‘- s0Nng Y,
A L ]

Yetkili Temsilci : H. POLAT YILMAZ imza
Authorized Representative Signature

Yer & Onay Tarihi . ISTANBUL& 28.02.2025 Testi Yapan Kasesi

Location & Date of issue Stamp of the examiner : TRAWE/N2-23002018-15
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TEST PARGASI VE KAPSAM ARALIGI
TEST PIECE AND RANGE OF QUALIFICATION

T S&Q _MART
AB-0022-M SAFETY & QUALITY

TEST PARGASI /
TEST PIECE

TEST KAPSAM ARALIGI / RANGE OF QUALIFICATION

Uriin Formu / Product form

Baoru / Tube

Boru, Plaka / Tube, Plate

Kaynak Yéntemi
Welding process(es)

141-Manuel / Manual

141-Manuel / Manual

Kaynak Kalinhgi (mm)
Deposited metal thickness

6,0 mm

Maksimum 12,0 mm / Maximum 12,0 mm

Birlestirme ve Kaynak Tipi
Type of joint and weld

Aln Kaynagi (BW) /
Butt Weld (BW)

Tam ve kismi niifuziyetli alin ve kése kaynaklarinin her tiirlii birlestirme tipi. Her iki taraftan
kok taglamali yapilan kaynaklar ve althkii kaynaklar / Full and partial penetration butt welds and
fillet welds in any type of joints. Welds made from both sides with grinding and welds with backing.

Ana Maizeme ve Alt Gruplari
Parent material group(s) and
sub-group(s)

ASTM A 312

TP 316L

Grup 8, Alt Grup 8.1/
Group 8, Sub-Group 8.1

ISO/TR 15608'a gére Grup 8 (Alt grup 8.1) malzemeleri vasiflandirir. 4, 5, 6, 8 ve 9.
gruptaki malzemeler, ayni alt gruptaki ve ayni malzeme grubunun diger alt gruplarindaki
celikleri kalifiye eder. / Qualify Group 8(Subgroup 8.1 and) acc. to ISO/TR 15608, Test piece
materials in groups 4, 5, 6, 8 and 9 qualify steels in the same sub-group and any lower sub-group within
the same group.

Ana Malzeme Kalinhigi (mm)

Alin Kaynagi (BW): 3 mm to 12,0 mm; Kése Kaynag: (FW): 3 mm to 12,0 mm

Parent material thickness @omm ! Butt weld (BW): 3 mm to 12,0 mm; Fillet Weld (FW): 3 mm to 12,0 mm
Kaynak Bogaz Yiik. (mm) R ;

Throat thickness N/A Limitsiz / No restriction

Tek veya Goklu Paso Coklu Paso ;

Single layer/multi-run Muiti Run Goklu paso / M-

Boru Dig Gap (mm) @60,3mm > 930,15 mm

Outside pipe diameter

Dolgu Metali Tamimlamasi
Filler material designation

EN ISO 14343-A
W2312L

Uretici Tanimlamasi
Filler material make

ESAB
OK Tigrod 309L

Dolgu malzemeleri, ayni mekanik ozelliklere, ayn: tiir rtis, ayni 6zIii tel tipi veya tozu, ayni
nominal kimyasal bilesim ve ayni ya da daha diigtk Hidrojen igerigine sahip dolgu
malzemelerini kapsar. / Filler matenials cover other filler materials as long as, according to the
designation in the appropriate international standard for the filler material, they have equivalent
mechanical properties, same type of covering or flux core, same nominal chemical composition and the
same or lower hydrogen content.

Dolgu Metali Olgiisii

Tek tel / Single wire
ISO 15614-1 Madde 8.4.7'deki gerekliliklerin yerine getirilmesi kaydiyla dolgu malzemesinin

. R @ 2,4 mm b e = ; . 5 : ; ;
Filler material size boyutunu degistirmeye izin verilir. / it is permitted to change the size of filler material provided that
the requirements of ISO 15614-1 clause 8.4.7 are salisfied.
Koruma Gazi-Ortiisii Tanim. EN ISO 14175 — |1 Yeterlilik, prosediir testinde kullanilan koruyucu gazin nominal bilesimi ile simirlidir. /

Designation of shield. gas/flux

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

Form Gazi Tanimlamasi
Designation of backing gas

ENISC 14175-11

8 ve 41-48 grup malzemeler igin, I, N ve R grup kék koruma gazlan arasindaki degisiklik
veni bir test gerektirmez. / For material groups 8 and 41 to 48, a change between group I, N and R
backing gas does not require re-qualification.

Akim Tipi
Type of weld. current&polarity

DC EN (-)

DC EN (-)

Gegis Modu / Transfer mode

N/A

N/A

Is1 Girdisi
Heat input

0,631-0,712 kJ/mm

0,4173 — 0,788 kj/mm

Tokluk gerekleri uygulandiginda, kalifiye edilen isi girdisinin st siniri, test pargasinin
kaynagindaki isi girdisinden %25 daha fazladir. Sertlik gerekleri uygulandiginda, kalifiye
edilen 1s1 girdisinin alt simin, test parcasinin kaynagindaki isi girdisinden %25 daha azdir.
When impact requirements apply, the upper limit of the heat input qualified is 25 % greater than used in
welding the test piece. When hardness requirements apply, the lower limit of the heat input qualified is
25 % lower than that used in welding the test piece

Kaynak Pozisyonu
Welding positions

H-L045

Tiim Pozisyonlar (PG, PJ ve J-L045 harig)
Ali Welding Positions (Except PG, PJ and J-L045)

On Isitma Sicakhgi
Preheat temperature

Ortam Sicakhg: /
Ambient temperature

WPQR'de kaydedilen 6n 1sitma sicaklidindan 50°C'den daha fazla bir azalma, yeniden
vasiflandirma gerektirir. / A decrease of more than 50°C from the recorded preheating temperature
on the WPQR requires requalification.

Pasolar Arasi Sicaklik

WPQR testinde ulasilan maksimum pasolar arasi sicakliktaki 50°C'den fazla bir artig,

int ¢ rat Max.200°C yeniden vasiflandirma gerektirir. / An increase of more than 50 °C in the maximum interpass
nisipass lemperalure temperature reached in the welding procedure test shall require requalification.

Kaynak S.onraSI Isitma N/A N/A

Post-heating

Kaynak Sonrasi Isil islem NIA N/A

Post-weld heal-treatment

Diger Bilgiler
Other information

WPQR-EN 15614-1 : 2017
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TEST KAYITLARI )
RECORD OF WELD TEST 5&Q_MART

SALLDTN © ANIALLITY
= Tt T 1

2B s an 2

Yer b Onay Veren Kurulug : = 2
U ocitisn - KAHRAMANKAZAN / ANKARA e cominer or Examining Body S&Q MART Kalite Guvenlik A.S.
malatgi / Manufacturer's pWPS |, Referans No " y
6 . TED-pWPS-005 Reference No SQ-WPQR-19-02-25
imalatgi / Manufacturer's WPQR |, TED-PQR-005 lAna Malzeme(ler) ASTM A 312 TP 316L
0 ; & Parent Material(s) Grup 8, Alt Grup 8.1
lFirma : TEDSAN MAKINE MUHENDISLIK TAAHHUT Ytizey Hazirh@ ve Temizligi Isleme, taglama ve firgalama
) $ $ [%
anufacturer: SAN. TIC. LTD. STI. IMethod of Preparation and Cleaning Machining, grinding and brushing
IKaynakegi Adi N Et Kalinhg: (mm)
Weilder's Name  IBRAHIM ASIL IMat. Thickness 6.0
Kaynak Y&ntemi A Dis Cap (mm)
Welding Process [ 141 Quiside Diameter 260.3
Malz. Gegis Modu ) Kaynak Pozisyonu i
Mode of Metal Transfer | N/A Welding Position H-LO45
aynak Agiz Detayr* - Althksiz V kaynak agzi / Birlesim Sekli
Weld Preparation Details* Steep-fianked V preparation without backing strip Woint Type Al Raynagh.t St veks
* Kaynak Agiz Detayi / Joint Design Kaynak Sirasi / Welding Sequences
ol v
_ V\,/ S d 3 ) N
= |1 |
~— o v 2
’—.
s—
Kaynak Verileri / Welding Data
Dolgu Malzemesi i il K H Pa;olalr:;‘asl i O
Paso Yéntem Filler Metal Akim Gerilim Polarite Teﬁ;"p:e d'z‘ Tr:l\{/gfa;pelg:j fn;zfpaz;s Ij;asi‘l;n;zr
Run | Process | gtandart Gosterim Gap | Curent[Al| Voltage V] | Polarity | g ceqmming| [mmisn] | temperature |  [(kdimmi
Std. Designation Dia. fmm] [°C]
1 141 ENISO 14343-AW2312L @24 137 13 DC EP (-) - 1,64 - 0,652
2 141 EN ISO 14343-AW2312L D24 137 13 DC EP (-) - 1,50 Max.200 C° 0,712
3-4 141 ENISO 14343-AW2312L @24 135-137 12-13 DC EP (9 - 1,54 - 1,58 Max.200 C° {0,631 - 0,694
Uretici ve Ticari Adi | ) Yéntem i
+ Manufacturer and Trade Mark R ESASHOR Tigro 300k 2 Metnod A
% © Standart Tanimlamas = ) isitma Hizi
L ; y @ < I
- § S Standard Designation P ENISO 14343-AW 23 12L = . 5 [Heating Rate A
21 § Bzel Kurutma Talimati ey 85,82 Bekietme Sicakigi (i
_&g i \Any Special Baking or Drying I S 2E % 3 Dwell Temperature i
animlama : « 85 % o Bekletme Siresi i
\Designation -ENISO 14175 -11 [} E ] E g Dwell Time b
Koruyucu [Tip ve kompozisyonu | o TI 280 SogutmaHiz f
o s [Shieiding  (Type and composition ¢ %99,995 Ar &> 0= cooling Rate i
o = Gaz Akis Hizi A Plazma Kaynagi Detayi A
: * Gas Flow Rate 12 Itidk \Plasma welding details A
1]
o @ ammlama K IDarbe Akimh Kaynak Detay: I
00 \Designation NG \Pulse welding details i
Kok Koruma [Tip ve kompozisyonu - N/A Kontakt memesi / Parga mesafesi - 4-5 mm
Backing Type and compaosition - Distance contact tube/work piece [
Gaz Akis Hizi ( Torg agisi . > 4R0
Gas Flow Rate el Torch angle 245
\Arkadan Yarma / Arkalik Detay: L NJA / NZA [Elektrot salinimi (paso genigligi) . DOz ve salimmli / string
\Details of Back Gouging/Backing i IWeawing (max. width of run) and weave
On Isitma Sicakhg ve Yéntemi I : - ] el =u n
Protioat Temp.and method . Ortam Sicaklig / ambient temperature [Diger Bilgiler / Other informations .Q : Nﬂ (e
X, G
[Tungsten Elektrot Tipi / Capi : iSalimim (frekans, yiikseklik, bekfeme ] W
Tungsten Electrode Type/Size - WL20/ 22,4 mm zamani vd. Oscillation (Ampl., fr@ efc) ‘3 ; A o)
[\ ' » -
TEDSAN MAKINE MUHENDISLIK TAAHHUT SAN. TiC. LTD. STL TRII\P;\%OZ 23 dEat;
16.01.2025 %
T 1@01 .202 -

(“G . OO
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Mimyans
TS EN ISOVIEC 17020
AB-0022-M

: S&Q MART Kalite Guvenlik A.S.
: SQ-WPQR-19-02-25

TEST SONUCLARI

TEST RESULTS S&Q_ MART

SAFETY & QUALITY

Onay Veren Kurulug
Examiner or Examining Body

Referans No / Reference No
TAHRIBATSIZ MUAYENELER / NON-DESTRUCTIVE TESTS

Imalatgi Kaynak Prosediirii No

Manufacturer's WPQR No : TED-PQR-005

Test Tipi Uygulandi veya Test edilmedi Testi Yapan Sonug Rapor No
Test Type Performed or Not tested Performed by Result Report No
Gdrsel Muayene
Visual Examination Uygulandi / Performed HALIL DAYANGAC Uygun / Acceptable -
Penetrant Testi : 7 P
Penetrant Test Test edilmedi / Not tested GURKAN OGREDICI Uygun / Acceptable TDSN-PT-2501-001
Manyetik Parcacik Testi ; ; _ N _
Magnetic Particle Test Test edilmedi / Not tested
Radyografic Musyene Uyguland / Performed MEHMET ALI KAYAEL | Uygun/Acceptable TDSN-RT-2501-002

Radiographic Examination
Ultrasonik Muayene
Ultrasonic Examination

Test edilmedi / Nof tested - - -

TAHRIBATLI MUAYENELER / DESTRUCTIVE TESTS

Rapor No / Report No : QWV- 0523.25.1917 Sicakhk / Temperature 121 12°C
Rpo.z Kiriima Bélgesi / Notlar/
Tip/No/ Type /No ReH{MPa) | Rei{MPa) | Rm{(MPa) Z% A% :
Cekme Testleri {MPa) Fracture Locauo‘n Remarks
Tensile Tests 1 301 - - 535 - 58,0 Malzeme / Material
: Uygun
2 309 - - 526 - 55,5 Malzeme / Material IAcceptable
Rapor No / Report No QVV-0524.25.1917 Mandrel Gapi / Former Diameter 124 mm
Tip / No/ Type /No Bilkme Agisi | Bend Angle Uzama / Elongation Sonug / Result
Biikme Testleri Yiiz Egme-1 (Face Bend) 180° N/A Uygun / Acceptable
Bend Tests Yuz Egme-2 (Face Bend) 180° N/A Uygun / Acceptable
Kok Egme (Root Bend) 180° N/A Uygun / Acceptable
Kék Egme (Root Bend) 180° N/A Uygun / Acceptable
Tip ve i
Boyut . p— stenen .
Rapor No / Report No QVV- 0524.25.1921 Type and ( IS0V 5*10*55 mm Requirement :60J
Size
Ortalama
Gentik Darbe Gentik Yeri ~ Yonii Sicaklik °C Degerler / Vaiues (J) Average Notlar
Testleri Notch Location - Direction Temperature ] 2 3 Remarks
Impact Tests
01/02 /03 Kaynak (Weld) -20°C 96,12 98,37 81,33 91,9 Uygun / Acceptable
01/02/03 IEB (HAZ) -20 °C 89,27 100,22 8972 93,1 Uygun / Acceptable
R No/ Re, - Yiik Tipi/ -
Sertlik Testi apor port No tik Tipi !/ Type of Load
Hardness Test Test Degerleri / Test Value
Sira Ana Malzeme ITAB Kaynak ITAB Ana Malzeme
Line Parent Material HAZ Weld HAZ Parent Material
™
= = - = * /
1 - o - P /
Sira Ana Malzeme ITAB Kaynak ITAB Ana Malzeme
Line Parent Material HAZ Wel HAZ Parent Material
. - B - e =
2 ) / = - -
Ortalama / ) }
Ave ) )
"ﬂﬁa'r! Remarks - Gereksinim olan maks. 380 (HV10) karsilanmaktadir / Acceptable as per requirement of max. 380 (HV10)
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TEST SONUCLARI
TEST RESULTS

Muayene
TS EN ISO/EC 17020

S&Q_MART

SAFETY & QUALITY
TAHRIBATLI MUAYENELER /DESTRUCTIVE TESTS
Rapor No / Report No QVV-0524.25.1919
a1 2 I 4 5 & TR OSSO @1 1213408 ;ll_l‘ I 20 21 22 003 M X5 M T M M M N 2 3 3 W IT WM
- Ll ] }
[ Makro Yapi : d
incelemesi *
Macro >
Examination
CIMikro Yapi :
incelemesi 1 .
i R i w T
Examination 4 S W ! i
R S I = i Il i e F T { ) [
12 ' |
Notlar / Remarks:

Digjer Muayene ve Testler

Other Examination and Tests N/A

Yetkili Temsilci
Authorized Representative

Notlar CN/A Yer & Onay Tarihi

Remarks : Location & Date of issue

Test : Kabul edildi / Kabul-edilmedi %
Sonuglan acceptable / neot-acceptable TestiYapen Vlmza ve Kages| 5
Test resulls Stamp and signature of the examiner
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