QUALITY MANAGEMENT SYS]

QUALITY PLAN FOR PREPARING

KALITE KONTROL PLANI TARIH | DATE
INSPECTION & TEST PLAN
Pgoal Sen. 1aa hhot wé lic. L1, $) [REV NO :
SIPARIS ADI/ ORDER NAME : SiPARI§ NO / ORDER NO :
. K.KONTROLBULOMO MUSTERITEMSILCISI
NO KALITE KONTROL %%Fﬁg,ﬁﬁ }fg? g Ir;i KAYITLAR Q.C.OEPARTMENT AU‘;%RZEDFMPES‘IOR NOTLAR
INSPECTION ITENS REFERENCE AccEPTANCE RECCORDS T " -
DOCUMENT CRITERIA inzas sion | TORIHDa= im2a¢ sion|TARIHIDA= NOTES
1 |MALZEMESERTIFIKAKONTROLO CUSTOMERTECH.SPEC = e
IMATERIAL CERTIFICATE CONTROL
1A |PLATES & PROFILES EN10025 - SMATERIAL RP
1B [BOLT, NUT& WASHER CUSTOMERTECH.SPEC -
1C [GMANWRE EN440 = ACCORDINGTOEN10204/ [ pp
1 Rar? 2
1D |COVERED ELECTRODES EN433 - RP
1E [cAsEs EN439 - RP
1F [painT e CUSTOMERTECH. SPEC. BATCHCERTIFICATES RP
o[PS KATNAKGILISTES] EN15614-1 EN15614-1 PWPS
pwes, WeLoER LIST EN287 EN257 WELDER CERT. He
5 |KESIMSONRASIOLCOKONTROL TECHNICAL ENIS013920/B-F = WP
[DIMENSION_CHECK AFTER CUTTING DRAWINGS TECHNICAL DRAVINGS
4 |KESIM SONRASIMARKALAMA TECHNICAL TECHNICAL _ we
MaRKING AFTER cuTING DRAMNGS DRAWINGS
5 |DLEOKONTROL TECHNICAL ENIS013920/8-F = iip
[DIENS! OV CHECK & DRILUNG DRAMNGS TECHNICAL DRAWINGS
& [CATIMSONRASIOLGOKONTROL TECHNICAL ENIS013920/B-F _ e
VM. CONTROL AFTER ATFUP DRAWINGS TECHNICAL DRAWINGS
7 [cemi sONU MaRKALAMA TECHNICAL TECHNICAL = i
REAARKING AFTER AT-UP DRAWINGS DRAVWINGS
5 [KAYNAK SONRASIGUZILEMUAYENE EN970/T52399 ENS70 FINALCONTROLREPORT |
VISUAL INSPECTION AFTER WELDING CUSTOMERTECH.SPEC CUSTCMER TECH. 8PEC 116
KAYNAK SONRASITAHRIBATSIZ MUAYENE CUSTOMERTECH.SPEC CUSTOMER TECH. SPEC 116 NOTREPORT WP
INDT AFTER WELDING ( UT) .75 ex 112 e 1 s Sy 2% Thicness
9 |Rat peneraton but veld UT and P 5100 EN1714 SEN1290 73 N 120 s Sy 2% lessthan
Partal penetation weids UT and my %20 EN1714-EN1290 Bmmaphy
et veld M2 %10 min. EN1230 i MTPhest
10 |[MONTAJOLCOKONTROLO DRAWINGS ENIS013920/B-F Techricddrawing P
DIVENSIONCONTROLOFA S SEMBLY CUSTOMERTECH.SPEC TECHNICAL DRAWINGS
14 |BOYAONCESISONKONTROL CUSTOMER DRAVINGS & FINALCONTROL REPORT i
FINAL CONTROL BEFORE COATING TECHNICALSPEC. ALL ACCEPTANCE CRITERIAS 3
12 |KUMLAMASONRASIGOZLEMUSYENE CUSTOMERTECH.SPEC CUSTOMERTECH.SPEC | PAINTCONTROLREPORT | yyp
VIS UAL INSPECTION AFTER SAND BLASTING PAINT DATA SHEET PAINT DATA SHEET :
12 |FOVRKALINLIKKONTROLO TECHNICAL TECHNICAL PAINTCONTROLREPORT | o
COATING THICKNESS CONTROL SPECIFICATION SPECIFICATION ;
14 |MARKAKONTROL TECHNICAL TECHNICAL = i
MARKING CONTROL DRAWINGS SPECIFICATION
15 | DOKOMENKONTROL TECHNICAL General Tech. Spec. DOCUMENT e
DoC. CONTROL BEFORE SHIPMENT SPECIFICATIONS STEELWORK FILES
16 |FEVRIVAT o = PHOTOGRAPH s
sHiPMENT
HP: KONTROLGR TARAFINDAN /INSPECTOR HOLD POINT PREPARED BY CUSTOMER
RP: KONTROLOR TARAFINDAN GGZDEN GEGIRILECEK / INSPECTOR REVIEW PONT
WP : KONTROLOR TANIKLISINDA I INSPECTOR WTTNESS POINT
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PQR CONTROL

Kaynak Yontemi Yeterlilik Kayit Formu
EN ISO 15614-1:2004

Kaynak Yontemi Yeterlilik Kayit Formu
EN ISO 15614-1:2004

Insoat Sanov: foamit ve fconet Ui §1 Insoat Sanav: Ioonnat ve icare! L1 $%

Sayfa
23
[ Kaynak Testi Kayd! 1
. ; . o Baglants ve kaynak tipi Boru alin kaynag!
[ Kaynak Yontemi Yeterlilik — Test Sertifikas) ] Kaynak yontem sartnamesi No. :111/1.1/H-LO45/WPSO01 . - ; "
Imalatqs WPQR No 111/1.1/ H-LO4S/PQRO1 Sz GoRsin Ay
e eeadl e ikl g Boru Dis Gap Araligs —
imalatg1 WPQR No. 111/ 1/H-LO4S/PQROT Muayene cleman: veya Tork Loydu Malzene standardi ve kaliesl. A1 3L GRADEB 8
Imalatgs OZBAKANMAK. TIC SANLTDSTI  Muayene Kurulusu halogs Bun (CRI3O, Jd:1.8 s g
A y y 42 ! 15608 gore) Sabitleme metodu Puntalama
Adres Inang Mh Gzeller San. Bolg, Kod/ Test Standard) 1SO 15614-1:2004 Wik yookecn A Wil ol
Atatirk Bul. GEBZE/KOCAELI  Kaynak tarihi 11052009 (EN1SO 4063 (EN 1S0 6947 gore) HAL 045
TL NO 12354 Kaynak dolgu AS 010 ENa9 422020
p— Tammi ve freticisi AS D248 EN 69 E21 b
[ Yeterlilik Arahigs ] A
Baglant tasanimi ve boyutlar (Skes) Kaynak paso sirast (Skeg)
Kaynak yontemi(leri) “Elektrik Ark Kaynags
Baglantt ve kaynak tipi :Plaka /Boru Al Kaynags, Plaka/Boru I kbse Kaynag,
Ana malzeme grubu(lan) ve alt grup(lan) 11 ¢ ve altindaki Kapsan)
Ana malzeme kahnligi [mm] Alin kaynaklar igin B : 3mm — 10 mm, C:1,4mm-2,6 mm
I; Kose Kaynaklar B igin 3 mm — 7.2mm, C:1.4mm - 4mm
Kaynak metali kalinlig [mm] 1SO 5817-B'ye gore
Kése kayna bogaz kalmhigs [mm)] Swnurlama yok
Tek paso / gok paso B igin ok Paso,Tek Paso, C igin Tek Paso
Boru dis ¢api [mm] 1> 87 mm =
Dolgu metali gosterimi EN499E 423 B42 HIOEN499 E422C21
i 4 Kaynak ayrtlan
ATIALE tiwticasl Taso | Kaynak | Dolgs | Akin[A] | Vol [VI | Akim tipi Besieme | Tlerleme | 151 girdist
Dolgu metali gapi yontemi | malzemesi kutuplama teli hizs iz (kJ/mm)
Koruyucu gaz / toz gosterimi o (mms)
Al g ghetiriai 1 © 3.2 570 3 ) - 116 E
Kaynak akimi ve kutbu DC(+) 2 (B) 2. 90-95 621 CC) 1.68
Metal transfer tipi 2 ®) 2 100 2 ) 24
2 » 4 B) 2 0-100 -2 ) 223 X
Is1 girdisi yfaya bakiniz (0.75Q-125Q) Q : I Girdisi
Kaynak pozisyonu B icin Biitin Pozisyonlar ancak PG,J-L045 harig Gaz/Tozgosterimi - Koruma Min. on 1sitma sicakigs +20%C
209 - Ak
On isitma sicaklig +20°C Gaz skig iz = * R Kaynak esnasindan is pargast
Pasolar arass sicaklik +350°C - Althk en dustk sicakhgs
Artisitma sicakhigs Dolgu malzemesi dlgist 2,5 mm, 3, Maksimum (cger gerekli ise 2
minimum) pasolar arasi sicaklik 4350 °C

Kaynak sonrasi sil islem Dolgu malzemesinin kurutulmasi 3 sast 300 °C, B igin % 4 i
Althk malzeme tipi ve dlgist — R R

TH s Art isitma sicaklik aralig
Tek taraf althksiz/althikl, gift tarals B igin Tek tarafls althkl, Cift tarafly, Arka taraf oluk agma metodu - 4 2
Min. bekleme zaman:

C igin Tek tarafl althikh, Cift tarafli, Tek tarafl: althiksiz Oluk sekli ve derinligi

Kaynak sonrast isil iglem
Maksimum Kaynak genisligi 3x elektrot gapt
in)

*Bazik Elektrotlar 100 °C tasima kaplarinda taginmahidic b

NOT: B bazik elektrot ile kaynak yapilan kisimlar igin, C selulozik elektrot le yapilan kisimlar igin tanimlanmistir.
/ HAZIRLAYAN KONTROL EDEN
Bilgin ADA __ Fatih KOKS,

OZBAKAN MAKINA N, m
H e~ Cijmmz {

HAZIRLAYAN
Bilgin ADA

OZBAKAN MAKINA
! <
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PQR CONTROL

Kaynak Yéntemi Yeterlilik Kayit Formu

Kaynak Yontemi Yeterl Kayit Formu

N ISO 15614-1:2004 ENISO 15614-,

Insoat sanav l0onnat ve icare! Ua

Kaynak Testi Kaydr

Kaynak ydntem sartnamesi No.

111/1.1/H-LO4S/WPSO1

Baglants ve kaynak tipi

Boru alin kaynags

*Bazik Elektrotlar 100 °C tapima kaplarinda taginmalidir

Maksimum Kaynak genisligi
(el Kaynags igin)

3 elektrot gap:

LA

HAZIRLAYAN

:
KONTROL EDEN \

S C—

Bilgin ADA

OZBAKAN MAKINA

tih KOKSAL

[ OZBAKAN MAKINA
o

‘TL'O(‘I LU
OYI

DU _~

—) v

Insaat Sonav 100t ve Icare! U1a 54

Sayfa
33

Test Sonuglar ]

Imalatgs WPQR No.

111/1.1/H-LO45/PQRO1

Muayene Kurulusu TORK LOYDU

; Malzeme Kalinhgs $ mm
Imalatgt WPQR No 111/1.1/ H-L04S/PQRO1 : 5 Gozle muayene Radyografik muayene
Malzeme standardi ve kalitesi  :API SL GRADE B Boru Dis Cap Araligs (EN 970°e gore) UYGUN (EN 1435" gore) 09.91 R 018
Malzeme grubu (CR 1SO 1111 Kaynak agz1 hazirlama metodu < Taglama Sivi penetrant testi Ultrasonik test
15608' gore) Sebithéne mesodi Pisitalicia (EN 571-1"a gore) (EN 1714% gore)
Kaynak yontemi n et Manyetik pargacik testi Makroskopik inceleme
(EN IS0 4063 gore) (N 186647 gore) HoL 045 (EN 1290 gore) Rapor no: 09.091-R19 1321 gore) B 30.2.¥IL.0.50.0004 275
Kaynak dolgu malzemesi AS 010X 99 5.
Tanimi ve Gret AS B 248 N 499 £ 3 B 42
ASKAYNAK Gekme Testleri Rapor No: B 30.2.Y1L.0.50.0004 27 (EN 895 gore)
Bagtlant tasarimi ve boyutlar (Skeg) Kaynak paso sirast (Skes) Tip/No. | R, [Nimm’] | Ry [Nmm®) | A% Z% Kopma bolgesi Notlar
Gereksinim _| — Min 414 - - Ana malzeme
('?‘ 21 1 469.1 E i Ana malzeme =
\ 2 466.1 ‘Ana malzeme
< 2
\\//\/ Egme Testleri Rapor No: B 30.2.Y1L0.50.0004 273 (EN 910’a gore)
XYy Tip/ No Uzama Sonuglar
g S 1(KOK) = Gk ve
2Y02) Cut ve
3(KOK) otk v s gt oo
Kaynak ayrimtiar ) .
Paso | Kaynak Dolgu | Akm [A] | Voltaj [V] | Akim tipi Besleme | Tlerleme | Ist girdist —
yontemi | malzemesi kutuplama telibizn | bz (k¥/mm)
olgiisn (mm/s) ‘Gentik Darbe Testleri Rapor No: — (EN 875° gore)
T © 335 6570 30 ) = 116 > 7
ik Y Degerler
2 ®) 2 9095 38 ) 168 ; | e - T - T < Ortalama Notlar
5 (B) 2. 50-100 528 (5 2 X — -
] (B) 2. 90-100 2628 ) 223 Kaynak metali = 1 = | =
HAZ = | | = =5
Gaz/Tozgosterimi - Koruma  — Min. on isitma sicakhigs +20°C
Althk &
Gl ey > e £ Kaynak csnasindan iy parsast Sertlik Testi Rapor No. I T
- Ak - en dilstk sicakligs rptinip i ¢ 1€ gore) Igtm noksalar (Skeg)
Dolgu malzemesi dliist 2.5 mm, 3,25 mm Maksimum (eger gerekli ise Tipi Vickers
Dolgu malzemesinin kurutulmasi 3 saat 300 °C, B igin 2 "‘lf’““"" SR “k‘l““" vpu T
Altlik malzeme tipi ve Olgisi - O ST e u 0k
Adka tiraf ok ke stk i ,\m ssitma sicaklik araligs Ana malzeme deeri (158,155
Ok gkl ve derintgi A fin. bekleme zamani HAZ degeri 163,163
Kaynak sonrasi isil islem Kaynak metali degeri 171

Test sonuglar: kabul edildi / edilmedi

HAZIRLAYAN

KABUL EDILDI

~ Bilgin ADA

g
OZBAKAN MAKINA
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WP

‘Welding Procedure Spesification

and A LDEREOMPETENCE CONTROL

in accordance

with EN ISO 15609-1:2004

3

Record of Weld Test

Location

Gebze/KOCAELL

ner or Examining Body : T

RK LOYDL

Manufacturer’s pWPS No. < WPS 11101 SokidHype s okl T
Manufacturer's WPQR No. :PQR 111-01 Thickness 1% mim
Manufacturer :OZBAKAN MAKINA Ot T x

Material Designation(s) and TR i
Reference Standard(s) EN 10025 S235)R Jolnt Proparation Method Grinding
Number(s) of the group(s) as Fixing Method Tack

given in CR 1SO 15608 LI Welding Positions (n acc. with -

Welding Process (in ace. with EN'1506947) PF .
EN IS0 4063) m EN 499E 424 B 32 Hs

Fillet Material Designation
and Make

ASKAYNAK-AS B-248

Toint Design and Dimensions (Skeich) Weld Run Sequence (Sketch)
p e
e 2 Smm X 1
2mm 3\
Il o
230m s
Welding Deils
- WireFeed | Travel
Welding | _sizeor | Voltage | Type of Current . ; Heat Input
Run | Weldi o | coment(a) = e Specd Specd st
cocess | Filler Metal ] Polarity Speed | Speed | Vycjiom
T [ B ) 5 70-120
2 [l [02.5mm | 8595 22 DC (5) = 70-120
3 [ G3asmm | 130140 [ 2123 BC ) z 70120
O O e L B BC = 70120
L T O B BCE) = 70-120
Desimarion FluGas — Shidmg TNA
- Backing  :NA Lowest Work Picce
Gas Flow rate Shiclding  : N/A intardpbos iy A .
O Backing  NA Teossphaie BN Wakioy NN
o i Maximum (nd if necessary
rsions of Welding Minimarm) interpass Temperature  : max.200°C
Consumable 2,5 and 3,25 mm e e 3
st o operion 52063 rohet Mainenance e
of Welding Consumable 100 “C handiing
Post-Heating Temperature
“Type, Material and Dimensions it -
of Backin NA »
Method of Bsck Gouging Grinding Maximum Width (for manual
Depth and Shapo of Back welding Inclectrode diameter
Gouging 34 mm
Mimimam Preheat Tempe < min.10°C

L
0 "

Moeka) bape o

RAYSAKCE ST A
"L ™ TORN
EN X701 : 2004
VO LRI AN 1

- e -
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A
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-
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INPUT QUAL

ITY CONTROL

ADMISSION OF STEEL MATERIALS

TARIH/DATE :
GIRI§ KALITE KONTROL RAPORU/ INPUT QUALITY CONTROL REPORT
_ REPORT NO :
e e | | oo
[FORNI0:PRO4FRO2 LK YAYIN TARIH: Nisal 2005 DEGISIKLIK YAYIN TARiHI: AGUSTOS 2009 BASKI 110:02
MLZ. OLGUM DEGERLERT MATERIAL SONUG UYGUNSUZLUK
ITEM GELEN MALZEME  |iPARiS NO | ADET |MALZEME SINIFI| SERTIFIKANO | DOKUMNO | TEDARIKGI ismi MEASURING VALUES RESULT NONCONFORMITY
NO | INCOMING MATERIALS |ORDERNO | PCS | MAT. QUALITY | CERTIFICATE NO. | HEAT NUMBER | SUPPLIER NAME | EN BOY | KALINLIK | KABUL |S.KABUL| RED
WIDTH | LENGTH | THICKNESS | ACC. | CON. | REL
1
2
3
4
5
6
7
8
9
10

[ACIKLAMA : YUKARIDA YAZIL| MALZEMELER KOITROL EDILMI$ OLUP: TiP, EBAT, MARKA, YUZEY, MIKTAR VE DOKUMANLARI, IMALATCI SERTIFIKALARI, KONTROL EDILMIS VE LISTEDEKI  TUM MALZEMELER iYi DURUMDA TESLiM ALINMISTIR.

DESCRIPTION : TYPE, SIZE, MARKING, SURFACE, AMOUNT AHD DOCUMENTATION INCLUDING MANUFACTURER CERTIFICATES OF THE ABOVE LISTED MATERIAL DURING THE IHNCOMING HAVE BEEN CHECKED INSPECTION AND ALL ABOVE LISTED
[IWATERIALS HAVE BEEN RECEIVED BY CONTRACTOR Il GOOD CONDITION.

[ADI - SOYADI/NAME-SURNANE

HAZIRLAYAN/PREPARED BY KALITE KONTROL/QUALITY CONTROL

ONAYLAYAN/APPROVED

TARIH/DATE
IMZA/SIGHATURE
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INPUT QUALITY CONTROL

CONSUMABLE MATERIAL ACCEPTANCE

Certificatesof all materials are checkg@olts,nuts,paintsxX 0
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CERTIFICATION CONTROL
STEEL MATERIALS

"
ArcelorMittal Olaberria, S.L. /B
Long Carbon Steel Europe
CARRETERA MADRID - RUN. K. 419 ArcelorMittal
20212 OLABERRIA (Gupizcos)
TRER BRI ROID A sk nnguin ) EREGLI DEMIR VE CELIK FABRIKALARI TAS.
TEST RAPORU
QUALITY CERTIFICATE OLA P-22712 CIKARILMIS SERMAYE : 1.148.812.500 TL DIN EN 10204 3.1 TARIH - 14.04.2009
DISCHARGE ADDRESS CUSTOMER RAPOR NO : 9027824Y
zm Demir profil Tic. San. A.S 7:::‘\:.0'"!! profil Tic. San. A.S SAYFA NO . 3
ISTANBUL ISTANBUL i : TAT METAL BORU PROFIL VE TEKS.SAN.TIC.LTD.STI
TURGUR TURQUIA MUSTERI ADI : ¥
SHIPPED AND CERTIFIED BY CREDIT NUMBER PORT OF LOADING SiPARIS NO . 98403247904
f'.‘g;;?g,:‘m:;gé‘?:s:':;\f:w PASAJES, SPAIN EBA'T, mm : 15.0x1500xR
20212 OLABERRIA (Gupizeoa) O e GELIK SPESIFIKASYONU  : DIN EN 10025 S235JR (ERDEMIR 3237)
TR AR MAMUL TiPi : KRKK:KENARLARI KESILMEMI$ KALIN RULO
DILISKELESI SELAHATTIN ASLAN 2
OURREFERENGE | _ CONTRACT NUMBER OROER NUMSER DATE
aicorraliza | 1100146447 13260 291062009
L MEKANIK OZELLIKLER KIMYASAL BILESIM, POTA ANALIZI %
TECES | TOTAL | WeioHT ;
sze [Lsmm ]su~mzs|mmss PECES | BUNAES|  werorr HEAT ) ~ BoBiN DiLiM  GEKME TESTI DARBE TESTijouleygy ¢ MNP S S AL GU CR N MO CR
ARARRLS. ETIKET  AGIRLIK DOKOM veya veya o SERT : sic. 3 "
ke —— NO (k) NO LEVHA LEVHA AKMA  GEKME 'AMA D, 'nec SEG Lk '
HEA 160 T2 | W | 12 | 168 | 4388 | 6143 [121130,121131,121132, NO A0ET MUM. i sauica 5, 123 0mn SO AMUK, v L
12U3121138,12138, - KGIMM2 KGIMM2 kammz Y N8 MR
121758 %
HEA 200 21 | & 9 | 585 | 4557 | 296.189 |120767,120788,120789, 0109176004 14160 912765 49013320000 BE 285 404 37 e s AR AT A oA
bl st EREGLI DEMIR ve GELIK FABRIKALARI T.A.S. BU MALZEMENIN BAZIK OKSIJEN METODU ILE YAPILMIS OLDUGUNU VE DIN EN 10025 5235JR (ERDEMIR 3237)
121082,121083,121092. ; A5, BU I S .
121093121094, 121636, KAIDELERINE UYGUN OLARAK TEST EDILDIGINI YUKARIDAKI DEGERLERI ILE TEVSIK EDER.
121643,121644,121645,
121646
TPE 240 20 | 2 | 12 | 276 | #4410 | 101422 |121282,121286,121287, T — e
:g:g;g.ﬂmmmn METALURJI LAB, METALURJI LAB.
L MOHENDIS BAS MOHENDISI
UPN 300 21 | 2 § | 176 | 4420 | 97239 |120063,120420,120939,
120041,120042,120943,
120944,120045,120946,
120951,120953 NOT: B:Bastan O:Ortadan S:Sondan E:Enine L:Boyuna
TOTALBUNOLES 124 TOTALWEIGHT 556,286 Kg. Bu test raporu, DIN EN 10204 baliim 5's gore, uygun bir veri isleme sistemi tarafindan hazirlanmis ve imza olmadan gegerlidir.
2 EN 10204/3.1 5
S 275 JR+M - EN 10025-2/2004 -
¥ . < EN10.03, EN 10279
cne 'COMPOSICION QUIMICA (%)
WATERIAL A CHEMICAL COMPOSITION (')
o HEA C Mn|sSi|[P|S|N|V|C[Cu|MN| M Cev
| 2110 | i [o10] 7
IFIE K [ | 010]
132 | g2] 67 o10] 7
13 il [ 008 | 7
13 24| 08| g0 | 010 3
121343 124 | 22 | 020 03| 010 7
217 64 | 19 ] 017].024] o12] 002 o2 3
e R0 i e e, PO Lo S A T AT SO Pl 113
LD
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CERTIFICATION CONTROL
CONSUMABLE MATERIAL

Batch Certificate / Certificado de Fabrico

Customer: Your order No. Our order No.
Cliente: N/Enc. No. V[Enc. No.

°“‘"'V Code: 15569 ~ ColourCode: 15y79  BawchNumber: 55993715  BatchDate: 54 g3 2009
Qualidad: Codigo Cor: No. Fabrico: Data Fabrico:

Product Name : HDUR FAST DRY GREY
Nome do Produto

Test Characteristics (Test Method) Measured Value Specification/ Especificagio
Caracteristicas testadas (Método de ensaio) Valor Medido Minimum /Minimo | Maximum / Maximo
Density/bensidade(150 2811-1:2002),g/cm3 1,53 1,530 1,590
viscosity Stormer/Viscosidade(AST™ D 562-01),Ku 0,00 0,000 0,000
lour/Cor OK
HEMPEL Quality Control/ Controlo de Qualidade Date / Data: 24.04.2009
100 by computeee coatad por competaor)
o et o s it 23 s e o e e i M s ik Asasanc Sy o e

appoval et o
matorinl acima indadd o fabecn o, a0 8 aromda da acatio com 0 promdmantas Indeador o Siztem de Garanta de Gusitiads da Hempst
aprovada mas temnas PT103001S0 9001:2000, 0 qua o4 am confomn Kade com as empecideagaes @ cAkios do ro@gHo do Hdud e questso

HEMPEL

WP Q2.01(Fev0s) Pag. 1/1 Version ¥Nov2008 Portugal

ASEKAYNAK ot
TEST REPORT
EN 10204 2.2'ye gbre hazirlanmistr - Prepared according to EN 10204 2.2
Miisteri Adi / (Customer) : OZBAKAN MAKINA Sertifika No.
Tarih / (Date) : 09.09.2009 953564
Uriin / (Produd) : ORTULU ELEKTROD (COVERED ELECTRODE) (CentiticateNo)
Cinsi / (Type) : ASB248
Boyutlar / (Dimensions) : 3.25%350
Standart / (Standard) : AWS A5.1: E 7018, TS 563 EN 499: E423 B42 H10
Onaylar / (Approvals) : CERWTUV, DB, U, BV, LRS, TL, DNV, ABS, GL
Karisim No. / {Batch No.) : 200912253

Miktar [kg/adet] / (Amount) [kg/pcs] :
Dosya No. / (File No.) :
Siparis No. / (Order No.) :

KAYNAK PARAMETRELERI / (OPERATIONAL SETTINGS)

Kaynak Pozisyonu / (Welding Position) F
Akim Tipi / (Type of Current) Da+)
Akim Siddeti f{Current) A 140
Ark Gerilimi / (Arc Voltage) v 23
On Isitma sicaklig / (Preheat Temperature) o

Pasolararasi Sicaklik / (Interpass Temperature) o 150

IsilIslem / (Heat Treatment)

Akma Dayamimi / (Yield Strength)
Gekme Dayanimi / (Tensile Strength)
Uzama / (Elongation)

Sertlik / (Hardness)

Hidroien Miktan / (Hydrogen Content)

KAYNAK METALI MEKANIK OZELLIKLERI / (ALL WELD METAL MECHANICAL PROPERTIES)

Centik Darbe Deney Sonuclari /(Charpy
V-Notch Impact Properties)

Centik Tipi / (Notch Type)

Deney Sicakli / (Test Temperature)

Darbe Enerjisi 1,2, 3/ (Impact Energy 1, 2,
Ortalama / {Average)

Njmm2 477
N/mm2 55
% 29
my100g
150V
o =
3 joule | 162, 154, 165
Joule 160

) Si (%) S(% P )
0.062 037 0.006 0.009

KAYNAK METALI KIMYASAL ANALIZI / (ALL WELD METAL CHEMICAL COMPOSITION) 2

Mn(® Cr(® Ni(%) Mo(® Cu(%)
0996 0038 00% 0007 0075

ND(®Y V(09  Titd) A%

W@ Co(® Sn(l Fe(%)

0.01 0.008
SONUC: AWS A5.1: E7018 VE EN 499: E 42 3 B 42 H10'A UYGUNDUR.
(RESULT) : (MET THE REQUIREMENTS OF AWS A5.1: E 7018 AND EN 499: E 42 3 B 42 H10).

ERKAN YEGEN, Kalite Denﬂ'lm ve Gelistime Yoneticisi

(Quality Control & Development Manager)

Kaynak Teknigi Sanayi ve Ticaret AS.

TOSB - Taysad Orgarize Sanayi S0lges, 2. Cadde, No: 5, Sekerpinar 41460, Gebze - Kocael / TURKEY LINCOLN
Tel / Phone : +90(262) 67978 00 Fals / Fax: +90 262)679 77 00 Eczacibast | taiime)
wwwasaymkom.tr
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SURFACE PREPARATION AND TRACEABILITY

Material, After the adoption, shall be taken to
the sandblasting station

Markingis done according to the heat number

SICAKLIK/TEMPERATURE :  *C INEM (%)/HUMIDITY RATIO : | PAGE NO
Ingaat San. Toehnt ve Tic. 19 51 |FORMNO:PROBFRO6 LK YAYIN TARIHi: EYLUL 2009  |DEGISIKLIK YAYIN TARIHi: BASKI NO: 00
MLZ. OLCUM DEGERLERI MAT. ORT.SHOP.K.
MALZEME SINIFI SONUG RESULT i i
SIRA | MALZEME TANIMI MATERIAL | ADET MATERIAL HEAT NUMBER MARK NO MEASURING VAL. KUM. KALITESi  [ALINLIGIAV. | i$ NO ACIKLAMA
NO DESCRIPTION PCS QUALTY EN BoY KALINLIK | KABUL |RED SAND.QUALITY THICK. JOB NO DESCRIPTION
WIDTH LENGTH THICKNESS | ACC. |REJ. SHOPP.
1 Sa2%
2 Sa2%
3 Sa2%
4 Sa2%
5 Sa2%
6 Sa2%
7 Sa2%
8 Sa2%
9 Sa2%
10 Sa2%
1 Sa2%
12 Sa2%
13 Sa2%
14 Sa2¥%
15 Sa2%
ELEKTRIK SAYAC DEGERLERI SABAH/MORNING AKSAM/EVENING NO CALISANLAR/EMPLOYEES START TIME END TIME T.TIME
T.AKTIF ENERJI TOPLAMI 1
T1 AKTIF ENERJ TARIFE 1 2
T2 AKTIF ENERJI TARIFE 2 3
T3 AKTIF ENER) TARIFE 3 4
T4 AKTIF ENERJI TARIFE 4 TOTAL|
P.MAXIMUM DEMANT HAZIRLAYAN/PREPARED BY TARIH/DATE IMZA/SIGNATURE
Er:
Ki:
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QUALITY MANAGEMENT SYS]

CUTTING

Ingcal 3an. Taahnbl ve Tic. Lta. SH

TESTERE KESIM KONTROL VE TAKIP FORM/ CUTTING CONTROL FORM

FORMNO:PROSFR11

LK YAYIN TARIHi: EYLUL 2009

DEGISIKLIK YAYIN TARiHi:

BASKI NO: 00

PAFTA ADI -NO
NAME

PROJECT
NO

MALZEME TANIMI
MATERIAL DESCRIPTION

T NO
JOB NO.

MARKA NO
MARK NO.

POZ NO
POS.NO.

P.OLCU (mm)

P.DIM. (mm

P.ADET
P.PCS

K.OLCU
C.DIM

K.ADET
C.PCS

KESIM YAPAN
PER.

CUTTING

TARIH/ DATE

iMzA
SIGNATURE

KONTROL
CONTROL

LISTEY] HAZIRLAYAN/PREPARED BY
HAZIRLAMA TARIHI/PREPARED DATE
IMZA /SIGNATURE

REFERANS

: TS ENV 1090-1 (SAYFA 44)

KONTROL EDEN/CONTROL
TARIH/ DATE
IMZA/SIGNATURE

KESIM SONRASI YAPILAN OLCU KONTROLUNDE TOLERANS ARALIGI ASAGIDA VERILEN TABLOYA GORE BELIRLENMELIDIR.

SAPMA TiPi

PARAMETRE

iZIN VERILEN SAPMA

Uzunluk :

I

BOYUNA EKSENDE VEYA PROFILIN KOSESINDEN
[OLCULEN UZUNLUK :

PARCA UZUNLUGU

Kl UCU UYGULANMISSA UG PALAKALARI IHTIVA

EDEN TAM TEMASLI MESNET BILESEN

A=%(2+1/5000 ) mm

A=+1mm




QUALITY MANAGEMENT SYS]

PRODUCTION CONTROL

Production control is done
according to the attached
form.

nyaal San. Toahnbl ve Tie

IMALAT KONTROL VE TAKIP FORMU/MANUFACTURING CONTROL AND MONITORING

v= % |[FORMNO:PROSFR10 JIK YAYIN TARIHI: EYLOL DEGISIKLIK YAYIN TARiHI: BASKI NO: 01

PAFTA ADI - NO
NO
NAME

PROIECT MLZNO pozn0 | pRI.ADED [im. ADEDI IMALATI YAPAN ] ] iMzA
POSITION TARIH/DATE IMZA SIGNATURE TESLIM ALAN/ CONTROL
mareniavomeen | wonser | PROPCS | man. pcs MANUFACTURER SIGNATURE

10

HAZIRLAYAN/PREPARED BY
TARIH/DATE

11.2.6 Dalikler, yariklar ve takviyslor
Diiklerin_konumiannciaki sapmaiar. yarkiann boyutianndaki sapmalar e kesdmig kenariann diklicen
sapmas, Gekil Tde wefien Cegenen Gegmen el

W Sapma by Saramein Ton verh
IMZA/SIGNATURE EIN T R B R v GO —
) grunu Igensnoen
sasarianan  korumungan mmm
REFERANS TS ENV 1050-1 sapmas) 4
IMALAT TOLERANSLARI [ BOLUM 11.2 SAYFA 42 - 48
1122 Kaynakii T profiller T e gramEnrn RoRia ¢ B W g
-2 wsartanan  Konumundan
Fahbrikada imal edilmig T profillerin en kesitierinin, belirlenmis en kesit boyutlarindan sapmatari ; Sekil  3'te a sapmas) 4
verllenlerden, gavde carpiklidl ise Sekil 6'da verllenler gegmemelidis. Z - & boyus -
- b DoV 2 mm
Sapma tipi Farametra Tzin verilen sapma b 2 bayoiu 5 mm
A | Yiksekik Kesit yuksekligl - 1 - T o0 e 2
—— t 2) h = 1000 mm iee mm
h = 800 mm A= :3 mm
7
£ S0 h < 1800 mm 4= 5 mm
1
1 b > 800 mm: +8 mm
s “8mm c Vanklar -
B |Baglk (flang) genishgi - b1 veya b2 genigligi - o Vomir arn boyutinnndaki
by+4 ' sapmaar :
- < +2 mm
| b - 300mm =3 mm " -4 baywu: - B
b = 300mm 4= =5 mm mm
R 4o -0 mm
ol ers BT
Kewimiy kenenn S0rden[4 = £ 00t
C | Govde eksantinkligi : - = =BOMaE!
. b Gavde kenumu : A=:5mm I
b2 +4
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DIMENSION CONTROL




