probo

KAYNAK YONTEM| VASIFLANDIRMA KAYITLARI (WPQR)
EN IS0 15613:2005 ‘s glre

@

TORK

WELDING PROCEDURE QUALIFICATION RECORD (WPOR)
AsparENl’.Sﬂ 15813 2008 ﬁii-.ﬁ
Sayfal Page : 103
TEST SERTIFIKASI
TEST CERTIFICATE
Bolge No :
Cartificars No: PRE-POR-EN.2021.242
e ;WK HEE021.50m01
GENEL BILGILER
GENERAL INFORMATION

Imataty Kaynak Prosedart ;
Mantaciurers Wakding Procedurm : Ve
:.mw“" PROBO MUAYENE VE BELGELENDIRME A.5.
Manitsetures NEK Otormeotiv Sanay vwa Ticarst Anonim Sirkef
Adres Tavganh Mah. 412,50 No:1-4 6700 Karacabey- Bursa
m EM IS0 15613
Dt o m‘dm‘mh 11.08.2021
mmn M § NSK-11082021-PORG

ONAY ARALIGI

RANGE OF APPROVAL
o e AL 13
Wekding Process(es) (84,1}
Birlegtirme & Kaynak Tipi (8.4.3)
Type of Joint £ Wld F¥
(11-2) [1-1)
* 1 ve 11 prubundaki test malzemeter egit voya daha digik belriden
Ana Matromo Gruplan ve Alt minmum
prie “mﬂn&pll;{ﬁﬂ akma dayanmi gedklen kapsen| matzame kalindiindan bagimsiz

Ana Matzeme Kahnh (mm) (8.3.2.2)
Parent Materisl Thie. fmm)
mwuwmmm
Weid Meisl Thicknase (BiA)

Kaynak umtmﬂw{?ﬁ] {mm) (&,3.2.2)
Thiroat Thickness (FW) (mmy)

Tek Paso-Gok Paso
Single Layer-tulti
Boru Oig Cap (mm)

Lay.(5.4.3)

Pipe Oulside Dismater (8.1.2.3)
Matzameal )

Dolgu

Gaieterimi (5.4

Fitier Mefal Designation
Horuyucu GarToz Gdsterimi (8,5.3)
abion

Moda of Metal Transfer (8.5.2.3)

Kaynak

Waiding Posiions (8.4.2)
On lastma

Frefeat (8.4.9)

Pasalar Arasi Sicakhk

T
Hesat Inpat {8.4.8)
Kaynak Scnrasi lsd

Intevpass Temparaturs (8.4.70)
Girdisl

Istem velvaya yaglandirma

Past- Weld Hoat Traatment andior ageing (8.4.12)

Silre
Huiding Tirme

Eitma "Mﬂﬂ\l Shresi (B.4.11)

Rates

mmmunm

* Tesi piece materials In groups 1 and 11 qualfy the equal or lwer speciieg
e ydeld strangih lents (indepencent of te matorial thicknoss).

Amm=t 58 mm
k= & mm

MR

2 mmsas45mm

Taidi Paso / Singie Layer

Dz 20 mm

TS EN 150 14341-A:11(G45H)

FSO141 75025

DG (*)

EprayirnzelTartel (SprayGlobularPulsa)
PEB

. 20 °C

miln. 041 klimm
Yok | Nong
ok | Mone
Yok / None

Yok / None

Test kaynaklan yukanda bahesdilen koditest standardina gSre haziriamp, kaynaklamp ve baganh bir gekilde tost sditdifi onaylanmighr,

Itis cortied thal hest
indicalod above.
Yor I Location

ANEARA,

welds were prepared, waided and fested satisfactonly in accordance with e requirmenis of the code/ festing standand

Yayin Tarihl /oate of s




Probo

KAYNAK YONTEMI VASIFLANDIRMA KAYITLAR] (WPQR)
EN IS0 15613:2005 'e géire
WELDING PROCEDURE QUALIFICATION RECORD (WPQR)
As per EM 150 156132005

KAYNAK TEST KAYITLARI
REGDRD OF WELD TES T
o PRE-POR-EN-2021
4t <242
WPQR No : .
: 208 Mo NSH-110862021-PAR-0
Hazirlama ve Temizlik wealama
Yor: BURSA Yantomi: Thos :;w
prObo Location Method of Prep. and Cleaning g i
imalatgs Kaynak Prosediiri: - Ana Malzeme Sartnamesi: EMN 103051 E355 +8R
Manufaciurpr's Wvding Procedurd WeS-01 Farmnt Msenial Spscifcation EN 10277:2018
|imalatgic NSK Otornativ Sanayl ve Ticarel Anonim  Ana Makz. Grubu :
ki IS0ITR 15608 1.2 1 150 15608 11.2
Ihrnm;::l: B SELEN Malzeme mmmﬂ[“:'lm}: 1,=4 mm £=40 mm
ak Yonbermi: Dug Gap (mm):
Kayn 1385 s B=40 mm
Matal Gagig Bigimi: Kiresel | Globubar Kaynak Pozisyonu: -
Mooie of Mol Transfer E Wnigling Position
Musyene Kurulugu: PROBO MUAYENE VE Birlegtirma Tipl:
el a i BELGELENDIRME A.S. Joinf Type : MEe U L | Sial. ¥red
Kaynak Hazirs Detay) (Sekil}/ Weld Freparation Detalls {skeich)
Kaynak 1 i Kaynak Siras) | weicing seguscces
a3 mm
1
KAYNAK DETAY] | Weiding Delals
Kaynak |Doigu Malz.Gapi| Ak Voitaj atoplame TolHiz! | taceme Hiz: I8 Girdisi
Pasc iFun Yontem| | Siew ol FlMat Curid Violtags Carmrt Tioy Ecaac Traeel Spoed Haal lnput
Process {man) A ™) Polsty {mimin} | (mmsn) kJimm
1 138 1,0 mem 135-145 258-25.9 DC{+) - 5 0,55-0,60
| Dolgu Matz. Saiflandorma ve Ticarl A
|Fitler Motai Classification and irads name mf“_'?o M Enmml mf“tm St e b * 4
Herhangl bir hnnkama veya kurutma
A Soocl i o ooy i T A i
GaznTor GasFlux Kmu 1 1417
. St o R
Alttik | Digger Bliglar A
u E I -
|Gaz Alus Hizi 7 Gas Flow Rate. Koruyucu Salinim (paso genigll) / Gizgisel Paso: T
" oekig ol | vmaviny gmar. wiokh of rmString Cizgisel | String
Althk Sabimim:Geniik, Frekans, Toplam Sdre: A
S Backing 1t OscilatanAmpitids, Frequency, Dl Tima &
Tungsten Elehtrat TiplBoyuty
Tungeina Elecerode Typa'Size ekl N —— E— =
Kok Agma Atk Ayrntian | Darbeli Kaynak Ayrintilan:
Detads of Back GoupinyBacking e __|Puise Wekdng Detats s ol
On tsrtma Sicakhf | Temas Ucully pargas: mesafesl:
Froneat Temperaturs . . menn | Distancn contacttube/uor piece Hiime
Pudm Secaklik | Plazma Kaynak Aynintilan:
2 = Yok § Hone i . .n Wokding Celais: WA
Hl:muﬂuﬂnﬂ 13l Iglem angn;m
Post-welg Heat Trootment it | Toreh Angie: : B G
Slre, Sicaklk, Ydntem |
Time, Temperatuse, Momod - __T“mm_" e i e
|tsitma v Sofutma Hezlan® |
Hostngand CooingRates”  vokiNee ] : )
[MALA Yaymn Tarihi
TG MANLFACTURER Dte of fssue MUAYENE KURLLUSU ! INSPECTION BODY
NSK Otomotiv Sanayl ve Ticaret Anonim Sirketi 31.08. 2021




KAYNAK YONTEMI VASIFLANDIRMA KAYITLAR] (WPQR) @

EN ISO 15613:2005' gbre s
rO o WELDING PROCEDURE QUALIFICATION RECORD (WPQR)
Az per EN 150 15613:2005 m

Sayfa | Page : 33

TEST SONUGLARI/
TEST RESULTS
“ﬂ': ; "“H; PRB-PQR-EN-2021-242
imalatg WPQR Mo :
Mt 5 WEGR NO - NEK-11082021-PQR-01
pFO b (0] "“""’", b WPS-01 mm;’;ﬂ NSK-11082021-POR-01
Muayens Sonucu Muayene Rapor No Muayens Kurulugu
Inspection Redult Inspectian Rapart No Inspection body
:"’"er: Uygutanmadi / Not Appliad Yok / None Yok { None
Fpesketirg e Uyguianmads / Not Applied Yok / None Yok / None
Gl Muayene: Olumiu / Satistactory Yok | None Yok / None
Penetrant | Manyetik Parca Montrolu®; 5 KC KALITE KONTROL VE
i Macnetic Particle Test™ Oilurnlu [ Satisfactory PT-2021-38 GANISW’«HITIR HIZMETLERI
Makro inceleme : Olumlu / Satisfactory TST 703-21 NSK Otomotiv Sanad ve Ticanet
::‘m“mﬂ.‘ Uygulanmad: / Not Applied Yok / None Yok / None
Gokma Testi { EN 4136° ya giire) Tensile Tests (As par EN 4136) = NiA
TipiNg Kalinhk  Rm{Nimm®) A% Z% Kinilma Yeri Motlar
Tirpaic. Thick. {rmm) Fracture Locatian Remarks
Efjme Testi ( EN IS0 5173'a gire) Bend Tesfs (As per EN IS0 5173 = N
TipiNo Efme Agisi Uzama* Sonug
Tipahic. Band Angie Elongst * Rasulf
Gentik Darbe Testl ( EN 150 9016 ya giire) impact Test (A5 per EN (S0 9076) = NIA
Tipe Boyut: Gerekllik:
Tipe Sire Requirement
Gentik Yerll Yand Sicaklik Deferer | vaues (J) Ort. /vy Notlar
Noich LocationDarechion Tamo .("C) q 5 3 N Remarks
Kaynak Metall (vWeid Metal)

HAZ (Heat Affacted Zone)

Sertlik Testi (TS EN 1SO 8015-1 e glre) Hardness Tests* (As per TS EN SO 9015-1) PRBI2021M039

Muayene Sonucu® ;
ingpachion Resut *

Sonuglar icin ekbeki PRE2021/1038 laboratuvar raporuna bakine.
Please see the altached labaralory repont PRE/2021/1038 for the resulls.

Clurniu / Sabisfaciory

Yor | Location Yayin Tarihi /Dade of issue

Muayene Kurulusu linspection Body
FPROBO Muayene va Belgelendirme A5,

Isim;lmza I Mame: Signature
31.08.2021




KAYNAK YONTEMI VASIFLANDIRMA KAYITLARI (WPQR) n—ﬂ :

EN IS0 15613:2005 "¢ glire ¥
ro 0 WELDING PROCEDURE QUALIFICATION RECORD (WPOR) e
As per EN 150 15613.2005 [ ebaoniy |
Sayfa l Page 1 113
TEST SERTIFIKASI
TEST CERTIFICATE
ain . PRE-PQR-EN-2021
Certificate No: e
{malatg) WPAR No :
Manfscturse's WPOR Na : NSH-11082021-PQR-02
GEMEL BILGILER
GENERAL INFORMATION
Imalate: Kaynak Prosedic o e
Manufacturer's Weiding Proceduns 2
Muayenas Kurulugu .
Doy + PROBO MUAYENE VE BELGELENDIRME AS.
Emalatg g :
Manufact ’ NEX Ctomoliv Sanayi ve Ticanet Anonim Sirketi
Adres : :
: Tavsank Mah, 412 Sok. No:1-4 BT00 Karacabey- Bursa
Test StandardiHodu ;
Tesiing StanderdC : EN IS0 15813
Kaynafin Yapiidifh Tarih i
Dats of Weiding : 11.08.2021
Test Pargasi Tamms ;
Tast Piace Idontficaii N5K-11082021-PQR-02
OMAY ARALIGI
RANGE OF APPROVAL
Kaynak Y8nternileri | :
Woiding P ros) (8.4.1) : 135 {Mekanize | Mochanized )
Birlegtirme & Kaynak Tipi (8.4.3) : B B
Type of Joinf & Weid g ]
(111} (1=1)
*1 ve 11 grubundaki test malzemelen egit veya daha dikgik befirian
Ana Malzeme Gruplan ve Alt Gruplan (8.3) . rranimurn akma dayanimii geliklon kapsar] makzeme kalinhfindan bagimssz
Parent Matal Growg(s) and sub group(s) : olarak)
* Test piece materials in groups 1 and 17 quality the equal or lower apacified
minimum yiekd strength sleels (independent of tha material thickness).
Ana Malzeme Kalinhd (mm) (8.3.2.2) . BW. 3mm s t, S 7.8 mm FW: 3 mm s 1512 mm
Farant Maberial Thk, (rmm) g FW: t; 2 5 mm
Kaynak Metall Kahnhd: (BW) (mm) (B.3.2.2) .
Weld Metal Thickness (BW) {mm) =Lt

Kaynak Matali Kalmiig (FW) (mm) (8.3.2.2)
Throat Thickness (EW) {mm)

Tek Paso-Gok Paso .

Single Layer-hult Ly (8.4.3) £ Tuid Pesof Sholefie:
Boru Dig Gap (mm)

Fips Outside Dismeter (8.3.2.3)
Dolgu Matzemasi Goateriml (8.4.4)
Fitlar Meral Designation

Koruyucu GazToz Gosterimi (8.5.3)
Shislding GasFiux Dasignation

Antlik Gazmin Gésterimi (8,5.3)
Backing Gas Designabion z

Kaynak Akim Tipi & Kutuplama (8.4.7) 5 0c (4

Type of Welding Currenit & Polarity i

Motal Gegly Blgimi

Mode of Metal Transfer (8 5.2.3) H SpreyHireselDarbeli (Spray/ GlobulanPukse)
Kaynak Pazisyonu . PA

Weiding Posiions (8.4,2) 4
On lsitma

Prehest (8.4.5)

Pasolar Aras) Sicakik

Interpass Temparature (5.4, 10)

st Glrdlls) =
Haat Input (8.4.8) :
Kaynak Sonras: il lglem velveya yaslandirma

Posi- Weld Heat Trestment andior ageing (&.4.12)

Siirg

:  45mmsas9mm

D= 37.5 mm

TS EN IS0 14341-A:11(G4511)

e

ISCH41T5-M25

min. 20 *C

min. 0,44 klimm
Yok [ None

Tima Yok f Hone

lsitma va Sofutma Silresl (B.4.11)
R

h 2 oling R ¥ Yok [ None

gor Bilgiter (Madde 8.8’ bakmnz) :

- Yak I Mons

Test kaynakian yukanda bahsedilen koditest standardina gére hazirlanip, kaynaklanip va baganh bir sekilde test edildigi onaylanmigtir,

It is cerified thal tes! weids wens prepared, walded and fesied safisfaclorily in accordance with the requirements of the code. tasting sfandard

incicated above.
Yar I Locadion Yaywn Tarihi /oade of issce Muayene Kurulugsu Immﬁ'm Body

ANKARA 31.8.2021
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KAYNAK YONTEMI VASIFLANDIRMA KAYITLARI (WPQR) ";,g-.
ro O EN IS0 15613:2006 ‘e giire o
WELDING PROCEDURE QUALIFICATION RECORD (WPQR)
As per EN ISC 15613.2005 m
Sayfa | Page : 203
KAYNAK TEST KAYITLARI
RECORD OF WELD TEST
PRE-POR-EN-2021-243
NSK-11082021-POR-0Z
Hazrlama ve Temizilk
Yor: BURSA ¥ : Ta;lm:‘ﬁrl;m
LTSN Mathod of Frep. snd Cleaning ~ Crinding / Birushing
|imatater Kaynak Prosedart
Ana Malzeme Sartnamesi:  EN 10305-1 E355 +5R
Manufacturer’s Weking Procedun el Parent Matsrial Speciication EN 10277.2018 C40E
imatatgs: NSK Otomotiv Sanayt ve Ticaret Ananim  Ana Matz, Grubu :
Manufacturor Sirket Pt Kl Ginins ISOITR 15608 1.2/ 150 15608 11.2
Kaynakg: Adi: :
HAklorS hame Burak SELEN ey Toniis (MW 1ym mm 1775 mm
Kaymak Yontemi: 135 { Mokanize / Mechanized) n" Cap (mm: o G175 men @275 mm
Metal Gegiy Bigimi: m;.rmk Poiis
Mose of Metl Transier Wil | Globule Wetng Postion o
Muayens Kurulusgu: PROBO MUAYEMNE VE Birlegtirme Tipi: Adin Kaymag £ Butt Wesld
Inspaciion Body BELGELENDIRME A5, Joint Type ; Kismi Niuziyal | Parfial Penetration
Kaynak Hazirhii Detay: (Sekii) | Weld Proparation Details (sketch)
1 Joint Kaymak Sirasi [ Windisg stguances
HAYNAK nE'I'ﬁermgm
Kaynak |Dolgu Malz. Gaps Akim Voltaj TOHHIZL | o tome Hiz s Girdisi
Paso fam Yéamami .mnurn_w et Voge m w Travel Speed Heat input
Process (mm) (A} o) i (mimin) | (mmisn) Kimm
1 135 1,0 mm 185-175 24,2243 DC(+) 2 5,34 0.59-0,63
w:;mhm TS EN IS0 14341-A°1 1 ERTD 5-B(GASH) GEKA SG3
mlll-ﬂﬂ hir Tinnlama VEYa Kurutma L R - - S|
Any Specs BakingorOing iyl —
SMSE G EESE R Koruyucu 180 14175 M2S e
______ _ . S e B = .- AN
Althik 5 { Digor Beigiler A
e eeowg == | Otter informason®
Gaz Alug Hizi | Gas Flow Rate  Moruyuey | Salinmm {paso genkyligi) | Gizgisel Paso: _SI_I i
e A S Shissiding Al T LA !_Hhﬂwrm MD\"W mlﬂ-ﬁf
Altisk R |Sabnm:Genlik, Frekans Toplam Slre:
Backing el W= | Oscitation Ampituce, Froquancy. Dwell Tme ™A
Yok f Mona
o < o T = ool
ok / None m':"'“"" “"”'““‘: 4y i NiA
min 20 * |Temas Ucufly parcasi mesafesi: T
I . i . mmhiwm il
Plarma yrntian:
§ i - iasma eicing Detais T
Torg Agisi: 3
B Yok None o 450
Yok f Nana
Yok / None i )
IMALATG! | MANUEACTURER e MUAYENE KURULUSU | INSPECTION BODY
FROBO Muayene ve Belgolendinme A.5.
Isi
NSK Ctomotiv Sanayl ve Ticaret Anonim Sirketi 31082021

YERLIKA

pr




KAYNAK YONTEM VASIFLANDIRMA KAYITLARI (WPQR) @

WELDING PROCEDURE QUALIFICATION RECORD (WPQR)

probo EEEE

As par EN 1S0 15613:2005

TEST SONUGLARVI
TEST RESULTS

Test Parcas) Tamm

wp3-02 Test Flace ideniticabon
Muayens Sonucu Munyens Rapor No
Inspecsion Resal ingpecton Repert Mo

Uyguianmad / Mot Appled Yok [ None
Uygutarsmads / Not Appled Yok [ None

Qiumiy ¢ Satistactony Yok [ Hone
Oiumiu / Safistactory PT-2021-38
Olumiu / Sabistactory TST T04-21

Uygulanmads / Mot Appled Yok / None
Gederne Test | EN 4136° ya glire) Tenale Tests (As per EN 4136)

Kahnik  Rm{Nimm®) A% Z% Kinima Yer
Thici fmmn) Fracture Locaton

Egme Test] { EN ISO 5173’ gbre) Bend Tests (As e EN ISO 5173

Efme Agisi  Lizama® Sanu

Bt Angle Bionget * Bt

Sayla | Page : n

NSK-11082021-POR-02

inspection bady

Yok | None
Yok § None

Yok / Mone

K KALITE KONTROL VE
DANISMANLIK HIZMETLERI
HSK Otomotiv Sanayi ve Ticanet
Aronim Sirket

ek / Mona




KAYNAK YONTEM VASIFLANDIRMA KAYITLARI (WPQR) TRk

EN IS0 15613:2005 "a gére ¥
ro 0 WELDING PROCEDURE QUALIFICATION RECORD (WPQR) m
Az per EN IS0 15613:2005 Ciaseie |
SayfalPage : 13
TEST SERTIFIKASI
TEST CERTIFICATE
Belge No:
Certificate No: FRE-POR-EN-2021-244
Imatatg WPGQIR Mo :
Manufacturer's WPOR No - NSK-11082024-POR-03
GEMEL BILGILER
GENERAL INFORMATION
imatatg: Kaynak Prosedird S
Manufaciurer's Welding Procedure s
Muayend Kurshigu .
Inspection body - PROBO MUAYENE VE BELGELENDIRME A 5.
M“H i - HNESK Ctomotiy Sanayi we Ticaret Anonim Sirketi
m’ Tavganh Mah. 412.50k. Noci-4 8700 Karacabey- Bursa
Test Standarduiodu )
Testing StandarCode H EN IS0 15613
Kaynagn Yapsidign Tarih .
Date of Weidi & 11.08.2021
Test Pargas Tanime ]
Tast Pioce | Wik MNSK-11082021-POR-03
OMAY ARALIGI
RANGE OF APPROVAL

Kaynak Ybntem{ber)i -
Wiiding Process(es) (8.4.1) : 135 { Mekanize / Mechanized )
Birlegtirme & Kaynak Tipi (8.4.3) . W
Type of Joint & Weid i

{11-13 {1-1)

* 1 ve 11 grubundalkl test malzemeled esit vaya daha digik belirtiken
Ana Malzeme Gruplan ve Alt Gruplan (8.3) _ minimurm akma dayammil cediden kapean matzeme kalinhgmdan bagimsez
Farant Metal Groun(s) and sui gnoup(s) ‘ olarak)

* Test piece materials in groups 1 and 11 qualify the equal or jower specified

minimum yield strength steela (independent of the material thickness).
Ana Malzeme Kalnlf: (mm) (8.3.2.2) ; 3 mmst; £ 16,5 mm
Parent Materal Thic. {mm) L 3 mm S t2 5 10 mm
Kaynak Metall Kahinlsds (EW) (mm) (8.3.2.2) " A
Weid Mefal Thickness (BW) {mm) 2

Kaynak Metali Kahnlei (FW) (mm) (8.3.2.2)
Throat Thickness (FW) (mm)

Tak Paso-Gok Faso h :

Single Layer-Mut Lay.(8.4.3) B e P L
Boru Dig Gap {mm)

Fipe Outside Diameter (8.3.2.3)
Dolgu Malzemesi Gbsterimi (5.4.4)

225 mm=as45mm

01213 mm D2 = 26 mm

Koruyucu Gaz/Toz Gosterimi (8.5.3) SO LATEAE
Atk Gazivn GBaterimi {8.5.3) 5 z

Backing Gas Designation ;

Kaynak Akim Tipl & Kutuplama (8.4.7) oG [+

Type of Welding Current & Polarity {+)

Wotal Gagig Bigiml d ] : )
Madke of Mefal Travisfer (8.5.2.3) g

Kaynak Pozisyonu 7 B

Wilding Positions (£.4.2) o

On lstma T

Prohaat (8.4.9) : 300

Pasolar Aras Sicakiik

Intevpass Temparature (8.4, 10)
te Girdisi

Heat Input {8.4.8) min. 0,63 khimm
Kaynak Sonrasi Isd lslem velveya yaglandirma viek]
mmumrmhmmdwmmnﬂ Ll
Holding Time £ Yok ! MNone
lsitrma ve Sodutma Shresl (8.4.11)
thgmﬁa:“munm SIS Foh I Mk
Difger {Madde B.5' bakinz)

Other information 3. Yok/hons

Test kaynakian yukanda bahsedilen koditest standandina gﬁﬂ handamp, kaynaklanip ve baganh bir gekilde test edildigl onaylanmmigtr.
It is ceviified that test welds were prepared, welded and fesfed satisfactonily in accordance with the requirerments of the code’ teshing standang

indicaled above.
Yor | Location Yayin Tarihl [Date of issue

ANFARSA 382021




KAYNAK YONTEMI VASIFLANDIRMA KAYITLARI (WPQR) mﬁ y
ro O EN IS0 15613:2005 'e gore v
WELDING PROCEDURE QUALIFICATION RECORD (WPQR) m
As per EN ISO 15813:2005 Prrmt
Sayla | Page : 21
KAYNAK TEST KAYITLARI
RECORD DF WELD' TEST
""’;G PRE-POR-EN-2021-244
1 WPOR No :
o st S NSK-11082021-POR-03
Yor: BUREA wm? M Eamiril Tagiama | Fgatama
pro b@ Method of Frap. and Clparing O / Brushing
' iy e Eoeaction Ana Malzome Sarmamesi:  EN 10277-3 11
Manutacturers Waiting Frocedure WeE-03 Parent Material Speciicaion EN 10305-1 E355 +5R
malatg: HGK Otometiv Sanmy vo Ticarst Anonim  Ana Malz. Grubu ; ISOITR 15608 11.2
| earustactues Farani Maledal Group ISONTR 15608 1.2
M -
i Mustafa MENTES mﬂéﬂ:m 1,=8,25 mm 1,25 mm
Haynak Yintemi: Dy Cap (rm):
135 (Mekanize  Mechanized) 2 fmen) - @1=26 mm 'B2=50 mm
Matal Gegig Biclmi: Globular Kaynak Pozisyonu
Mode of Ietal Trovaler .. Wakding Position P8
Muayene Kurulugy: PROBO MUAYENE VE Birlegtirme Ti
imspeciion Body BELGELENDIRME A.5, Jain Type : 5 Kbge Kaynag: / Filet Wald
Kaynak Hazirlen Datays ($ekli) | Weld Proparation Details {katch)
 Waynak A Seil | sonr e Kaynak Siras: | Waiding ceg
el -
1 i -
i ¥
| : i3 mm
== Bz E B
KAYNAK DETAY] | Wakding Detaits
Kaynak |Dolgu Malz. Capi|  Alim Volta) Tl Ha e iome Ha I81 Girdis|
Posoimn | Youl | swetrmme | cems | wese | COIAE | YBEN |ewowd | et
Frossss (mmj {A) v} = {miming {mmien) ke dfmem
i 135 0.8 mm 200210 2425 DGi+) 4,55 040,02
m““&fmm  TSEN IS0 14341-A11 ER70 S-6(G4Si1) GEKA 563
Herhangl bir finnlama veys kurutma S P=r ;
Any Specia Baking or Drying ikl — .
GarTox GasFiu Koruyucy
I Sy S TRARA - Py
Althk i | Diger Bigiter A
e B Becking =~ — | Omerinformaiion*
Gaz Akrg Hizi | Gas Flow Rafe Koruyucu | Salnim genigligl] | Gizgisel Paso: B h
: ___ Shiaising e . ooy (o s ety Gt sung
Al = Salmam:Genlik, Frekans, Toplam Sire: NiA
—— Baciing = Oscitaton Ampdiugs, Fraquency, Dwell Timg .
Tungsten Ebektrot Tipl/Boyutu Yok / Honia
Tungetan Elctride Typaize . =L e S PR
Kk Agma Althik Ayrintitan | Darbeli Kaynak Aynntla 7 o :
Datads of Gack GougungBacking e |PdsewedngDossts oA
wm_ B N et - Imﬂmmm I _ 10-15 mem
Pasolararass Sicakik |Plazma Kaynak Ayrntilan: ==
iepess Tompenire . ] e _ Prasma Weiding Detais i ik
Kaynak Sonras: sit lghemn im =
Post el Heat Traatmant _ Yok/Non N a5s5°C
suu Secaldik, Yontom ek 1 hors ' = G
Time, Temparaiun, Mathod P e 115 Y =il
Isitma ve Sodutma Hizlan®*
Heating nd Coning Rates* el | KM=l ey
| Yayn Tarihi
MALATGH f MANUFACTURER i MUAYENE KURULUSU | INSPECTION BODY
NEK Qtomotiv Sanayi ve Ticaret Anonim Skrieti 1.08.2021




KAYNAK YONTEMI VASIFLANDIRMA KAYITLARI (WPQR)

ENISD 15613:2005' gBre
p r o WELDING PROCEDURE QUALIFICATION RECORD (WPQR)

Az per EN 180 15613:2005

Sayfa | Page : 3

TEST SONUGLARWY
TEST RESULTS
No :
PRE-PQR-EN-2021
e 244
WPQR No :
WPGHR No NSK-11082021-POR-03
imalatg) Kaynak Prosedird : Test Parcas: Tanm
Fiaes WP5-03 Tast Piace Ideiication NSK-11082021-POR-03
Muayene Sonucu Muayena Rapor Na Muayene Kurulugu
Inspection Resul Inspection Report No Inspachion body
Radyografi® : nmadi § Mot
WRTRSONE. NsparI: Uygulanmadi / Mot Applied Yok / None Yok / None
“"‘“E“""!"'““ Olumiu / Satistactory Yok / None Yok / Mone
Penotrant / Manyetik Parca Kontrolu®: o/ Satish : KG KALITE KONTROL VE
PenetrantMagnetic Particle Test” S phcry s ah DAMISMANLIK HIZMETLERI
Makro Inceleme : : NSK Otomativ Sanayi ve Ticanst
\ E Olurnlu /! Satisfactory TST 705-21 Anonim Sirketi
Mikro Incelems® ; )
Pzt ! Uygulanmad / Mot Applied Yok / None Yok I None
Gokme Testl ( EN 4136" ya glire) Tensie Tests (As por EN4136) = MR
TipiNo Kalnlk  Rm{Nimm®) A% Z% Kinima Yeri Notiar
Ty, Thick, {mm} Fracture Location Remarks
Efime Testl | EN ISO 5173 gbre) Bend Tesis (As par ENISD 5i73 = WA
Tip/No Egme Acisi Uzama*® Sonug
Typaio. Band Angle Elangat.* Fosul
Gantik Darbe Testi { EN 150 8016 ya gire) impact Test (A par EN IS0 9076) = N/A
Tip: Boyut: Geraklilik:
T Sire Requinsmen
Centik Yaril Yani Secakirk Dagorlar/ vaies (J) Ort. vy, Natlar
Netoh LocationGirection Temp °C) 1 3 3 ) Remarks
Kaynak Metall {Weid Metal)
HAZ (Haat Affected Zone)
Sertlik Testl (TS EM 130 9015-1 ¢ glire) Harcness Tests* (As per TS EN IS0 9075-1) PRBIZ0Z1/11041
Muayene Sonucu® :
et Olurniy / Satisfactory

Sonuclar igin ekteki PRE/2021/1041 laboratuvar raporuna bakimz.
Figase see the attached laboratory report PREVZ021/1041 for the roesulis.

Yar I Location Yayin Tarihi foars or izsue Muayene Kurulugu iinspection Bady
FROBO Muayens ve Belgelendirmae AS.
Isim:lmza { Mame:Signature

3.8.2021 Burakhan YERLIKAYA

rooo




Ana Malzome Gruplan ve Al Gruplan (8.3)
Parant Matal Group(s) and sub group(s)

Ana Malzeme Kalmi (mmj) (8.3.2.2)
Parprl Materal Thi, ()
Kaynak Watall Kahnfids (BW) (mm) (8.3.2.2)
Wld Metal Thickness [BA) [mrm)
Kaynak Matali Kahnlign (FW) (mm) (8.3.2.2)
Throat Thickness (FW) fmm)
Tek Paso-Gok Paso
Single Layar-Mulli Lay.(5.4.3)
Boru Dig Gap (mm)
Pipe Outside Dismater (83.2.3)
Malzemes| Gastarimi (8.

Fifbar Metal Dasignation
Koruyucu GazToz Gosterimi (8.5.3)

Backing Gas

Kaynak Akim Tipl & Kutuplama (8.4.7)
Type of Welding Current & Polarity
Metal Gegls Bigimi s
Mode of Metal Transfer (5.2 3}
Haynak Pozisyonu

Wieiting Fosiions (8.4.2)

On lsitma

Preheat (8.4.5)

Pasolar Arasi Sicakitk

Interpass Temparafune (8.4, 10)

Isn Giirdizi

Heat Input (8.4.8)

Haynak Sonras: sl fglem velvoya yaglandima
Posi- Weld Heat Treatment andior ageing (8.4.12)
Siire

Holding Time

Isitma ve Sofutma Siresi (8.4.11)
Heating and Cooling Rates

Diger Bilgiler (Madde 8.5 bakiniz)

Cifar inforimation

s
H

KAYNAK YONTEMI VASIFLANDIRMA KAYITLARI (WPQR) TORKs|
EN IS0 15613:2005 o gBre =l
ro O WELDING PROCEDURE QUALIFICATION RECORD (WPOR) e
Az per EN IS0 156132005 |
Bayfalpage : 13
TEST SERTIFIKASI
TEST CERTIFICATE
"‘“'c m“r: - PRE-POR-EN-2021-245
'"'"""'*" beurs w'.u";d;ﬂm: NSK-11082021-PGR-04
GEMEL BILGILER
GENERAL INFORMATION
imalatgs Kaynak Prosediid A
Mamdaciurars Wetding Procedune
Mm"“"'"m‘“‘“ PROBO MUAYENE VE BELGELENDIRME A.5.
m : MSK Otemativ Sanayl ve Ticaret Ancrim Sirketi
MI T Tavsanh Mah, 412, 5ok, Mo:1-4 6700 Karecabey- Bursa
m EN IS0 15613
m" Yapiidig Tarit 11.08.2021
:m s NSK-11082021-POR-04
OMAY ARALIGI
RANGE OF APPROVAL
Haynak Yantom{lerll e
Wekling Process(es) (8.4.1)
Birlegtirme & Kaynak Tipi (£.4.3) =
Trpe of Joint & Weld

{11-1) (1-1)
? 4 wo 11 grubndakd test malzemeled egit veya daha dilgik befirtilen
minimum akma dayanmb caliklen kapsar malzeme kanb§indan bajmsiz
clarak)

* Test piece matesials in groups 1 and 11 qualify the equal of lower specified
minimum yield strength steals (indapendent of the materal thickness),

Jmmst S 14,8 mm
Imm =2 <10 mm

MiA,
225mm=as45mm

Tkl Paso | Single Layer

D1 2 8.4 mm D2 = 25 mm

TS EN IS0 14341-A:11[G4SI)
ISO141TE-M25

DG (#)

SpreyKireselDarbeli (Spray/SlobularPulse)
PB

min. 20 °C

mir. 0,88 klimm

Yok | None

Yok | Hone

Yok | None

Yok / Nona

Test kaynaklan yukanda bahsedilen koditest standardina gire hazirdanip, kaynaklanp ve baganh bir sekilde test edildifi onaylanmstir.

It iz certiffed that test welds were prepared, welded and fesled satisfachory in accordance with ihe requiremaents of the code lesling sfandand

indicated above.
Year | Location

ANKARA

Yayin Tarihi lDate o/ issue

31.8.2021

Muayene Kurulugu linspection Body
FRIES Muayrne ve Belgelandirme A

Isim;lmza 1




probo

KAYNAK YONTEMI VASIFLANDIRMA KAYITLAR] (WPQR) Tu?,;.
r O O EN IS0 16613:2005 'e gore 7
WELDING PROCEDURE QUALIFICATION RECORD (WPQR)
As per EN 1SO 156132005 -
Sayla | Page 1 211
KAYNAK TEST KAYITLARI
RECORD OF WELD TEST
= . =
PRB-POR-EN-2021
Ic«mm S
imalate: WPQR No :
Manufachurers WPGR Mo NSK-11082021-POR04
Hazmama ve Temizlik
Yor: — e Tawnu: Firgalamsa
or Method of Prep. anc Cleaning o4/ Brushing
Imalatg: Kaynak Prosedurd: Ana Malzome Sarnamesi:  EN 10277-3 11MnPb30+ C{Dirsak)
Wolding Procedur i <ot Parent Material Speciication EN 103051 E355 48R

— NSK Otomotiv Sanayi ve Ticaret Anoém Ana Malz. Grub : ISOVTR 15608 14.2
ebamut ot Skt Parent Matenn! Goug ISCNTR 15608 1.2
o g Murat SELVE e T s 14=T,4 mm 1;=3 mm
Kaynak Yonteml Dug Cap (mm): - ;
SNerg Frocess 135 Sk i g @1=16,8 mm '@2=50 mm
Matal Geglg Bigimi HKaynak Pozisyonu;
Mdgcie of Melal Transfor Kireeal { LGlotuker Wiakaing Posiion PB
Muaysne Kuruluga: PROBO MUAYENE VE Bidlegtinme
inspection Body BELGELENDIRME A5, Jaint Type - e IBpa Kaymals / Filet Wid

Kaymnak Hazerlsdi Dotayn (Sekil) / Weld Preparation Dotails (skotch)

a3 mem
Kaynak |Dolgu Malz. Gapi|  Akim Volta] TOHET e tome Him tas Girdisl
Panc i Yontomi | sise of i Mar P— Vostage e Lol (st Hese ingut
m B — - e R e, il - —— —
Frocess: -unm] (A v} ; {mdmain) (mmi/sn) kJimm
1 198 1,00 mm 160-185 28-29 DI+ 441 0,61-007
Wlz. Swiflandema
Wmm“‘;‘m TS EN 1SO 14341.4:11 ERTO S.6(CASH) GEKA SG3
mmwnﬂﬂm"ﬂm T ) L e A
Any Specisl Baking or Dryng (GO KOKR R
GaziToz Gagfiux Koruyucu 180 14175 M2S
ek G e Lt S
Althik z '“"W A
Gaz Alug Hizi | Gas Flow Rata ii:ﬁwu:u : 'hhnnmwml}rml Paso:
TU‘-'IE‘F[I_ ! — mww hﬂ!d’ —iwmﬂrﬁu )
Nﬂm 5 |Balimim:Genlik, Frekans, Foplam Sire: A
< i, phe o SO e : | Oscilatian: Ampltiade, Fraquency, Dwad Time =
ungsten Elektrat TipdBoyutu
o Eectroce Typesive fohig
Kok Agma Altik Aynntian = ; [Darbell Kaynak Aynntian -
Detais of Back Gouging Backing I mwp@ - Nt
Iaitma Sicakhgs | Temas Ucufiy parcas) mesafesi:
Preheat Torrparaturo i B et | Distance contact tubawork pisce b il
Pasolararasi Sscaklik Yok ! | Plazma Kaynak Ayrintilan T
Mo | WA
233 Tamperature LomiT | Piasma Weing Detals. s ]
o e eat Tratmant S [ For e i
Wl ot iseinan el e i Pl
Time, Tempevsture, Method bt |
lsitma ve Sogutma Hizlan® o Fis 1
Hmaling and Cooling Ratas® i L | 2= =
IMALATC! ] MANUFACTURER m’;‘.‘""" MUAYENE KURULUSU  INSPECTION BODY
PROBO Muayens ve Balgelendirme A5,
NSK Otomaotiv Sanayi ve Ticaret Anonim Sirketi 31.08.20M VA

L N



probo

KAYMAK YONTEMI VASIFLANDIRMA KAYITLARI (WPQR) Tﬂg i
EM IS0 15813:2005's gére =

rO O WELDING PROCEDURE QUALIFICATION RECORD (WPQR)

p As per EN 150 15613:2005 %

SayfalPage: 33

TEST SONUCLARI/
TEST RESULTS
Bolge No :
No: PRB-PGR-EN-2021-245
imalatgi WPQR No : -
POR No - HSK-11082021-POR-04
imalatg! Kaynak Prosediind : Test Pargas: Tanimi i 5
A oo B WPS-04 Tas! Pises Identiication NSK-11082021-POR-04
Muayene Sonucu Muayene Rapor No Muayene Kurulugu
Inspechion Rosult Inspeciion Report No Inspection body
Fm“:':: Uygulanmad / Not Applied Yok f None Yok / None
Ultrasonik Muayengl® ;
Exarmination® Uygulanmad / Mot Applied Yok / None Yok [ Mone
Gérsel Muayena: :
Visual Examingti Olumiu ! Satisfactory Yok / None Yok | Mone
Penetrant | Manyetik Parga Kontrolu®: ’ . KC KALITE KONTROL VE
PenetrantMagnatic Particle Tast* L | Stpackory i et DANISMANLIK HIZMETLERI
Makro Inceleme : ; NEK Otomotiv Sanayl ve Ticaret
Exvaminabion Olurnibu § Saksfactony TST 708-21 A i Girkoet
Mikro inceleme® :
Micio Examination * Uygulanmad) / Mot Applied Yok 7 None Yok / None
Gekme Testi { EN 4136' ya giire) Tensie Tests (43 per EN 4136) = WA
TipiNo Kanik  Rm{Nmm®) A% Z% Kinlma Yer Notiar
Typadio Thick. (mm) Fraciure Localion Ramarks
Efime Testi ( EN 150 §173'e gdire) Band Tests (ds per EN (50 §173) = MA
TipiNo Efme Agesi Uzama* Sonug
TroaMo Band Angla Elangar.* Rl
Gentik Darbe Testi { EN IS0 5016 ya gre) mpact Test (As per EN IS0 9076) = MIA
Tip: Boyut: Garaklililk:
Type Size Requiramant
Gentik Yeril Yéni Sicakhk Deforler | Vaues (J) Ort. favg Motlar
Wotch Location/Direciion Tamp.(°C) 10 2l ] Remarks
Kaynak Metall [Weld Matal)
HAZ (Heat Affecied Zone)
Sertlik Testi (TS EN IS0 9015-1 e gre) Hardness Tests* (As per TS EN (50 90715-1) PRE/2021/1042
|Muayane Sonucu® : "
il Murniy / Satisfaciory
Sonuclar icin ekteki PRB/2021/1042 laboratuvar raparuna bakimz.
Fleaze ses the aftached laborafory report PREZ021/1042 for the resulls,
Yor { Localion Yayin Tarihi [Date of issue Muayene Kurulugu /inspection Body
PROBO Muayene ve Belgelendinme A.S.
Isim;imza | Name; Signature
a0 Burakhan A




KAYNAK YONTEMI VASIFLANDIRMA KAYITLARI (WPQR) mﬂ y
EM 150 15613:2005 e g ¥
ro O WELDING PROCEDURE QUALIFICATION RECORD (WPQR) =
As par EN IS0 15613:2005 ey |
Sayfalrage: 103
TEST SERTIFIKASI
TEST CERTIFICATE
Belge Mo :
s Hos PRE-POR-EN-2021-246
Imalater WPOR Mo :
Manutsciurer's WPQR No - 13K-11082021-POR-05
GEMNEL BILGILER
GENERAL INFORMATION
Imalatp: Kaynak Prosedand g WPS-05
Manufaciurer's Waking Procedin s
Wm”"” :  PROBO MUAYENE VE BELGELENDIRME A 5.
"““"F‘“' : NSK Otomotiv Sanayi ve Ticarst Anorim Sirketi
Adres Tavsanl Mah. 412 Sok. Mo-1-4 6700 Haracabey- Bursa
Test Standardutodu
e & e 1 EMISD 15813
Kaynafin Yapidids Tarih 2
i : 11.08.2021
Test Pargas: Tanemy :
Tes! Pisce ficat H HNEK-11082021-POR-05
OMNAY ARALIGI
RANGE OF AFPROVAL
Kaynak Yéntem{lerd -
Wikog Process(as) (84.1) : 135 (Mekanize | Mechanized)
Birfegtirme & Kaynak Tipl (6.4.3) : BW. FW
Tyoe of Joind & Wld £ ’
(1141) (1941 (1-1)
* 1 e 11 grubundaki test malzernalar esil veya daha digok belirtilen
Ang Maizems Gruplan ve Alt Gruptan (8.3) . minimum akena dayanimi celikier kapsar matzema kahnigindan bagimsz
Parent Metad Group(s) and sul groue(s) a olarak)
* Tast piice materiate in grolps 1 and 11 quality the aqual or lower specified
minimum yiehd sirengdh steels (independent of the material thickness).
Area Malzame Kalsnlag (mem) (8.3.2.2) 2 BW. 17.5mm =t s 70 mm
Pareni Material Thic. {rmm) £ FW: 125 mm
mwwmmma © max $=25mm
Kaynak Metall Kahini) (FW) (mm) (8.3.2.2) X
Throat Thickness (FW) (mm) = A Yok o B
Tek PaE0
ﬂm g', “{: .:i]ﬂ .43 : Goklu Paso [ Mulli Lapar
p
Pipe Qutside Cameter (8.3.2.3) i i ek,
ﬁwﬂ"w B45 S TSENISO 14341:A'11(G4Si1)
Koruyucu GazToz Gsterimi (8.5.3) 3 IO 75855
Shigiing GasFiux Designation ¥
Althk Gazmn Gosterimi (8.5.3)
Backing Gas e
Kaynak Akim Tipl & Kutuptama (8.4.7) :
Type of Welding Current & Polanty he
Metal Gegls Blgiml A
Mode of Metal Transfer (8.5.2.3) : SpreyikOreselDarbell (Spray/GlobularPidss)
Kaynak Pozksyonu : =
ampms;um ;
Pratieat (8.4.5) T
Pasolar Arasi Sicakhk
!rm;;usfawswm:‘&.-ﬂ.fﬂ,l
Hﬂﬂ'ﬂ.ﬂ! 8 min. 0,65 kimm
Kaynak Sonras: 15l Islom vetveya yaglandirma ok f
Post- Wald Heat Treatment andibr ageing (5.4,12) Hore
::‘w : Yok/Mone
lsrtma va Sofutma Siresi (8.4.11)
Heating and Coaling Raies R A0 T
D ok 7 e  vornne
Test kaynaklan yukanda bahsedilen koditest standardina gére hazidanp, kaynakiamp ve baganh bir gokilde tost edildifi onaylanmigtr,
numﬁwmmmmawmmhmmmmwmwmmm
indicaled a
Yer | Locaton Yayn Tarihi /Date of s
AMICARA 31.08.2021




probo

HAYNAK YONTEMI VASIFLANDIRMA MAYITLARI (WPQR) mg- :
r‘ O o EN IS0 15613:2005 ‘e gore Vi
WELDING PROCEDURE QUALIFICATION RECORD (WPQR)
As par EN 150 15613.2005 -~
Sayla/ Pags : 213
KAYNAK TEST KAYITLARI
RECORD OF WELD TEST
Baige No : ' g
PRE-PQR-EN-2021
Cartifeate No i
Imalatg WPQR Mo :
WPQR No NSK-11082021-PQR-05
Yer: S :‘“""""" we Tomizilk Taglama / Firgalama
Location Batemt: Grinding / Brushing
L Mathod of Frap. and Claaming
latgi Kaymak Prosediiei: s
aruiacturer’s Weking Frocedurs WPS-05 s Misizame Gariarmesl: ey 10277:2018 CAS
| - .
malatg NSK Otomoliy Sanayl ve Ticanet Anonim Aumu.-‘.‘fﬂ.pbu. 150 15608 11.2
LT H
Hnnwm Burnk BELEN Malzeme Kalmiigs mEAT’: S
Faynak Yontemk: 135 (Mokarize | Mochanized) D"':"'iu'-'"'[ ) - @=35 mm
wmﬂqhﬂ:. Kiress! / Globular Haynak Pozlsyonu: PA
Muayane Kurulugu: PROBO MUAYENE VE Birlegtirma Tipi: Al Karynagy / Buit Wsid
Ispeciion Body BELGELEMNDIRME A2, Joinf Type: : mnim;mrm.?mﬂm
Kaynak Hazirigs Detayt (Sekil) / Weld Preparation Detalls (sketch)
Kaynak i <hoint Kaynak Sarass | Wekng sspencs:
60-65" _.-""'-;‘"“‘-L.
1
KAYMAK DETAYI ! Wikiing Detais
Kaynak |Dolgu Malz. Gapt|  Akim Volta] e TolHE o me Hiz Isi Girdisi
Paso ffun "mﬁ“"ﬂ‘ S ORIRONC - [SN Cuer TRESS Fulagr S_— 'é.‘i,"';.m _'Tw Tl Spbed Howt input
Process {mm} 1A v} : {méming (mmisn) kMmim
138 1.0 mm 165175 243244 DG+ Z 368 0,87-0,93
2 136 1,0 mm 170-180 24,1242 DG+ E 314 1,08-1,10
mxmm TS EN 50 14341-A11 ERTO S-6(G4S1) GEKA SG3
Herhangl bir inalama veya kurutm; - E
Wmmﬂmaﬂ\:u;ﬂ ; e L Nc-'- ______
GaziTox GasFiux Hnruwn-u IS0 14175 MIS o
T "Iuim; _— = _—!;nlgwid'ghr-' r m—__ ]
ey | nfammanan®
|Gax Alog Hize T Gas Flow Fae I'Infu;wcu 5 = l!-lllnl'l{puum I Glzgisel P2 .
: Shacing 10120 e " a1 Sung
Altlrk E |Salmim:Genlik, Frekans, Toplam Slre: N '
S = . Backep 00 _______!qmﬁﬂmm.wwﬁm X
ungsten Elekiret TipiBoyutu Yok { None
[Kbk Agma Althk Ayrintilan = ok Darbefl Kaynak Aynntilan: =
Dotts of sck oo i Polse Welding Delas s
Preheat Tomporaiurw S Distan const oamkpocs 1015 mm
Fﬂlﬁlﬂllrﬂl Sicakiik Ak 200 °C | Plazma Kaynak Aynintian Hl!ﬂ. r:
Kaynak Sonras: tesl lglem — = ‘:Tnm A;:ﬂw S - = R
me = e | Tareh Angie: o
Tirve, Tomperature, Mathod Sl !
isatma ves Sojutma mw R
¥
IMALATG! | MANUFACTURER ﬁLTﬂ MUAYENE KURULUSU | INSPECTION BODY
PROBO Muayere ve Bolgslentirms A S.
[simiimza
NSK Ctomotiv Sanayl ve Ticaret Anonim Sirketl 31.08.2021
Burakhan WA
bo

/
7




KAYNAK YONTEMI VASIFLANDIRMA KAYITLARI (WPQR)

EN IS0 15613:2005' gdre
rO o WELDING PROCEDURE QUALIFICATION RECORD (WPQR)
As per EM 150 15613:2005

Sayfa | Page : 33
TEST SONUCLARW
TEST RESULTS
PRE-PQR-EN-2021-248
HSK-11082021-POR-08
Test Pargas: Tanimi
WPS-05 Tast Plece idendiication NSK-11082021-POR-05
Muayene Sonucu Muayene Rapor No Muayene Kurulugu
Inspeciion Resulf Inspection Repart No Inspechion body
Rldrunmﬂ' -! . W, ¥
Radkography* Uygutanmads / Mot Applied Yok / None 'ok | None
Uttrasonik Muayenai® : . Yok [
. sy Uygulanmad / Mot Applied Yok [ None ok [ None
Girsel Muayena: i Yok |
g Olumiu / Satisfactary Yok { Hone ok f Mone
|Penetrant / Manyetik Parga Kontralu®: Ol | Satis ; KC KALITE KONTROL VE
PenetrantMagnetic Particle Tesl i Rl DAMISMANLIK HIZMETLERI
Makro inceleme : NSK Otomotiv Sanayi ve Ticanet
= Oluwmiy | Salisfactory TET 707-21 . mS .
Mikro Inceleme” :
pros ! Uygulanmad: / Mot Applied Yok / None Yok | Mone
Gekme Test] { EN 4138° ya gire) Tensle Tesds (A3 por EN4138) = HA
TipiNa Kalinlik  Rm{imm®) A% Z% Kinlma Yerl Notlar
Typaio. Thick {mm} Fracture Location Remarks
Egme Testl { EN 150 5173'e glire) Bend Tests (As per EN IS0 5173) = NiR
TipiNo Edme Acisi Uzama® Sonug
Tipadic. Bend Angle Elongad * Fasulr
Gentik Darbe Testi [ EN IS0 9018 ya gire) /mpact Test (As par EN 150 8016) = NA
Tip: Boyut: Gereklilik:
Type Sire Requirsment
Gantik Yeril/ Y&l Sicakhk Degorler ! Vaves (J) Ort. favg. Motlar
Nodth LocationDirechion Temp.(°C) 1 2 3 {J) Ramarks
Kaynak Metall (Weild Mafal)
HAZ (Hest Affected Zona)
Sertlik Testi (TS EN 150 2015-1 ¢ gore) Hadness Tests® (A per TS EN IS0 8015-1)  PRBZ0Z1M06GT
|Muayene Sonucu® :
: e iy / Satistactory
Sonuclar ican ekteki PRB/2021/1067 laboratuvar raporuna bakiniz.
Flease see the altached laboratory report PRE/2021/106T for the resuits.
Yer I Location Yayin Tarihi IDate of issue Muayens Kurulusu inspection Body
PROBO Muayene ve Belgelendirme A.5.
Isim;imza | name; Signature
382021
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