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TEST SERTIFIKASI
TEST CERTIFICATE
Belge No :
c::;r;m‘;e No: DKR-PQR-EN-2012-149
imalatgi WPQR No :
M:nﬁgc,um ngQR No: L-MCR-080819-PQR-03

imalatg Kaynak Prosediirii
Manufacturer's Welding Procadure
Muayene Kurulugu
Inspection body

imalatgi

Manufacturer

Adres

Address

Test Standard/Kodu
Testling Standard/Code
Kaynagin Yapildig: Tarih
Date of Welding

Test Pargasi Taimi

Test Piece Identification

Kaynak Yontem(ler)i

Welding Process(es) (8.4.1)
Birlegtirme & Kaynak Tipi (8.4.3)
Type of Joint & Weld

Ana Malzeme Gruplar ve Alt Gruplan (8.3)
Parent Metal Group(s) and sub group(s)

Ana Malzeme Kalinligi (mm) (8.3.2.2)
Parent Material Thk. (mm)

Kaynak Metali Kalinligi (BW) (mm) (8.3.2.2)
Weld Metal Thickness (BW) (mm)

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

Tek Paso-GCok Paso

Single Layer-Mulfi Lay.(8.4.3)

Boru Dig Gap (mm)

Pipe Qutside Diameter (8.3.2.3)

Dolgu Malzemesi Gosterimi (8.4.4)

Filler Metal Designation

Koruyucu Gaz/Toz Gosterimi (8.5.3)
Shielding Gas/Flux Designation

Althk Gazimn Gosterimi (8.5.3)

Backing Gas Designation

Kaynak Akim Tipi & Kutuplama (8.4.7)
Type of Welding Current & Polarity

Metal Gegis Bigimi

Mode of Metal Transfer (8.5.2.3)

Kaynak Pozisyonu

Welding Positions (8.4.2)

On lsitma

Preheat (8.4.9)

Pasolar Arasi Sicaklik

Interpass Temparature (8.4.10)

Ist Girdisi

Heat Input (8.4.6)

Kaynak Sonrasi Isil islem velveya yaglandirma
Paost- Weld Heat Treatment and/or ageing (8.4.12)
Siire

Holding Time

Isitma ve Sogutma Siiresi (8.4.11)

Heating and Cooling Rates

Diger Bilgiler (Madde 8.5'e balkuimiz)

Other information

Test kaynaklan yukarida bahsedilen kod/test standardina gére hazirlanip, kaynaklanip ve bagaril bir gekilde test]

It is certified that test welds were prepared, weided and tested salisfactorily in accordance with the requirements of the dode/ testing standard

GENEL BILGILER
GENERAL INFORMATION

pWPS-01

DEKRA Kalite Kontrol Hizmetleri A. $.

113

LUMICRO ELEKTIRIK AYDINLATMA PROJE iNSAAT TAAHHUT

MAKINA SANAYI TICARET LTD. STi.

Ivedik 0.S.B. 1458 Sokak No:28 06378 Yenimahalle / Ankara - TURKIYE

TS EN ISO 15614-2
06.08.2019

LMCR-060819-PQR-03

ONAY ARALIGI
RANGE OF APPROVAL

141

BW, FW
224-224
221-2241
222-222

223-223
22.1,22.2, 22.3 ve 22.4 arasindaki kombinasyonlar

BW:3<t<20
Fw:3<t<20

3<t<20

275

Gokiu Paso / Multi Layer

D>150 PA, PC; D>500 Diger Poz./ Other Pos.
EN ISO 18273 S Al 5356 (AIMg5Cr(A))
TSENISO 14175 1

AC

PG ve JL-045 Harig Tim Pozisyonlar / All except PG & JL-045

min. 20°C

max. 80°C

min. 0,8 kJ/mm - max. 1,93 kJ/mm
Yok / None

Yok / None

Yok / None

Yok / None

indicated above.
Yer | Location Yayin Tarihi /Date of issue Muayene K
DEKRA
ANKARA isim;

edildigi onaylanmigtir.




EN ISO 156114-2 e gire

> D E K RA KAYNAK YONTEMI VASIFLANDIRMA KAYITLARI (WPQR)

WELDING PROCEDURE QUALIFICATION RECORD (WPQR)

As per EN [SO 15614-2

KAYNAK TEST KAYITLARI
RECORD OF WELD TEST

Beige No :
it MG DKR-PQR-EN-2019-149
imalatgi WPQR No :
Manufacturer's WPQR No i L TICE
Yer:
Location ANKARA
imalatgi Kaynak Prosediirii:
Manufacturer's Welding Procedure PWPS-01
LUMICRO ELEKTIRIK
imalatg:: AYDINLATMA PROJE INSAAT
Manufacturer TAAHHUT MAKINA SANAYI
TICARET LTD. §Ti.
Kaynakg Adi:
Welder's name SALIH KARAKUS
Kaynak Ydntemi: 141
Welding Process
Metal Gegig Bicimi:
Mode of Melal Transfer )
Muayene Kurulugu: 5 s
Inspection Body DEKRA Kalite Kont. Hiz. A. §.

Hazirlama ve Temizlik
Yéntemi:

Method of Prep. and Cleaning
Ana Malzeme $artnamesi:
Parent Material Specification

Ana Malz. Grubu :
Parent Material Group

Malzeme Kalinlig (mm):
Material Thickness (mm)
Dig Gap (mm):

Outside Diameter (mm)
Kaynak Pozisyonu:
Welding Fosition
Birlegtirme Tipi:

Joint Type :

Kaynak Hazirhdi Detayi (Sekli) | Weld Preparation Details (skelch)

Sayfa !/ Page : 2/3

Taglama / Firgalama
Grinding / Brushing

TS EN AW-5754

ISO/TR 15608 22.3

10 mm

PA

Alin / Butt weld

Kaynak Afizi Sekli / Joint design

Kaynak Sirasi / Welding sequences

e0--70°

<0 8D
> -'1 l‘/ = .(..,
-

KAYNAK DETAYI | Welding Detlails

Kaynak | Dolgu Malz. Gap: Alam Voltaj T_EI Hiz ilerleme Hizi Is1 Girdisi
Paas Yéntemi | Sizw of Fil M. Currant Voftage 'é:::f::ma Yo Feed | Traval Speed Heat Input
Woelding Pa'myype ol - e
Process (mm) (A) V) (mm/min) {mm/sn) kJ/mm
1 141 2,4 220 13 AC - 1,16 1,48
1 141 3.25 240 14 AC - 1,34 1,50
1 141 3.25 210 14 AC - 1,14 1,55
1 141 3,25 220 14 AC - 1,75 1,06
Dolgu Malz. Simiflandirma ve Ticarf Adi:
Filler Meta! Classification and trade name ENBOnaara Al aoaeAMGECIA)
Herhangi bir finnlama veya kurutma
|Any Special Baking or Drying B
Gaz/Toz Gas/Fi
& i g TS EN ISO 14175 11
Althk Diger Bilgiler*
: - ; d N/A
Backing Other information”
Gaz Akis Hizi | Gas Flow Rate Koruyucu Salimim (paso genisgligi) / Cizgisel Paso: _— ;
fierid 10-12 it/dk. : 3 Gizgisel / String
Shielding Weaving {max. width of run)/String
Altlik 4 Salinim:Genlik, Frekans,Toplam Siire: N/A
Backii Oscillation:Amplilude, Freq y, Dwell Time
Tungsten Elektrot Tipi/Boyutu AWS AS5.12 EWP / @3.2mm
Tungsten Electrode Type/Size : 13
On | I 3
Pasolararas: Sicaklik B Plazma Kaynak Ayrintilani:
Interpass Temperature max. A0 Piasma Welding Details: NiA
Kaynak Sonrasi Isil Islem Torg Agist: 5
Post-Weld Heat Treatment Yok Nong Torch Angle: 8045
Siire, Sicaklik, Yontem
Time, Temperature, Method Yok / None
Isitma ve Sogutma Hizlan*
Heating and Cocling Rates* Yok / None A
i
IMALATG! / MANUFACTURER ;:g';;'::;‘;: MUAYENE KURULU$U{I INSPECTION Péov
DEKRA Kjlite Kent, Hiz..A.$/
- 23.08.2019 i n
L LUMICRO EI:IEKTIRIK AYDINLATMA PROJE i sim -
INSAAT TAAHHUT MAKINA SANAYI TICARET LTD. g L :
$Ti. A
*




D DEKRA

KAYNAK YONTEMi VASIFLANDIRMA KAYITLARI (WPQR) TLRK
DEKRA : Lv )
EN ISO 15614-2 e gore i
WELDING PROCEDURE QUALIFICATION RECORD (WPQR) g s
As per EN ISO 15614-2 _ABQusam |
Sayfa/Page : 3/3
TEST SONUGLARI/
TEST RESULTS
Belge No :
Corificate No: DKR-PQR-EN-2018-149
imalatgi WPQR No :
Manufacturer's WPQR No : LMGR060313-PRR03
imalatg.l Kaynak Prosediirii : Test Pargasi Tanimi 7
Manufacturer's Welding Procedure pYEe] Test Piece Identification LMER-060819-FRR-03
Muayene Sonucu Muayene Rapor No Muayene Kurulusu
Inspection Resuit inspection Report No inspection body
Radyografi* : ; o ; .
Radiography” Olumlu / Satisfactory RT-19-555 DEKRA Kalite Kont. Hiz. A. $.
|Ultrasonik Muayenei* : :
Ulirasonic Examination” Uygulanmadi / Not Applied Yok / None Yok / None
Gorsel Muayene: ;
Visual Examination Olumlu / Satisfactory Yok / None Yok / None
Penetrant | Manyetik Parga Kontrolu*: ; 7 ”
Penetrant/Magnetic Particle Test* Olderihi ¢ Satistactory PT-18204 DEKRA Kalite Kont. Hiz. A. §.
Makro inceleme : ’ : ’
Macro Examination Olumlu / Satisfactory DKR/2019/1088 DEKRA Kalite Kont. Hiz. A. §.
Mikro Inceleme® : Uygulanmad / Not Applied Yok / None Yok / None

Micro Examination *

Gekme Testi ( EN 4136' ya gdre) Tensile Tests (As per EN 4136) = DKR/2019/11088

Tip/iNo Kalinhik Rm(N/mm?) A% Z% Kinlma Yeri Notlar
Type/No. Thick. (mm) Fracture Location Remarks
T1 24,96 2244 21,2 - Malzeme | Maierial Sireksizlik Yok / No Imperfactions
T2 24,95 225,3 21,2 - Malzeme / Material Sreksizlik Yok / No fmperfections
E@me Testi ( EN ISO 5173'e gore) Bend Tests (As per EN ISO 5173) = DKR/2019/1088
Tip/No Edme Agisi Uzama* Sonug
TypeiNo. Bend Angle Efongat.* Result
FB1 180 - Catlak Yok / No Crack
FB2 180 - Catlak Yok / No Crack
RB1 180 - Gatlak Yok / No Crack
RB2 180 - Catlak Yok / No Crack

Centik Darbe Testi { EN ISO 9016 ya gdre) /mpact Test (As per EN ISO 9016) = NIA

Tip: Boyut: Gereklilik:
Type Size Requirement
Gentik Yeri/ Yénii Sicakhik Degerler/ values (J) ot v () Notlar
Notch Location/Direction Temp (°C) 1 2 3 10w Remarks
Kaynak Metali (Weld Metal)
HAZ (Heat Affected Zone)
Sertlik Testi (TS EN ISO 9015-1 e gdre) Hardness Tests* (As per TS EN /SO 9015-1) NIA
Muayene Sonucu*: NIA

Inspection Result *

Sonuglar igin ekteki DKR/2019/1088laboratuvar raporuna bakiniz.
Please see the aftached laboratory report DKR/2019/1088 for the results.

Yer | Location Yayin Tarihi /Date of issue

ANKARA 23.8.2019




> DEKRA

SIVI PENETRANT MUAYENE RAPORU
LIQUID PENETRANT INSPECTION REPORT

Kaynak - Weld

TORKAX
)

By

_——

Teklif Ref, No/

Cont. Ref. No DR.TM.2019.0381
11‘;‘;;“}:;’ PT-19-254
Miisteri [Proje Tammi R Sayfa No/ F
cliort LUMiCRO Praject rdent, o e ' page No 10F1 4
!Parqa Tanimi Parga Seri no LMCR-060819-POR-03 Test Tarihi
Part Identification QR | Part Serial no e -Examination Date D0
Malzeme Tipi Resim No/rev. Kaynak Matodu T
5754 LMCR-060819-PQR-03
Material Type AL Drawing No/rev. it Welding Method 141
Yiizey Durumu RUSHING | Kapsam o Kapsamdan Degisikligi
Surface Condition i 8 | Test Scope L0 WECDH12 Scope Change -
Test Kodu/Std/Sart 52- Prosediir No/ SRR
Examination Code/Std/Spec TSN IS0 3452:1 | Proc.No-Rev. No: PKR:PRS-34-02
= |
?fg:;:;';dgo?;;g}g es:d"' gort | TS EN ISO 23277 SEV. 2X ‘;?;f;:a'“men i EHAYIR/NO COONCESI/BEFORE CISONRASI/AFTER
IDH.URTS!I. PTTYPET  CIBOYAPTTYPE I nggy?}:g%g?uﬁl
;:1::::“ Muayene Tipi ve 'CIMETOT A SU LLE YIKAHABILIR CIMETOT B SOHRADAN EHOL. - LIPDFILIK |Yiizey Stcakligr (°C) 190 Sicaklik Glger Tarn uﬂgi{:}s
Penetrant Exam. Type and Method [Oneror ¢ sowvent CIMETOT D SonRADAN EMOL - nipRoFILIK | SUTTECE Temperature Identification of Temperature 172221264
[P METOT & wATER & SOLVENTY 5U 8 GOZUC Y
Geligtirici Tipi T e " Bn Temizlik ) 7
Developer Type :DKURU OSU BAZLI BECOzZUCO BAZLI |Precteaning 2 EVET/YES OHAYIR/NO B
Penetrant Tamimi/Sarj no } Wiy 4 5040 |Penetrasyon Suresi Gériiniir/UV Isik Siddeti Visible/Uv 1100jux
Penetrant Iden./Batch no i 18604510:1 11023330/ 398603 Penetration Time 200M. Light Intensity W ,mz
| | |
o 7 | A . Ara temizleme-gelistirici siiresi
Geligtirici Tamimi/$arj no | 81187134510-L11002202/2370 11-2020 |Geligtirme Siras) 200AK.  Holding time, excess penetrant removal- 10 DAK.
Developer Iden./Batch no Development Time
k 1 I \developer application, min
| I .
Ara Temizleyici Tamimi/Sarj no | 24510-01 i Isik Cihazi Tamimi
efutituiiad i b brbelind 7 811990 102178/6300 10-2020 | eriacation 5% LohE B, FLASHING
L I
Cizim (Sketches ):
Test Sonuglart / Test Results
I i | Parga Boyutu Bulgular / Results o ]
- T -
Kaynak No | Kaynakgi No ' o Sgﬂ:&ﬁl(:vnak | %op/Kalmiik Siireksizlik Siireksizligin
Weld o Welder No i in/mm Siireksizigin Yeri (1) Tamm Biiyikligi S Sonug (2)
Weld fenght Item diameter  Location of Discontinuity Ident.of "“D,“ﬁ ek Result
I /thickness |_Discontinuity s s
LMCR-06082015-PQR-03 | SALIH KARAKUS | 350 mm =10 mm - i = 1
T - PN
i
! |
| -
; : -
! S &
| , ——
i I i
1 I
‘ |
i
|
1
| 1 R
| Toplam 'mm

= Egler Isin herhangl bir bI0mor

Agiklamalar
Explanations

aparda belirtiniz / If any part of of the Inspection work has been subcontarcted, the results of this Inspection shall be clearly \deniied in this Teport.

( 1) Stireksizliin Yeri / Location of Discontinuity

_BM : Ana Metal / Base Metal;
W: Kaynak/Weld;

HAZ: Isidan etkilenen bélge/Heat afffected zone;
B: Kaynak adzi/Bevel

(2 ) Sonug / Result
1: Kabul / Accepted

3: Red / Rejected

2: Kabul (Kabul edilebililir belirti/belirtiler ile) / Accepted with acceptable discontinuties

Onaylayan (Isim - Tarih ve Yer) /Approved by

&)

Test Yapan (Isiﬁiﬁ p,}‘ /Performed by -

Degerlendiren (Isin)/-'i:*rl_l_-v ve Yer) /Evaluated by

Dok./Doc. N DKR.R.OB

e
Rev. No fRe.. No: 01
+

N/
Yayin Tarhy/1==ue Date12.0Z,2014

* *

Re.

. Tavwn Joate: 11 93,2015



Rapor No

i RT-19-555
RADYOGRAFiK MUAYENE RAPORU @ | |Report o

D E KRA TOgAG@ Sayfa/Page: 10F1
Radiographic Examination Report Tarih
— o 07.08.2019

DR.TM.2019.0381

Kaynak - Weld Fifﬁsr Ref Mo

Cont. Ref. No

|Miisteri | LUMICRO ELK. AYDINLATMA PROJE 'Proje Tanimi PoR

Client i IN§.TAAH. MAK. SAN, ve TiC. LRD. 5T1 i Project Ident.

- t -
Parca Tanmimi/Seri no ! {Resim no/rev
i | E R-06082019-PQR-03

Part Ident./Serial no PLAY Drawing nofrev LM 82019-PQR
Test Kodu\Std\Sart. |Degerlen. Kodu\Std\Sart.

TS EN ISO 17636-B TS EN ISO 10675-2/1

Test Code\Std\Spec. |Evaluation Code\Std\Spec

Ana Malzeme Tipi ProsediirNo/

Al DKR-PRS-32 Rev.04
Base Material Type L5254 Proc. No - Rev.No: KR-PR, £
T
Kaynak Yontemi it {Isil Islem Durumu )
Welding Process (Heat Treatment
Kaynak Birlegimi 7 {Proje Test Oram %100
Geometry of theWeld | Project Test Percentage
- - -
Muayene Kapsami ‘ |Kapsam Degigikligi
WELD+HAZ -
Test scope | %100 WEL Scope Change |
Isin Kaynad I X-RAY |Gerilim B [Her bir Kasetteki Film Sayisi i
Source i | Peak Voltage | Num. of Films in each cassette
Aktivite ] Akim iOdak Boyutu
- = - 2 3,0 mm
Activity Peak Current !Foca.' Spot Size 3,0.mm x3,0
Poz Siiresi Film Tipi, Markasi&Simfi Ekranlar
1= AGFA ;
Exposure Time o0 5e FilmTyp.BrandName&Class D5 | Screens eb 0425
PenetrametreTipi/Tel Numaras: Gekim Diizenlemesi i 'Banyo Teknidi | = Manua
. N ¥
Penetrameter Type / Wire No . Exposure Arrangement | 1QI SOURCE SIDE | Process, Tech.  aotomatix
Isinlama i [Tek Duvar / Single Wall Gﬁrij.ntﬁ'eme - !Tek Gorlintii / Single View
Exposure | = |cift Duvar / Double Wali | Viewing l o |Cift Gériintli / Double View
s - Malzemenin Isinim Kaynad: Tarafi ile Film
Odak - Malzeme Yiizeyi Arasindaki Mesafe, mm 900 |Arasindaki Mesafe, mm 10 mm
Distance from Source to Object Distance, mm |Source Side of Material-to-film distance, mm .
! L @ I " ] ] Dederlendirme
! Kursun ile Film Markalama E 5 88 i 3 0o | x | Evaluation
2 Film Identification by Lead 5w S _\Q ¥ 8 E = | 3 > |FilmBoyutu ( cm ) | i
! ES2E =8 oo 3L ES | Film Dimensions Hata Siniflandirmasi ve Yeri
El ioE<| =8 %5 : 2 3G | Defect Classification and Location
i | Kaynak No gog E% ;% o5 |9 | Kabul Red
Weld No g W S E T P ] m‘,_rm 10710 Accept ' Reject
J |n = i 1115 24‘32!48;
11 LMCR-06082019-PQR-03 0-34 tio SAUH w14 2,7 ! 1] FE v
. Q ™M} kerAkus | | | ; i | |
2! ! :
31 T I i
| | | } .
T T T i T
f | ; L
5 | | | 1 |
} | |
ol 1 r : T
: | i | i | ;
71 | ! 1 i
I i | i
g ! | E : |
- + - ]
9 ! i
! i | I
] T T
10 | : |
| ; i '
+ t
11 ! i | I |
1 1
12 | i
; ! .
13 | | |
? ‘} = =
14 | | | ‘
1 $ + 3
- -
15| |
16! i i
i H
17i | i { ] | i
| | | | H :
T T T ]
18 | I : ! ‘ !
] ]
19 % ! ‘L .
2 | E | I .
TOPLAM:] o T o | o [ 1 |
5 H EN IS0 6520-1 "¢ gére; 1SO 6520-1 ' e gore (devam): ~HI= Naklapan yetersiz niifuziyet (Inadequate Cross
: Boyuna catiak (Lengitudinal crack) 101-Boyuna Gatlak (Long.) 3041-Tungsten Kalintilan Pengtration 3 Hi-Lo i
: Enine gatlak (Transverse crack) 102-Enine Catlak (Transverse) (Tunsten Incl.) b Veters NE"S%?,; 1 g‘fﬁ’? lete Ifae;.r?ﬂaitégg)(lnadequate Cross
Ec: Krater gatlag (Crater crack) 104-Krater Catlagi (Crater) 401- Kaynama Noksanhds (Lack Penetration
Aa: Gozenek (Porosity) 202-Cekme Boslugu ( Shrinkage Cavity) of Fusion) IF: Erime Noksanhdi (Incomplete Fusion
Ad: Toplu gbzenek (Clustered Porosity) 304-Metallk kahntilar (Metalik Inclusion) flaga. Nufuziyetsiziik (Lack of  [UiCati (craigg e Uncomlete Fusion due to Cold Lap)
Ab: Gaz kanali (kurtguk) 2011-Gdzenek (Porosity) Penetration) ESI: Uzamis Ciruf Kalintisi (Elongated Slag Inclusion)
Ac: Sirali gbzenek { Linear Porosity) 2012-Homojen dagimis gézenek ( 501-Yanma Olugu (Undercut) 1S1: Izole Cruf Kalintisy lso¥ate35|ag Inclusion)
Ba: Ciruf (Slag) Distributed porosity) % 4 IU: Yanma Olugu, kokte (Intemal Undercut)
Bb: Uzamis ciiruf (Elongated slag) 2013-Toplu Gézenek (Cluster Porosity) [|o15 K8kte Konkavite EU: Yanma Olugu, kapakta (External undercut)
Da: Kékte konkavi | ! 2014-Sirali Gozenek (Linear Porosity) (Concavity) HB: Kékte Uzamis G6zenek (Hollow Bead)
ac onkavite (Internal Concavity) i Y1 Hlex: Ek Film (Extra Fim) IC: Kbkte konkavite (Internal Concavity
H: Metalik kalinti (Metalic Incluslon) 2015-Uzamig Goézenek (Elongated BT; Yanma Deligi, kokte {Burn Through
): Oksit kalintisi (Oxide Inclusion) Parosity) FF: Fllm Hatasi (Processing P: Izole Gozenek, Pomsi‘:ty) g
C: Yeterslz kaynama (Lack of fusion) 2016-Kurt Delifjl (Wormholes) defect) SP: Homojen Dag m(nﬁ Gozének (Scattered Porosity)
D: Yetersiz niifuzlyet (Lack of penetration) 2024-Krater Bosludu (Crater pipe) [CP: Toplu Gézenek (Clustered Porosity
Fc: Yanma olugu, kagak (Undercut, cover) 3£I11~Slrai: Curuf Kalintilar Linear 2;( FEakrkFI'llns_lﬁ(rEe,l((terIgt"ﬁpluruéu ( Accumulation of Imperfection)
Fr: Y , kék (Und t, t & ,
51;:(: lf?}:]mgmozléxfrl;a Fllm()ln t:rc{: c:m ) élclalg-]zole Ciiruf Kalintilar: (Izolated FF: Film Hatas (Processing defect)
- t
Rs:Te:c"mrac;:Is(lln('u {gl;iisngg} efect) 3014-Toplu Ciiruf Kalintilan (Clustered
Slag)

this inspection shall be clearly Identified In this report.
X Tarih

Tarih i

Date 11 |Date
Operatér | Eneéerlendiren | 7 ) ‘Onaylayan
Operator | |Evaluated by ./ Approved by
imza [ imza i 7 ¢ 6@/[’0‘”’: e imza
Signature l Signature ' Signature

Dok./Doc. No: DKR.R.04 Yayin Tanhy/Issue Date:10.02.2014 Rev. No /Rev. No: 00 Re . Tarihi /Date; --



D DEKRA

Test
TS EN ISOIIEC 17025
AB-0449-T
TEST RAPORU
(TEST REPORT)
Kalte Ko Mekanik Test Laboratuvar AB-449-T
Mo Mechanical Testing Laboratory
Blok No:§
Grum ANKARA TURKAK tarafindan akredite edilmistir. 1088
Accredited by TURKAK 08-19

Teklif Ref No (Quotation Ref No) : DRML2019.0176  Rapor No (Report No) : DKR/2019/1088
Miisteri Bilgileri (Customer Data)

LUMICRO ELEKTRIK AYDINLATMA PROJE

INS. TAH.MAK. SAN, TIC. LTD. $Ti. gtk RiglyCanet person):

Firma(Company) : . .
OMER GUCLU

Adres(dddress) : 1VEDIK OSB Ozanadolu Sitesi 1458. Sokak No:28 Yenimahalle-ANKARA

Test malzemesi : AL 5754-t=10mm Test Par¢as: Tamm )
(Test material) (Test Piece Designation) LMCR-06081 9-PQR~03(SALIH KAR.AKUS)

Test malzemesi Kabul tarihi: 15.08.2019
(Test Material Delivery Date)
UYGULANAN TESTLER (PERFORMED TEST PROCEDURES) :

TS EN ISO 4136:2013'e gore Gekme Testi (Tensile Test according to TS EN I1SO 4136)
TS EN ISC 5173:2011'e gore Egme Testi (Bending Test according to TS EN ISO 5173)

TS EN ISO 17639:2014'e gbre Makro Inceleme Testi (Macro Examination Test according to TS EN ISO 17639)

EN ISO 15614-2

{){) Kaynak Yontemi Degderlendirme kapsaminda yapilan testlerdir (Tests for Welding Procedure Evaluation)
() Kaynak Personeli Degerlendirme kapsaminda yapilan testlerdir (Tests for Welder Qualification Evaluation)
( ) Maizeme Degerlendirme kapsaminda yapilan testlerdir (Tests for Material Evaluation)

( ) Diger.... (Other....)

ACIKLAMALAR (EXPLANATIONS) :

Malzeme ve iiretim bilgileri icin miisteri beyam esas alinir. DEKRA deney sonuglar ile malzeme tanimlanmasi
arasmda olusabilecek tutarsizhktan sorumiu degildir.
Declaration of the customer for material and production information is taken on basis. DEKRA is not responsible for the
contradiction that may occur between the testing results and material identification,

Bu rapor sadece deneyi yapilan numune igin gecerlidir,

This report's valid for only sample which's tested.

Tiirk Akreditasyon Kurumu(TURKAK) deney raporlarmin tamnirhf konusunda Avrupa Akreditasyon Birligi(EA)
ile Cok Tarafli Anlasma ve Uluslararasi Laboratuvar Akreditasyon Birligi(ILAC) ile karsiikli tamma anlasmasi
imzalamustir,

Turkish Accreditation Agency (TURKAK) is a signatory to the European co-operation for Accreditation (EA) Multilateral
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TS EN ISO 4136:2013’¢ gére Enine Cekme Deneyi Raporu AB-0449-T

Transverse Tensile Test Report According to TS EN ISO 4136:2013) 1088

08-19

Rapor No (Report No) : DKR/2019/1088

Miisteri (Customer, : . . ; 3 .
’ ( ) LUMICRO ELEKTRIK AYDINLATMA PROJE INS.TAH.MAK. SAN. TIC. LTD. STI.

Test Parcasi Tanim : LMCR-060819-PQR-03(SALIH KARAKUS)

(Test Piece Designation)

Deney nedeni (Testing purpose) : TS ENISO 4136:2013'e gore Cekme Testi (Tensile Test
according to TS EN ISO 4136)

Mamul formu (Form of product) : Alm kaynakli plaka (Butt welded plate)

Ana malzeme (Base material) : AL 5754-t=10mm

Kaynak prosesi (Welding process) : 141 PA

Dolgu malzeme (Filler material) : AL 5356

Ortam sicakli (4mbient temp.) : 20°C

Tablo:TS EN ISO 4136:2013’e gire enine ¢cekme deneyi sonuclari
(Table: Transverse tensile test results in accordance with TS EN ISO 4136:20] 3)

Numune No | Kesit Alam Maksimum Celane % uzama | Kirillma yeri Notle; Sa.t.la!.(;“
yiik dayamimu kirilma goriiniisii
(Test sze)cimen (ijs ;S’e)c.tt‘on (Maxi?uzn load g::;: ; (%; - ([j.?ca;‘ion of e.gj'ztai‘:iie
o req ™ Rm) elongation) racture) Bl
mm N Nfmm?2
Malzeme | Siireksizlik Yok
T1 10.12x24.96 56676 2244 21.2
(Material) (No imperfections)
Malzeme | Siireksizlik Yok
T2 10.10x24.95 56765 2253 21.2
(Material) (Ne imperfections)
Tarih Operator Mek. Test ¥.4b. Miidiirii
(Date) (Performed by) (Mech. Testihg Lab. Manager)
21.08.2019 devz AVCI Semih ESEN
Z

tesi € Blok NO:5 Kat:2 OSTIM-ANKARA Tel: 0312 385 95 3
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Page 30f4
TS EN ISO 5173:2011°e gore Egme Deneyi Raporu AB-0449-T
(Bending Test Report According to TS EN ISO 5173:2011 ) 1088
08-19

Rapor No (Report No) : DKR/2019/1088

Miisteri (Customer, : ; . . . .
’ ( / LUMICRO ELEKTRIK AYDINLATMA PROJE INS.TAH.MAK. SAN. TIC. LTD. STI.

Test Parcast Tanum
(Test Piece Designation)

Deney nedeni (Testing purpose)

: LMCR-060819-PQR-03(SALIH KARAKUS)

: TS EN ISO 5173:2011'e gore Egme Testi (Bending Test
according to TS EN ISO 5173)

: Alin kaynakli plaka (Butt welded plate)

: AL 5754-t=10mm

Mamul tipi (Form of product)
Ana malzeme (Base material)

Kaynak prosesi (Welding process) : 141 PA
Dolgu malzeme (Filler material) : AL 5356
Ortam sicakliy (dmbient temp.) : 20°C

Tablo: TS EN ISO 5173:2011'e gore egme deneyi sonuglar:
(Table: Bend test resulls in accordance with TS EN ISO 5173:2011 )

Numune No | Deney tiirii Boyutlar Mandrel ¢cap1 Slesnetier Egme aqis1 Notlar; catlak;
arasl mesefe G g e
larilma goriiniisii
. : ; (Distance (Remarks
(Test specimen (Dimensions) (Former (Bend angle)
No) Dpefiesy) wxitxl diameter) heeen Derece e.8 fracture
rollers) apperance)
mm mm mm Degrees
Kep Egme Catlak Yok
B1 10x40x300 45.55 68. 1
5 (Face Bend) A 23 BA3 80 (No Crack)
Kep Egme Catlak Yok
FB2 10x40x300 45.55 8.55 180
(Face Bend) AR 6 (No Crack)
K&k Egme Catlak Yok
RB1 10x40x300 45.55 68.55 180
(Root Bend) o (No Crack)
Kok Egme Catlak Yok
RB2 10x40x300 45.55 68.55 1
(Root Bend) o % (No Crack)
Tarih Operator Mek. Test Lab] Miidiirii
(Date) (Performed by) (Mech. Testin, . Manager)
21.08.2019 devgn AVCI Semih| HSEN

kNOS Kat:2 OSTIM-ANKARA To l}V/ .

A4
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ISO 17639:2014’¢ gore Makro Inceleme Raporu AB-0449-T
(Macro Inspection Report According to ISO 17639:2014) 1088
08-19

Rapor No (Report No)
Miisteri (Customer)

Test Parc¢asi Tanumy
(Test Piece Designation)

Deney nedeni (Testing purpose)

Mamul tipi (Product type)
Ana malzeme (Base material)
Kaynak prosesi (Welding process)

Dolgu malzeme (Filler material)

Isil islem (heat treatment)

: DKR/2019/1088

: LUMICRO ELEKTRIK AYDINLATMA PROJE INS.TAHMAK. SAN. TiC. LTD. STi.

: LMCR-060819-PQR-03(SALIH KARAKUS)

: TS EN ISO 17639:2014' gére Makro Inceleme Testi (Macro
Examination Test according to TS EN ISO 17639)
: Alin kaynakl: plaka (Butt welded plate)

: AL 5754-t=10mm
: 141 PA

: AL 5356

Makro daglayici (Macroscopic etchant): POULTON

Makro

Biiyiitme faktérii (Magnification factor): 1:2,1

Location of the inspection
(inceleme bélgesi)

Tarih Operatior
(Date) | (Perfbfmed by)
21.08.2019 iF ALTINISIK

Mek. Test La iidiirii
(Mech. Testing JLal. Manager)
Semih




.Evl‘o CEBEE Document No : FR.061
SEVKOG UYGUNLUK SERTIFIKASI Pk Dots 0L hg.d0ts
ALUDMIINYUR 3 ) Revision Date : 15.03.2018
Paz. ve San. Tic. Ltd. $ti. (Certificate of Conformity) Revision No i1
Page No 11
Sertifika No
Tarih
(Certificate | 18651 23,08,18
Number) (Date)
Genel Bilgi (General Information)
Formu Lot No
(Form) LEVHA o) 70198252
Olgiileri Miktar (Kg)
(Dimensions) 10x1520x3020 (Quantity) 2020
Alagim Adet |
(Alloyy| 3734 (Pieces)
Temper Standartlar i
(Temper) Hi11 (Standards) EN 485-515-573
Kimyasal Analiz (Chemical Analysis)
DEGERLER
(VALUES) ELEMENTLER (%) (Flements)
STANDART
b Fe i Mn cr Ti Cu Mg | zn Each | Total | Al
(STANDARD)
Min. 2,6
Mas. 0,4 0,4 0,5 0.3 0,15 0,1 3,6 0,2 0,05 0,15 REM.
TEST SONUCLARI (%) (7est Results)
0,35 0,36 0,18 0,054 0,012 0,088 341 0,06
Mekanik Ozelliider (Mechanical Properties)
1 Mpa = 1 N/mm2 = 0.145 ksi =0.102 kaf/mm?2
STANDART
(TS EN Cekme Dayamimi (Mpa) Akma Dayanimi (Mpa) Uzama (%) Sertlik (HB)
755-2) (Tensile Strengtt) (Yield Strength) (Elongation) (Hardness)
(STANDARD)
Min. 190 80 18
Max. 240
TEST SONUCLARI (%) (7Test Resuits)
226 167 30,5
Ultrasonik Muayene (Ultrasonic Inspection)
Uyguland Uygulandi Ise, Standardi Uygulanmad
(Done) (If Done, Standarts) (Not Done)
Bu Uriinlere, %100 Ultrasonik Muayene Yapilmistir. (7hese products are 100% Ultrasonic Inspection)
Onay (Agproval)

Seykog Aliiminyum bu uygunluk sertifikas: lle, milsteriye teslim edilen ve yukarida 6zellikler! tanimianan
trdnderin; muster! siparis sartianm sadladigini, rapor {izerinde belirtilen teknik dederlerin do§ruludunu ve
uluslararas: standart sartlanna uygunlugiunu beyan ve taahhiit eder.

Seykog Aldminyum with this conformity certificate, the products delivered to the customer and defined above
features; customer order conditions, the accuracy of the technical values stated en the report and compliance

with international standard requirements, Kalite Kontrol Departmani
Bu Uygunluk Sertifikas;, TS EN 10204 standardinin 3.1 formatina uygun olarak haziriznmistr, (Quality Control Department)
This Conformity Of Certificate was prepared in format 3.1 in accordance with 75 EN 10204 standard.

Bu Altiminyum Alagimi, 2011/65/EU (RoHS L) ve 2000/53/EC Direktiflerine uygundur. Sahin ARSLAN

This Aluminium Alloys, complies with 2011/65/EU (RoHS II) ve 2000/53/EC ﬁmcmﬂs..

= 2 Z BB e

Seykog Aliiminyum Pazarlama Ve Sanayl Ticaret Ltd. Sti.
Akse Mahallesi Nazim Hikmet Caddesi 536. Sokak No:7 Cayirova KOCAELI TURKIYE
Tel: +90 262 743 88 88 Pbx Faks: +90 262 743 11 11 Web: seykoc.com.tr E-Mail: info@seykoc.com.tr




@magmaweld S

TEST RAPORU/ TEST CERTIFICATE
EN 10204 2.2'e gore hazirlanmigtir./ Prepared according to EN 10204 2.2

Sertifika No/ Certificate No Tarih/ Date irsaliye No/ Dispatch No
516498 07.08.2019
Miisteri/ Purchaser
ERKAN MAKINA
Uriin Adi/ Product Name Onaylar/ Approvals
TAL 5356
Standartlar/ Standards
AWS/ASME SFA - 5.10 ER5356, EN ISO 18273 S Al 5356 (AIMg5Cr({A)), TS 6204 EN ISO 18273 S Al 5356 (AIMg5Cr(A))
Uretim No Tel Gaps Miktar(Kg) Kaynak Tell/Kimyasal analizi(%) Kaynak Metalinin Mekanik Ozellikleri(DC+)
Lot No Diameter(mm)  Quantity(Kgs) Solid Wire/Chemical analysis(%) All-Weld-metal mechanical properties
276172-64046 3.20 7.5 Mn 0.125 SAS: u
Cr 0.125 Gekme Dayanimi Akma Dayammi
Tensile Strength(M/mm2) Yield Strength(M/mm2)
Cl':l 0.105 > 235 > 110
Ti Kopma Uzantisi Darbe Enerjisi( C)
Al Rest Elongation(%) Impact Energy(J)
bLg 475 > 17

Is bu deney raporunda yer alan mamulun ilgili “siparig sartlarma” ve "ilgili uluslar aras: standartlara" uygunlugunu beyan ederiz.
We hereby certify that the Bl;gdust described above "complies with the term of the order" and "comforms with the related
international standards."

Sertifikasyon Hizmetleri
Certification Services

MAGMAWELD ULUSLARARASI TICARET A.S.

Merkez: Bilim Sok. Sun Plaza 5/7 Maslak 34398 Istanbul, Tiirkiye T: +90 212 411 1400 F: +90 212 598 92 78 Yenikapi V.D. 6120071915 Mersis No: 0612007191500013
Satu: Bagjlar Mah. Yalcin Kores Cad. GPlus No: 44/1 Giinesli Bagclar, Istanbul, Tarkiye T: +90 212 411 14 33 | info@magmaweld.com
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