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KAYNAK PROSEDURU

WELDING PROCEDURE

1 AMAC

Bu proseduriun amaci Atlaslift tarafindan gerceklestiilen
metalik ergitme kaynak surecinin endustri, 1SO 3834-2 ve
DIN 18800-7 standartlari gerekliliklerini karsilayacak

sekilde planlanmasi, uygulanmasi ve surekliliginin

1 AIM

Aim of this procedure is to plan, implement and sustain the
fussion welding of metallic materials in such a way as to fulfilll
requirements of industry, 1ISO 3834-2 and DIN 18800-7
standards.

SaglanmasIair.
2 "KAPSAM

Prosedirtn kapsami Kaynak Niteliklendirme Dizisi formu ile

belirlenmigtir.

2 SCOPE
Scope of procedure is determined with 07/PR/07-F01
Welding Qualification Matrix.

2.1 OZEL KOSUL

Bu proseddr Uizerine kurulan ISO 3834-2 sistemi kapsamini
belirleyen yontem onaylari kapsami diginda bir teklif
alindiginda, siire ve ekonomik nedenlerden 6tirl Gretim
sistem disinda yapilmak zorunda kalinabilir. Bu durumlarda
Atlaslift mUsterisine kaynakli Gretimini ISO 3834-2
belgelendirme kapsami diginda yapacagini yazih olarak iletir,
Uruin teknik resimleri ve sartnamelerinde uygulanacak
kaynakli Gretimin belgelendirme kapsami diginda
tutulacagini belirtir. Bu durum rdn is emir dosyasi ve ilgili
tim belgelerde yazih olarak ifade edilir, Gretilen Grtnlerin seri
ya da diger izlenebilirlik numaralari kayit altina alinarak hangi

Urinleri kapsam digi tutuldugu bilinir.

2.1 SPECIAL CONDITION

Bu prosediir ve kaynak silireg yonetimi asagidaki standart
gereklilikleri karsilayacak sekilde tasarlanmistir.

- EN ISO 3834-2

- EN 1090-1

- DIN 2303

- MIL-STD-1261

- EN 15085 serisi standartlar

This procedure and welding process management system are
documented as to meet requirements of below Standards

- EN ISO 3834-2

- EN 1090-1

- DIN 2303

- MIL-STD-1261

- EN 15085 Series of standards

3 TANIM VE KISALTMALAR
Bu prosesediirde ISO 15607 standardinda belirtilen tanimlar

disinda asagidakiler uygulanir.

3 DESCRIPTIONS AND ABBREVIATIONS
For the purposes of this prosecedure the terms and
definitions given in ISO 15607 and below apply.

3.1 OzEL SUREG

Elde edilen ¢iktisinin bir sonraki izleme ve 6lgcme ile
dogrulanamadigi, kusurlarin driin kullanima girdikten yada
hizmet verildikten sonra gérinur oldugu surecler 6zel sire¢

olarak kabul edilir.

3.1 SPECIAL PROCESS

The processes , resulting output can not be verified by
subsequent monitoring and measurement as a consequence
deficiencies become appearent after the product in use or the

service can be called as special process.

3.2 KKD

Kisisel Koruyucu Donanim

3.2 PPE

Personel Protective Equipment
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NOT 1 : Kaynak, boyama, metal ve metal digi malzeme
eldesi, isil igslem, kaplama teknikleri, tahribatsiz muayeneler

Ozel sureglerden bazilaridir.

NOTE 1 : Processes such as welding, painting, ferrous or
non-ferrous metal making processes, heat treatment, coating
tecniques, nondestructive testing methods are special

processes.

4 ILGILI BELGELER

ISO 3834-5 sitandardi, bu pirosedir, bu pirosedirde
basvurulan sitandartlar ve sartnameler proseduiriin ayriimaz
bir parcasidir.Pirosedirin uygulanmasinda zorunlu ve

kilavuz belgeler Belgeler tablosu ile belirlenmistir.

4 REFERENCES AND RELATED DOCUMENTS

Yayin tarihi belirtilen dokiimanlar icin yalnizca atif yapilan
basim uygulanir. Tarihsiz bagvurularda ise dokiimanin

degisiklikleri de kapsayan son basimi uygulanir.

5 SORUMLULAR

5.1 KALITE GUVENCE SORUMLUSU

Kaynak surecinin ISO 3834 serisi sitandartlar ve ISO 9001
sitandardina uygun olarak planlanmasi ve belgelemesi ve
belgelendiriimesinden sorumludur.

5 RESPONSIBILITIES
5.1 QUALITY ASSURANCE MANAGER

5.2 KAYNAK MUHENDISI
Kaynak surecinin igletiimesi ve iyilestiriimesinden

sorumludur. Kaynak esgudim c¢alisani olarak gorev yapar.

5.2 WELDING ENGINEER

5.3 URETIM SORUMLUSU
Uretim kalite ve zaman gizelgeleme siireglerini kaynak

mihendisi/esgidim galisani ile birlikte ylritmek.

5.3 PRODUCTION MANAGER

5.4 SATIN ALMA SORUMLUSU
Ham, tliketim malzemeleri, isil islem ve bakim onarim
hizmetlerinin aliminda bu prosedur ve bagli belgelere gére

yurutmek.

5.4 PURCHASING MANAGER

6 STANDART KAYNAK SARTNAMESI (URUN
SITANDARDI)

Musteri siparis ve s6zlesme dokiimanlarinda karsiti
belirtiimedigi stiirece BO00152 Standart Kaynak Sartnamesi

ile belirlenen kalite gereklilikleri uygulanir.

6 STANDARD WELDING SPECIFICATION (PRODUCT
STANDARD)

Unless otherwise specified with customer purchase order
documents or contract, quality requirements determined by
the B0O00152 Standard Welding Specification are applied.

7 KAYNAK HAZIRLIGI VE BAGLANTI TASARIMI
Kaynak agiz tasarimi ISO 9692-1 ve ISO 9692-2
standartlarini esas alan HLF-0006 standardi esas alinarak
yapilir. Tasarim uygulama 6ncesinde Kaynak Mihendisi

tarafindan gozden gegirilir ve Uzerinde anlagilan degisiklikler

yapilir.

7 WELD PREPERATION AND JOINT DESIGN

Welding joint preparation is carried out according to HLF-0006
covering requirements of ISO ISO 9692-1 and ISO 9692-2.
Weld joint design is checked by Welding Engineer and

changes mutually agreed is applied.
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Uriin tasarimi misteriye ait pargalarin kaynak agiz
tasarimlarinin sure¢ ve Urin iglevi bakimindan uygun olup
olmadigi gézden gegirme silirecinde belirlendiginde musteri
onayi alinarak degisiklige gidilir. Degisiklik istemi ve onaya

ait kayitlar saklanir.

When conformance of weld joint design are checked based on
welding process and product function for parts designed by
customer in review process, changing proposals are only be
applied on customer’s written approval. All record related to

proposal and acceptance are kept.

8 GEREKLILIKLERIN GOZDEN GEGIRILMESI

8.1 GOZDE GEGIRME

Musteri gereklilikleri, BO00152 Standart Kaynak Sartnamesi,
ISO 3834-2 standardinin 5.2 béliumunde yer alan konular
temelinde B0O00149 Kaynak G6zden Gegirme ve Teknik

inceleme Cek Listesi yapilir ve kayit altina alinir.

8 REVIEW OF REQUIREMENTS

8.1 REVIEW

Customer requirements and B000152 Standard Welding
Specification is reviewed with B000149 Welding Review of
Requirements and Technical Review Checklist based on
aspects given on 5.3 of 1SO 3834-2.

- Kaynak agiz tasariminin drln, iglevi, amaglanan
kullanimi ve basarimina olan etkisi

- ligili kaynak yéntemine/siirecine, ekipmanlara uygunlugu

- Kaynakli Uretimin dnceki ya da sonraki sureglere ve urin
kalitesine olan etkisi, Urun kalite planlamanin varligi ve
yeterliligi

- Malzemelerin kaynak edilebilirlikleri, 1sil islem durumlari
kalinhk, boyut vb dzellikler

- ligili kaynaklar kapsayan kaynak onaylarinin varlig,
yeterliligi

- Kaynakgi/operatorlerin yeterliligi ve belgelendiriimesi

- Makine ve ekipmanlarin varhg: yeterliligi

- Kaynak tiketim malzemelerinin bulunabilirligi

- Muayene ve test yeterliligi

- Uglincii taraf gdzetim kosullari

- Effects of weld Groove design on products’ basic
function, intended use and performance

- Conformance to welding process and equipments

- Effects on previous or next processes and product
quality.Process quality planning.

- Heat treatment conditions, weldability, thickness, and
dimensional feature of materials

- Presence and adequacy of welding procedure approval
reports

- Adequacy of welder/operators and certification

- Presence and adequacy of machinery and equipments

- Availability of welding consumables

- Test and inspection capabilities

- Conditions relating to third party assesment

NOT :

Asagidaki dokiiman kilavuz olarak kullanilabilir.

WTIA Self Assesment of Quality Requirements-Checklist and
Action Plan to ISO 3834-2005 Part 2:Quality Requirements

for fusion welding of metallic materials

NOT :

Following documents can be used as guidance.

WTIA Self Assesment of Quality Requirements-Checklist and
Action Plan to ISO 3834-2005 Part 2:Quality Requirements for

fusion welding of metallic materials

8.2 TEKNIK INCELEME

1ISO 3834-2 standardi 5.3 maddesinde belirtilen gereklilikler ve
varsa musteri 6zel gerekliliklerini iceren teknik inceleme
B000149 Kaynak Gézden Gegirme ve Teknik inceleme Cek
Listesi ile yapilir ve kayit altina alinir. inceleme sirasinda
belirlenen yetersizliklerin giderilmesi igin gerekli dizeltici

faaliyetler planlanir ve uygulanir.

8.2 TECNICAL EXAMINATION

Technical review covering point 5.3 of ISO 3834-2 and If
applicable customer specific requirements are carried out with
B000149 Welding Review of Requirements and Technical
Review Checklist and recorded. Corrective actions are
aplanned and applied for nonconformities detected during

review process.
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9 PLANLAMA

Uretim kalite planlama calismalari B000121 Uretim Kalite

Planlama Proseduri’ne gére gergeklestirilir. Kaynak

surecinin kalite planlamasi ana hatlari ile asagidaki islem

sirasina gore yapilir.

- GOzden gegirme ve teknik inceleme (ISO 3834-2)

- Kalite planlama (B000121)

- Yontem test gerekliligi ve personelinin yeterliliginin

belirlenmesi

- Kaynak stire¢ gegerleme igin uygulanacak yéntemin

belirlenmesi (ISO 15607)

- pWPS hazirlanmasi (ISO 15609)

- Yoéntem testleri ve raporlama (ISO15610....1SO 15614)

- WPS yazimi (ISO 15609)

- B000151 Kaynak Kalite Plani formu ile slreg kalite
planlamasi

- Is parcasi, dokiimanlarin kontrolli ve hazirlik

- Uygulama, Uretim sirasinda denetim

- Uretim sonrasi denetim (Kalite kontrol)

- lyilestirme

9 PLANNING
Production quality planning activities are carried out in
accordance with B000121 Production Quality Planning
Procedure.Quality planning of welding is performed as
following operation order.

- Review and technical examination (ISO 3834-2)

- Quality planning (B000121)

- Need for procedure qualificaiton and qualification of

welders

- Determining method for procedure qualificaiton (ISO

15607)

- Preparing pWPS

- Procedure qualification tests and reporting (ISO 15610...

ISO 15614)

- Process quality planning with BO00151 Welding Quality

Planning Form.

- Check workpieces, documents and preparations

- Application, control during welding

- Quality control

- Improvement

10 YONTEM TESTLERI

Kaynakli baglantilarin ydontem test gerekliligi Griine bagh
sartlarin belirlenmesi ya da gézden gegirilmesi stirecinde
g6zden gegirilir. Gereksinim duyulmasi durumunda ISO
15607 standardinda belirtilen yontemlerden biri segilir ve

uygulanir.

10 PROCEDURE QUALIFICATION

Needs for procedure qualification tests for welded joints are
checked through determination or review of requirements
related to product. Where required, one of applicable methods
given in ISO 15607 for procedure qualificaiton is selected and
applied.

10.1 ON KAYNAK PROSEDUR SARTNAMESI
On kaynak prosediir sartnamesi (pWPS) ISO 15609-2

standardina gére hazirlanir.

10.1 PRE-WELDING SPECIFICATION PROCEDURE
Pre-welding procedure specificaiton (pWPS) is prepared in
accordance with ISO 15609-2.

10.2 TEST PARGASI KAYNAGI
Kaynak 6n WPS dokimanina gore yapilir ve tim ayrintilar

kayit altina alinir.

10.2 TEST SPECIMEN WELDING
Welding is done in accordance with pWPS by certified welder

and all details are recorded.

10.3 TESTLER VE DOKUMANTASYON

ilgili ydntem test standardinda belirtilen testler olanakli
oldug@u surece akredite bir laboratuvara yaptirilir ve sonuclar
ISO 15614-1 ‘de belirtilen bicimde B000148 Kaynak Y®&ntem
Test Rapor formu (WPAR) ile yayinlanir.

10.3 TESTS AND DOCUMENTATION

Test and inspections stated in applicable standard for
qualificaiton are performed by accrediated laboratory as
possible and results are reported with B000148 Welding
Procedure Approval Report (WPAR) issued as per ISO
15614-1.

Kaynak ydntem test raporu kaynak muhendisi tarafindan
diizenlenir ve onaylanir. Ugiincii tarafin diizenledigi raporlar
kaynak mihendisi tarafindan gézden gegirilir ve uygulamaya

alinir.

Kaynak yontem test raporu (WPAR) is prepared and approved
by welding engineer. Welding engineer also review and
approve Welding Procedure Approval Report’'s (WPAR’s )
prepared by third party before application.
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10.4 YONTEM TESTLERININ YINELENMESI

Yéntem testleri amaclanan kalitenin sirekli olarak
saglandigini géstermek igin belirli araliklarla yinelenmelidir.
Yapilan calismalar asgari diizeyde onaylanmis WPAR ve
kaynakg! belgelerinin surekliliginin saglandigini géstermelidir.
Yontem testleri listesinde belirlenen araliklarla yenilenir.
Yoéntem testlerinin kapsami siirecin dogasina bagh olarak

kaynak mihendisi tarafindan belirlenir.

10.4 REPEATING OF PROCEDURE QUALIFICATIONS
Qualification tests are repeated in the periods determined with
WPAR list covering all details releted to qualificaiton. Activities
taken shall at least prove that WPAR’s and welder’s
capabilities keep on.

WPAR'’s are repeated in the periods given in WPAR list.
Scope of tests are determined by welding engineer depending

on natlire of process.

10.5 UGUNCU TARAF GOZETIMI

Sozlesme geregdi yontem testlerinin Gglnci taraf gdzetiminde
yapilmasi ve raporlanmasi gerektiginde hizmet alimi icin
B000211 Muayene, Test, Kalibrasyon ve Belgelendirme
Satinalma sartnamesi kilavuz alinarak gergeklestirilir.

10.5 THIRD PARTY SURVEILANCE

When procedure qualification tests are required in surveilance
of third party by the contract, BO00211 Purchasing
Specification for Inspection, testin, Calibration and
Ceritificaiton is used as a guide.

11 SUREC YONETIMI
Musteri gerekliliklerini karsilayan kaynagin eldesini etkileyen
degiskenler, bunlarin nasil yonetilecegi agsagida maddeler

halinde verilmistir.

11 PROCESS MANAGEMENT
Process parameters which effect achievement of welding
quality which meet customer requirements and management

of parameters are given below.

Musteri ve Uriin gerekleri géz 6niinde bulundurularak uzun
sureli ya da surekli olarak ayni WPS kapsaminda yapilan

kaynaklar icin istatistiksel stire¢ denetimi calismasi yapilir.

Statistical process control can be applied depending on
product and customer requirements for the processes
impplemented with the same machine and under the same
WPS.

11.1 KAYNAK CALISANLARI

11.1.1 KAYNAKGCILAR VE OPERATORLER
Kaynakgilarin nitelikleri, gérev yetki ve sorumluklari
05/0OEK/30 dokumani ile belirlenmistir. Kaynakgilar ve
yeterlilikleri BO00145 Kaynakg! Niteliklendirme Dizisi ile
belirlenmistir. Kaynakgilarin yeterliliklerinin belirlenmesi ve
izlenmesi BO00153 Kaynakg! Yeterlilik Talimati ile

belirlenmigtir.

11.1 WELDING PERSONNEL

11.1.1 WELDERS AND OPERATERS

Qualification, duty and responsibility of welders are specified
with document 05/0OEK/30 Welders. Welders and their
qualification is summarized with BO00145 Welder
Qualificaiton Matrix. Qualification of welders and montoring is
given in B0O00153 Welder Qualificaiton Instruction

11.1.2 ESGUDUM PERSONELI
ISO 14731 standardina goére belirlenen Kaynak Esgudim
Sorumlusu yeterlilik, gérev ve sorumluluklari 05/0EK/31

dokiimani ile belirlenmistir.

11.1.2 WELDING COORDINATION PERSONNEL
Qualification, duty and responsibility of Welding Coordination
Responsible issued as per ISO 14731 are specified with
document 05/0OEK/30.

11.1.3 TAHRIBATSIZ MUAYENECI
Tahribatsiz muayeneci nitelik, gérev, yetki ve sorumluluklari
05/0OEK/32 Tahribatsiz Muayeneci dokiimani ile

belirlenmigtir.

11.1.3 NON-DESTRUCTIVE TESTING INSPECTOR
Qualification, task and responsibilities of Non-Destructive Test
inspectors are specified with the documents 05/0EK/32 NDT
Inspector.

11.1.4 KAYNAK MUHENDISI
Kaynak Mihendisi gorev yetki ve sorumluluklari 05/0EK/33

Kaynak Miihendisi dokiimani ile belirlenmistir.

11.1.4 WELDING ENGINEER
Qualification, task and responsibilities of Welding Engineer is
specified with 05/0EK/32 Welding Engineer.
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11.1.5 TESVIYECILER
Tesviyeci nitelik, gore, yetki ve sorumluluklari 05/0EK/01-35
Tesviyeciler belgesi ile belirlenmisgtir.

11.1.5 FITTERS
Qualification, task and responsibilities of Fitters is specified
with 05/0EK/35 Fitters

11.2 UYUM EGITIMLERI
Kaynakgilar ise bagladiklarinda asagidaki temel konulari

kapsayan bir egitime tabi tutulurlar.

11.2 TRAINING FOR ORIENTATION
Welders are trained on followings subjects when they start

work.

=  Kaynak temel bilgiler

= Makine, ekipmanlar ve kullanimi

= Isci ve sagligi ve giivenligi, KKD ve kullanimlari
= Kaynak kalite yonetim sistemi

=  WPS okuma

= Kaynak surecinin Urettigi kirlilikler

=  Welding basics

=  Machines, equipments and use

=  Occupational healt andsafety and PPE and use
=  Welding quality management system

= Reading WPS

=  Wastes of welding process

11.3 ORTAM SARTLARI
Amaglanan kalitede kaynagin Uretimi icin agagidaki kosullar

yonetilir.

11.3 WORKING CONDITIONS
Following conditions are managed to achieve intended level of

welding quality.

11.3.1 SICAKLIK

Kaynak yapilan ortam sicakhigi / is pargasi sicakligi 20 °C
‘nin Ustlinde olmalidir. Ortam sicakhgi +5 °C’nin altina
distigunde ise BO00154 Isitma Talimati ile belirlenen isitma
islemleri gerceklestirilir.

11.3.1 TEMPERATURE

Temperature of welding shop and workpiece to be welded
shall be more than 20 °C . When temperature is under +5 °C.
Heating as per B000154 Heating Instruction are to be carried

out.

11.3.2 NEM
Kaynak yapilan ortamlari bagil nemlilik degeri %50 olmalidir.

11.3.3 HUMIDITY
Relative humidity of welding shops shall be <50 % .

11.3.4 HAVALANDIRMA
Kaynak yapilan alanlarda kaynak koruyucu gazinin ve ark
havuzunu etkilenmesine neden olacak tim hava hareketleri

6nlenmig olmalidir.

11.3.4 AIR CONDITIONING
All kind of air flow which will effect welding gas and weld melt
shall be prevented through the welding shops and other

welding areas.

isci saghgi giivenligi amaciyla kullanilan hava emis
sisteminin kaynak sirasinda koruyucu gazi emmeyecek

sekilde konumlandiriimalidir.

Weld smoke suction system hoses for occupational healt and
safety is located during process not so as to suck weld
shielding gas.

11.4 ANA MALZEMELER
Kaynak edilecek malzemeler B000108 Uriin Tanim ve
izlenebilirlik Prosediiriine gére tanimlanir ve BO00118

Depolama Talimatinda belirtildigi gibi korunur.

11.4 PARENT MATERIALS
Parent materials are identified as per B000108 Product
Identification and Traceability Procedure and kept in stock as

per B0O00118 Storage Instruction.

Kaynak edilecek malzemeleri se¢iminde Kaynakli Bilesenler

icin Malzeme Secim Kilavuzu kullanilabilir.

Guide for Selection of Material for component to be welded is

used.

11.5 EKIPMANLAR

Ekipmanlarin satin almadan atik durumuna getirmeye kadar
omir ¢cevrim sirecinin nasil yonetilecegi ISO 17662
sitandardini kilavuz alan BO0O0036 Bakim Onarim Proseduri

ile belirlenmistir.

11.5 EQUIPMENTS

Managment of life cycle process from purchasing to taking
waste for equipments are determined with BO0O0036
Maintanance and Repair Procedure issued under guidance of
ISO 17662.
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Uzun sureli ya da surekli olarak aynit WPS kapsaminda
kaynak yapilan makineler icin istatistiksel stre¢ denetimi
galismasi kapsaminda makine yeterlilik ¢gozimlemesi
yapilabilir.

Machines using for long time or always the same process
under scope of the same WPS can be subjected to machinery

capability analysis as a part of statiscal process control.

11.6 TAKIM, APARAT VE FIKSTURLER
Belirli Grlinler ya da Urtin gruplarinin kaynag: i¢in aparatlar
B000225 Takim Aparat Hazirlama Talimatina gére hazirlanir,

dogrulanir ve tanimlanarak kullanima alinir.

11.6 TOOLS, APPARATOUS AND FIXTURES

Apparatus or fixtures for a type or group of products are
designed, produced, confirmed and placed in production after
identified.

11.6.2 OLGME VE DENETLEME CIHAZLARI

Makine ve ekipmanlar Uzerinde butlinlesik yada bagimsiz
olarak kullanilan bir stre¢ degiskenini denetleyen, 6lgen ve
gOsteren cihaz ve ekipmanlar (Gerilim, akim, tel besleme
hizi) ise 6lglim islevleri nedeni ile Olgiim Cihazlari listesine
kayit edilir. Liste cihaza ait anma bilgileri ve dogrulama yada
kalibrasyon icin kabul dl¢ttlerini icerir. Kayitlarda tanimlama
icin bagli bulundugu makine envanter numarasi kullanilir.
Cihazlar listede belirlenen zaman araliklarin da BO00094
Kalibrasyon Prosediiriine gore dogrulanir ya da B000211
Kalibrasyon,Muayene, Test Hizmet Satin Aima
Sartnamesinde belirtilen yeterlilikteki akredite laboratuarlara

kalibre edilir.

11.6.2 MEASUREMENT AND CONTROL DEVICES
Equipment and devices integrated into machines which
control, measure or indicate a process parameter (Voltage,
current, wire feding speed etc) are recorded to Measurement
Instrument List due to their measurement function. The list
includes basic information and acceptance criteria for
verificaiton and calibration. Machine inventory numbers are
used for identificaiton of equipments in the list. Devices and
equipments are verified as per BO00094 Calibration
Procedure or making calibrated to accrediated laboratories in
complince with B0O00211 Calibration, Inspection and Testing
Service Purchasing Specificaiton in the periods given on the

list.

11.7 TUKETIM MALZEMELERI
Tlketim malzemelerinin depolanmasi ve korunmasi
B000163 Kaynak Tuketim Malzemeleri Saklama Talimatina

gobre yapllir.

11.7 CONSUMABLES
Control and storing of consumables are implemented in
accoradance with BO00163 Welding Consumables Storage

Instrcution.

11.7.1 DOLGU METALI
Gemi siniflandirma kuruluglan gibi (Loydlar) akredite olmus
Uglincl taraf muayene kuruluglari tarafindan onaylanmig

kaynak tel, elektrolari kullanilir.

11.7.1 FILLING METAL
Welding wires and electrodes approved third party
accrediated inspection institutes such as ship classification

body’s (Lloyd’s) are used.

Kaynak telleri ve elektrotlari EN 10204, 2.2 belgeli olarak
saglanir ve diger muayene raporlari ile birlikte Kalite

Guvence birimi tarafindan saklanir.

Wires and electrodes are supplied with EN 10204 2.2
certificate and kept with inspection records by quality

assurance department.

Sozlesme ya da siparis dokiimanlarinda belirtildiginde tel ve

elektrotlar icin parti testleri yapilir ve sonuclar saklanir.

When contract or purchase order documents required, batch

testing for wires and electrodes are carried out and recorded.

11.8 KIiSISEL KORUYUCU DONANIMLAR

Hazirlik, kaynak ve sonrasi islemlerde kullanilacak kigisel
koruyucu ekipmanlar, 6zellikleri ve kullanimlari ile ilgili
detaylar BO00079 Kaynak Isgi Saghig ve Giivenligi

Talimatinda belirtilmistir.

11.8 PERSONAL PROTECTIVE EQUPMENTS

Personal protective equipment, its properties and details
related to use for preparation, welding and post welding
processes are specified with BOO0079 Welding Occupational
Health And Safety Instruction.




ATLASLIFT

Belge No
Document Nr

Yayin Tarihi
Date of Issue

Rev.No/Rev. Tarihi
Rev.No/Rev.Date

Sayfa
Page

20400141 15.09.2020

00 9/12

KAYNAK PROSEDURU

WELDING PROCEDURE

11.9 SUREC DEGISKENLERI

Kaynak surecinde asagidaki degiskenler yonetilir. Her bir
kaynak igin degiskenler ve araliklari WPS’ler ya da kaynak
talimatlari ile belirlenir.

11.9 PROCESS PARAMETERS
Following parameters are managed through welding process.
Parameters and its intervals are specified with WPS’s and

Welding Instructions.

11.9.1 YONTEM
Uygulanacak kaynak yéntemi tasarim strecinde HLFO06
Kaynak Agiz Hazirlik Standardi esas alinarak belirlenir.

11.9.1 PROCESS
Type of process is determined during design process

considering HLFO06 Welding Joint Preperation Standard.

11.9.2 BAGLANTI TURU
Tasarim sirasinda yapisal gereksinimlere gore tasarimci

tarafindan belirlenir.

11.9.2 TYPE OF JOINT
Type of joint is determined by designer considering

constructive needs.

11.9.3 AKIM, GERILIM Uygulanacak akim, gerilim ve tel
surme hizi asagidaki degiskenler g6z 6niinde bulundurularak
belirlenir.

- Yoéntem

- Baglanti turd

- Malzeme kalinhgi

- Arktipi

- Pozisyon

- Dikis formu

11.9.3 CURRENT, VOLTAGE
Current, voltage and wire feding speed are determined
considering follwing parameters.

- Process

- Type of joint

- Thickness of parent material

- Type of arc

- Welding position

- Weld form

11.9.4 TEL SURME VE KAYNAK HizI
ilgili WPS’lere gére belirlenir.

11.9.4 WIRE FEEDING AND TRACEL SPEED
In accordance with approved WPS.

11.9.5 KORUYUCU GAZ YA DA TOZ

Koruyucu gaz ve tozlarin se¢imi ve kullanimi BO00155
talimatina gore yapilir. Koruyucu gazlar tiip ve dolum
numarasina basvuran dolum kalite denetim raporlari ile
birlikte saglanir. Her iki bilgi kaynak sirecinde Kaynak Plani

ve Sure¢ Denetim Formuna kayit edilir.

11.9.5 SHIELDING GAS OR FLUX

Selection and use of shielding gas and flux are carried out in
accordance with BO0O0155. Shielding gas are procured with a
filling quality control report referencing to filling and tube
number.Both information is recorded to Welding Pland and

Process Control Report.

Tozlarin kullaniimadan énce kurutulmasi gerektiginde islem
B000929 Tozalti Kumu ve Elektrod Kurutma Talimatina gore
gerceklestirilir.

Kaynak Tiketim Malzemeleri Depolanmasi ve Kontrolu
Talimatina gore yapilir ve kayit altina alinir. Toz Uretici
tarafindan belirtilen yineleme sayisindan fazla yeniden
kullanilamaz. Siire¢ BO00568 Kurutma Firini Kayit Defteri ile

izlenir.

11.9.6 KONUM
Kaynak ydntem test ve personel belge kapsamlari g6z
6nlinde bulundurularak uygun konum belirlenir ve bu

konumda kaynak yapllir.

11.9.6 POSITION

Welding position is determined by considering approval range
of qualificaiton test report and welder certificate and applied in
the direction of position.
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11.11 TESVIYE VE TEMIZLIK

Tum parga kaynak agizlari talagh tretim yéntemleri ile
hazirlanir, kontrol edilir. Kaynak agiz detaylari ve dlgtler
teknik resimlerde gdsterilir.

11.11 DEBURRING/SMOTHING AND CLEANING
All weld grooves are manufactured with machining and
controlled. Details for weld grooves and dimesnions are

shown on drawings.

Uygulama éncesinde kaynak edilecek is pargalari yag, kir,
pas ve gapaktan arindiriimis olmalidir.
Diger ayrintilar BOOO571 Tesviye Talimat’’na gore uygulanir.

Qil, dust, rustings and chips on work pieces shall be removed
and cleaned before application.
Other details relating to the process are implemented in

accordance with BO00571 Deburring and Smothing Instruction

11.11 ON ISITMA PASOLAR ARASI SICAKLIK
On i1sitma ve pasolar arasi sicaklik kontrolii EN 1ISO 13916

standardini esas alan BO00154 Talimati ile yapilr.

11.11 HEATING AND INTERPASS TEMPERATURE
Pre-heating and interpass temperature control are carried out
as per instruction BO00154 based on ISO 13916.

11.12 SON ISITMA

Son isitma

11.12 POST TREATMENT

11.13 ISIL iISLEM

Uygulanabilir oldugunda kaynak sonrasi isil igslem siireci ISO
TR 14745 sitandardi esas alarak olusturuimus BO00969
Kaynak Sonrasi Isil islem Pirosediiriine gére planlanir ve
uygulanir. Siirecin dis kaynaklandiriimasi B000212 Isil islem

Hizmet Satin Alma sartnamesine gore yapilir.

11.13 HEAT TREATMENT

Where applicable, post weld heat treatment process
documented based on ISO TR 14745 is planned and
implemented as per BO00969 Post weld HeaTreatment
Procedure. Process is outsourced in accordance with

B000212 Heat Treatment Process Purchase Specification.

11.14 MUAYENE VE TEST

Hangi muayene ve test yontemlerinin tretimin hangi
asamasinda yapilacagi, testin uygulama, kabul ve
muayenecinin yeterlik dizeyi ile ilgili sitandard teknik

resimlerde ya da Uretim kalite denetim belgeleri ile belirlenir.

11.14 INSPECTION AND TESTING

Which type of inspection method to be used in which level of
process plans, test, acceptance criteria and qualification of
inspectors are determined on drawings or quality control

plans.

11141 KAYNAK ONCESI
Kaynak dncesinde is parcasi ve kaynak adzi boyutsal ve

g6zle muayeneye tabi tutulur ve kayit altina alinir.

11.14.1 INSPECTION BEFORE PROCESS
Parts and weld groove are subjected to visual inspection and

dimensional control before process.

Kaynak onarimlarinda, punta kaynaginin temizlenmesi
sonrasinda ve ilgili WPS gerektirdiginde kaynak agzina
manyetik pargacik testi uygulanir. Kabul diizeyi kaynaginki

ile aynidir.

Magnetic particle test are applied on weld grooves for
repairing of failed weld seam, after removing tack welds or
applicable WPS is required. Acceptance level fort he

inspection is the same with the weld.

11.14.2 KAYNAK SIRASINDA
Kaynak sirasinda gézle muayene ve sicaklik kontrolleri
B000283 Kaynak Gozle Muayene Talimati’'na gére yapilir.

11.14.2 DURING PROCESS
Visul inspection and temperature measurement during
process is carried out in accordance with B0O00283 Instruction

for Welding Visual Inspection.

11.14.3 KAYNAK SONRASI

Kaynak dncesi, sirasi ve sonrasinda uygulanacak tahribatsiz
muayeneler BO00142 Tahribatsiz Muayene Proseduriine
gore Atlaslift tarafindan ya da bu belgede bagvurulan
B000211 Kalibrasyon Muayene Test ve Belgelendirme

Hizmet Satin Alma Sartnamesine gére gergeklestirilir.

11.14.3

Before, during and after process, all nondestructive tests are

INSPECTION AND TEST AFTER WELDING

carried out as per B000142 Nondestructive Testing Procedure
or B0O00211 Purchasing Specification for Calibration,

Inspection and Testing referenced in the procedure.
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11.14.4 SICAKLIK OLCUMLERI

Kaynak sureclerinde 6n, sure¢ (Pasolar arasi), son isitma
islemleri sirasinda ve bronz kaynaginda sicaklik élgctimleri
B000309 Sicaklik Olgiim Talimatr’ na gére yapilir.

11.14.4 TEMPERATURE MEASUREMENTS
Temperature measurement in pre-heating, interpass
temperature, post heating and brazing of welding processes
are carried out in accordance wtih BOO0309 Temperature

Measurement Instruction.

12 TANIMLAMA VE IZLENEBILIRLIK

Yoéntem testleri, personel belgelendirme ¢alismalari da dahil
olmak Uizere tiim siireglerde izlenebilirlik B000108 Uriin
Tanimlama ve izlenebilirlik Prosediirii ve alt dokiimanlarina
gore olusturulmali ve sirdariimelidir. BO00146 Kaynak
Siire¢ Denetim Raporu Urln/siparis, siirec ve personel
arasindaki izlenebilirlik iligkisini saglayacak ve sirdirecek

bicimde tasarlanmigtir.

12 IDENTIFICATION AND TRACEABILITY

Traceability shall be constituted and maintaned according to
B000108 Identificaiton and Traability Procedure and its sub
documents through all operations including procedure
qualificaiton tests and welder certificaiton processes .
B000146 Welding Process Control Report is designed to allow
a traceability between product/order and product/processes.

Gereklik ya da olanakli oldugunda kaynakgilar kaynatilan
pargalarin kaynagin her bir yanina olacak bigimde tanitim

tanitim numaralarini vururlar.

Welders are required to mark welded parts with his ID number

where it is a requirement or applicable.

12.1 TELIN iZLENMESI

- Giris kalite denetiminde her bir pakete GKK numarasi bir
etiket ile aktarilir.

- Kaynakge! teli makineye taktiginda makine tzerinde bir
etikete GKK ve tel yigin numara aktarir.

- Her kaynakgi makineyle kaynak yaptiginda GKK ve tel
numaralarini BO00146 numarali forma aktararak, trin,

makine, kaynakgi, WPS ile tel arasindaki iligkiyi saglar.

12.1 TRACING WIRE
- Each wire case are identified with GKK/IMI card
bearing GKK number .
- When welder put a new coil into welding machine,
write GKK and lot number of the coil on a label.
- Welders transfer GKK and lot number from the label
on the machineru to BO00146 form and connect wire

to product, machinery, welder and WPS info.

13 UYGUNSUZLUK VE DUZELTICi FAALIYETLER
Sireg sirasinda ve sonrasinda Uriinde belirlenen
uygunsuzluklar B000256 Uygun Olmayan Uriiniin Kontrolii

Proseduri’ne gére yurttalir.

13 NONCONFORMITY AND CORRECTIVE ACTIONS
Nonconformities detected during and after process are
implemented in accordance with B0O00256 Control of

Nonconforming Prooduct.

Kaynakta belirlenen bir uygunsuzlugun giderilmesi icin
kaynagin tamiri gerektiginde B000944 Kaynak Onarim

Talimati'na gore yapilir.

When repair is required for removal of a nonconformity in a
weld,repair is done according to B0O00944 Instruction for

Repair of Welding

14 iC DENETIM
Kaynak kalite giivence sistemi B000248 i¢ Denetim
Prosediri’ne gore prosediirde belirlenen araliklarla

denetlenir.

14 INTERNAL AUDITS
Welding quality assurance system is audited as per B000248
Internal Audit Procedure with the intervals defined in the

procedure.

ic denetim ekibine olanakli oldugu siirece kurulus disindan

bir kaynak muhendisinin katilimi saglanir.

Where appropriate a welding engineer from out of company is

inclueded to audit team.
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15 SURECIN DISKAYNAKLANDIRILMASI

Kaynak sureci Atlaslift teknik ve bilgi yeterliligi disinda bir
yontem disindan dis kaynakh hale getiriimez. Yeterliligi
disinda dis kaynakli hale getirildiinde ya da kaynakl
birlestirmenin uygulandigi bir bilesen tedarik¢i tarafindan
Uretildiginde B000247-Tedarik¢i EI Kitabi ve B000152

Standart Kaynak Sartnamesi uygulanir.

15 OUTSOURCING OF PROCESS

07/TEK/O1 Supplier Manual or 07/0PR/08-S01 Standard
Welding Specificaiton is applied, when welding process is
outsourced or a component with weld joint produced by a

supplier,

Surecin dis kaynakli hale getirilmesi durumunda tedarikgi
yeterliligi, sartlarin gézden geciriimesi kapsaminda incelenir

ve raporlanir.

When process is outsourced, supplier's capability in terms
of meeting Atlaslift's requirements shall be checked during

review and technical examination.

Uygulama 6ncesinde tedarikgi Atlaslift kalite gerekliliklerini
karsilama yetenegini yazili olarak gésterir ve garanti eder.

Supplier Show its capability of meeting requirements

of Atlaslift and gives warranty in written.

16 ISCIi SAGLIGI VE GUVENLIGI
Kaynak surecinin igletiimesi sirasinda is¢i saghgi ve guvenligi
ile ilgili ilke ve kurallar B000079 Kaynak isgi Saghg: ve

Guvenligi Talimati ile belirlenmistir.

16 OCCUPATIONAL HEALTH AND SAFETY

Principles and rules relating to occupational health and safety
in implementing of welding process is determined with
B000079 Welding Occupational Health and Safety Instruction.

ANSI AWS 749.1 Safety in Welding, Cutting and allied
Process standardi kilavuz olarak kullanilabilir.

ANSI AWS Z49.1 Safety in Welding, Cutting and allied
Process can be used as reference.

17 CEVRE

Kaynak sureci tehlikeli atiklarin kontroll ydonetmeligi g6z
6niinde bulundurularak en az atik Uretecek sekilde planlanir
ve yonetilir. Stre¢ boyunca ortaya ¢ikan atiklar asagida

belirlenmigtir. Atik miktarlari yillik atik plani ile belirlenecektir.

17 ENVIRONMENTAL ASPECTS

Welding process is designed and implemented in such a way
as to meet requirement of Dangrous Waste Directive . Wastes
produced by the process are given below. Total wastes are

determined with annual wate plan.

17.1 TEHLIKELI ATIKLAR

Kaynak sureci ile Uretilen atiklar, birim Gretim miktarlari
Tehlikeli Atik Tablosu ile belirlenmistir. Stire¢ BO0O0569 Cevre
Yoénetim Proseduriine gore yonetilir.

17.1 HAZARDOUS WASTES

Hazardous wastes produced by welding processes are given
below. Table for Hazardous Dangerous Waste Plan. Process
are implemented in accordance with BOO0569 Environment

Management Procedure.




