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Kalite Politikamiz / Our Qua%i’_cy Policy is

Hizmetlerini ulusal ve uluslar arasi standartlara uygﬂn bir sekilde

amlamalarina olanaHe!mk personel egitim, yetki
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our company to maintain active o saglamak der firma olmaktir.

o m S
. To improve our 'Quahty Management S
maintaining the defined processes required by our industry.

em’ continuously by effectively ' -to extremely provide our customers’ needs while accot our highly
qualited service related with our service area, to improve our company
continually by providing opportunities for proffesiional improvement and to
be one of the leading company in our industry.

Insan Kaynaklari / Human Resources

Firmamiz, prensip olarak egitim ve tecriibe dlizeyi, kisisel 6zellikler VlZy0 numuz / O ur V] sion

dikkate alinarak ise alim yapiimaktadir.

Sirketimizin ihtiya¢ duydugu birimlerde gelisimine katki yapabilecek, Sundugumuz hizmet kalitesini glivence altina almak icin hizmet alanimiz

stirekli gelismeye agik, yeterlilikleri gelismis, bireysel sorumluluk dahilindeki uygulamalarimizin ulusal ve uluslararasi standartlara uygun

alabilecek, muisteri duyarliigina sahip, takim c¢alismasi ve sirket olmasini saglamak ve endustriyel alandaki gelismeleri takip ederek sirekli

politikalarini éziimseyen, toplumave cevreye duyarliinsan kaynaklari iyilestirmeyi hedeflemektir.

olusturmak, bu dogrultuda gtivenli bir is ortaminda ¢alismalarini :

saglamak amaciyla politika ve prensipler olusturmaktir. -to verify that our application in our sérvice area is to correspond with national
and international requirements in order that we could ensure the service

Our company recruits labour by taking their education, experience quality that we provide, and to aim to continuous innovation by keeping

level and personal chracteristic into consideration. abreast of our industrial area.

The education for our staff necessary for their contribution to

the system is provided by both our company and from outside.
Our highly-performed staff is awarded opportunitively with the ’\3 AG‘

performance system we apply.
NDT




Sivi Penantrant Testi (PT)
Liquid Penentrant Testing (PT)

Yiizey hatalarinin tespiti icin kullanilan bir muayene metodur. Tespit edilmek istenilen
hatalarin muayene islemi uygulanan yiizeyine acik olmasi gerekir, bu nedenle ylzey
altinda kalan veya herhangi bir nedenle yiizeyle baglantisi kesilmis bulunan hatalar bu

metotla tespit edilemez.

It is a testing method for ascertaining surface deficiency. The surface of the material
being tested for ascertaining must be open, therefore it is impossible to ascertain
deficiency undercover or inconnected, for any reasons, with the surface with this

method.
Muayene ylizeyinde 6n-temizlik
Clean-up in testing surface

Penetrantin uygulanmasi
Application of penentrant

Penetrasyon icin bekleme
Waiting for penentrant

Ara-temizlik
Mid clean-up

Degerlendirme ve rapor hazirlama
Evaluation and reporting

J Son-temizlik / Final clean-up

Yontemin uygulanacagi test malzemesinin
ylizeyi diizgiin ve temiz olmaldir (ylizey
temizliginin uygun yapilmamis olmasi)
aksi takdirde degerlendirmelerde yanilgiya
ddisdilebilir.

The surface of the tested material must be
smooth and clean, otherwise it leads to
misevaluation.

Bir penetrant sivi vizkositesi, ylizey gerilimi
ve yogunlugu ile nitelendirilip, goriintirliigii
ise boya veya fluoresant ile temin edilir.

The penentrant liquid viskozite is specified
with the surface tension and density
and the visibility is elicited with dye or
flourescent.

Tahribatsiz muayene metotlarinin en eskilerindendir. Dékiimlerde ve
kaynaklarda gériilmeyen c¢atlaklarin yag veya sulandirilmis kireg ile
islatilarak gézle goriintir hale getirilmesi gecen asirdan beri bilinen ve
uygulanan bir muayene metodudur.

It is one of the oldest methods in Non-desctructive Testing. Inspecting
microfractures in molds and weldings by oil and diluted lime is known

and applied testing method since last century.

Metotbirtakim gelismelerle bugiine kadar gelmistir. Bu glin deendlistride
yaygin bir sekilde kullanilan bir tahribatsiz muayene metodudur.

This method comes until today with some advances. It is a commonly-
used NDT method in industry.

Avantajlari / Features

-~

Nispeten ucuz/Comparatively cheap

Portatif bi tahribatsiz muayene /A portable NDT

3. Inceve bitisik (4 mikroin¢ e kadar) siireksizliklere kars
cok duyarli/ Fine and adjecent ( upto 4 micro inch)
highly sensitive to irregularities

4.  Basit bir yéntemdir. / A simple method

5. Cok tiirde malzemeye uygulanabilir. / Appliable to a
lot of material

6. Yéniine bakmaksizin biitiin ylizey siireksizlikeri bir

islemle dedekte edilebilir. / Dedects, with only one

process, all surface irregularities in regardless of its

direction.
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Ultrasonik Muayene (UT)
Ultrasonic Testing (UT)
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Ultrasonik Muayene ve test, Malzeme icerisine gémiilii olan hatalar Phased Array
yéntemiyle tespit edilebilmektedir.

S6z konusu yontem ile ses dalgalari elektronik olarak kontrol edilebilmekte ve gériintiilii
raporlama yapilabilmektedir. Bu yéntem cogunlukla Ugak, Nikleer, Petrokimya ve
Enerji Endlistrilerinde kritik hatalarin tespit edilmesi, boyutlandiriimasi ve izlenmesi icin
kullanilmaktadir.

Ultrasonik muayeneicin en yaygin kullanilan dalga tiirleriboyuna (basing) ve enine (kesme)
dalgalardir. Normal prob denilen sifir derece giris agisina sahip problarla cahsilirken
malzeme iginde ilerleyen dalgalar boyuna dalgalardir. Agili problar ise malzeme icine
genellikle 45°, 60° ve 70° giris agisi ile (bu degerler celik malzeme icindir) enine dalgalar
gonderir.

In ultrasonic testing, the deficiency embedded into the material is ascertained with *
Phased Array Method: With this method, sound waves can be electronically checked and
visually reported . this method is mostly used in Aircraft, Nuclear, Petrochemistry and
Energy Industry for ascertaining, scaling and observing critical deficiency.

The most commonly used kinds of waves for ultrasonic testing are longitudinal (pressure)
and cross-sectional (section) while workingwith probes having zero degree entrance
angle, called normal probes. The waves are longitudinal waves that angled probes send
waves cross-sectionally with an angle of 45, 60 and 70 degree onto the material. ( These
values ar efor steel.)

Uygulama Alanlari / Application Areas

Metalik veya metalik olmayan malzemelerde beklenen hacimsel hatalar ile
catlak tiirt yuzey hatalarinin tespiti icin kullanilabilir. / It is used for ascertaining
expected volume deficiency and surface defciency ( like fracture deficiency) in
metalic and ametalic materials.

Yiiksek frekansli ses dalgalari prob adi verilen bir parca icindeki piezoelektrik 6zellikteki
kristal tarafindan (retilir. Metalik malzemelerin ultrasonik muayenesinde kullanilan
frekans araligi 500 kHz ile 10 MHz arasinda olabilir. Muayene parcasinin mikroyapi
ozelliklerine gére uygun frekans belirlenir.

High frequency waves are produced by a part called probe, which has piezoelectric in it.
The frequency used for testing material can be between 500kHz and 10 MHz. The probe
frequency is set according to speciality of testing material’s microstructure.

Avantajlari / Advantages

1.

Malzemenin sadece bir tarafindan giris yerli,/ One place entrance to the material
2. Gok tiirde malzemelerde kullanilabilir,/ Usable for different materials

Dlizlemsel ig stireksizliklerin bulunmasinda en uygun yéntem, / The best method
for ascertaining planer interior irregularities

Tasinabilir olmasi, / Portable

Yiiksek ntifuziyet yetenegi / High penetration capibility

Aninda sonu¢ verme, / Reportable instantly

Otomatik sistemlere adapte edilebilme / Adaptable to automatic systems

w

NS oA



I
Radyografik Muayene (RT)

Radiogra P hic Testi ng (RT) Uygulama Alanlan / Application Area

Metalik veya metalik olmayan butiin malzemelerde beklenen hacimsel ve
ylzey hatalarinin tespiti icin kullanilabilir. / It is used for ascertaining volume
and surface deficiency in all metalic and ametalic materials.

Yiiksek enerjili elektromanyetik dalgalar (1sinim) pek ¢ok malzemeye niifuz
edebilirler. Belli bir malzemeye niifuz eden isinim malzemenin diger tarafina
konan i1sinima duyarl filmleri de etkileyebilir. Bu filmler daha sonra banyo
islemine tabi tutulduklarinda isinimin icinden gectigi malzemenin i¢c kisminin
goriintisi ortaya gikar.

Highly energetic electro-magnetic waves(radiation) can penetrate a lot of
materials. The radiation penetrating to a certain material can affect radiation
sensitive radiograpghs that are put other side of the material. These radiographs,
after tabbed, show the image of the interior part of the material that radiation
penetrates.

Imaging plate

Havacilikta, gemi yapiminda, savunma sanayinde, boru hatlarinda, enddistriyel
tesislerde tercih edilen ve yaygin olarak kullanilan bir yontemdir. Baslica tespit
edilebilen hatalar, gaz bosluklar, ¢atlaklar, gézenekler, curuf kalintilari, yapisma
noksanliklar, yanma oluklari, eksenel kaciklik ve benzeri liretimden kaynaklanan
hatalarin tespit edilmesine olanak saglar. /

It is a preffered and commonly used method in aviation, ship building, defence
industry, pipelines and industrial facilities. It enables to ascertain vaccuum gauge,
fractures, pores, clinker, cohesion defciency, combustion conduit and faults in axis,
etc.

Bu gériintii malzeme igindeki bosluklar veya kalinlik / yogunluk degisiklikleri
nedeniyle olusur. Malzemenin icinin bu sekilde gériintiilenmesi Radyografi
olarak adlandirilir. Eger malzemenin arka tarafina film yerine bir dedektor
konup malzemeden gecen isinim toplanarak bir monitére aktarilirsa bu teknik te
Radyoskopi olarak adlandirilir.

Radyografik muayene icin gesitli 1sinim kaynaklari kullanilabilir. Bu kaynaklar
X-151n1 tiipleri veya Gama isini lreten izotoplar olabilir. Endlistriyel radyografide
kullanilan X-1sin1 enerji araligi genellikle 50 kV -350 kV arasindadir.

This image is formed as a result of the variaties of gaps, thickness/density of the
interior of the material. This imaging called ' Radiography: If a dedector is put the
other side of the material instead of radiographs and the radiation is collected and
transmitted to a monitor, this technique called ‘ Radioscopy:

Various kinds of radiation can be used for RT. These resources can be X-ray tubes or
isotopes that produce Gama radiation. X-ray energy used in industrial radiography
is generally between 50kV and 350 kV.




Gozle Muayene (VT)
Visual Testing (VT)

Gdzle muayene ¢ok basit bir metot olarak gériinse de kendine 6zgti incelikleri vardir.
Genellikle bir baska tahribatsiz muayene metodunun  uygulanmasindan o6nce
yapilmasi gereken bir calismadir. Zaten diger tahribatsiz muayene yontemleri igin
hazirlanmis uygulama standardlarinin ¢ogunda da dncelikle gézle muayene yapilmasi
ve bulgularin kaydedilmesi istenir. /

Even if visual testing seems a very simple method, it has its own details. It is genrally a
process that must be done before other NDT methods. Anyway, it is urgent tofirstly test
visually and record the data for the most of the application standarts prepared for the
other NDT methods.

Uygulama Alanlari / Application Area

Metalik veya metalik olmayan blitiin malzemelere uygulanabilir. Muayene ylizeylerine
ulasabilirlik durumuna gdre gerektiginde endoskoplar gibi yardimci gerecler de
kullanilabilir.

Bir drtiniin ylizeyindeki siireksizlikler, yapisal bozukluklar, ylizey durumu gibi
kaliteyi etkileyen parametrelerin optik bir yardimci (blylite¢ gibi) kullanarak veya
kullanmaksizin muayene edilmesidir.

It can be used for all metalic and ametalic materials. Some extra equipments, such
as endoscopes, can be used according to accessability to testing surface. It is atesting
method with an optical equipment, such as magnifying glass, for testing the parameters
which affects the quality from surface irregularities, structural deficiencies and surface

QAGC
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Sertlik Olciim Testi
Hardness Testing

Bir malzemenin ylizeyine batirilan daha sert bir malzemeye karsi
gosterdigi direncin ol¢lilmesi icin kullanilan bir yontemdir. / It is a
method for observing the resistance of a material’s surface against a
harder material pressing its surface.

Brinell Sertlik Testi, 1900 yilinda Dr. J. A. Brinell tarafindan gelistirilmistir. Deney, belirli
captaki sert malzemeden yapilmis bir bilyanin, deneyi yapilacak malzemenin ylizeyine,
belirli bir ylikle, belirli bir stire bastirlmasindan ve sonug olarak meydana gelen iz alaninin
belirlenmesinden ibarettir. Yiizeyde acilan izin alani, bilya ¢api ile izin derinliginin bir
fonksiyonudur.

Vickers Sertlik Testi, kare tabanli elmas bir piramidin kullanildigi testtir. Sertligi dl¢iilecek
malzeme pargasinin ylizeyine, 136 derece tepe acili elmas, kare piramit seklindeki bir ucun
belirli bir ytik altinda, belirli bir siire daldirimasi ve yiik kaldirildiktan sonra meydana gelen
iz alaninin, késegenlerin 6lciilmesi vasitasi ile belirlenmesinden ibarettir. Vickers sertlik
degeri ylikiin, izin ytizey alanina oranidir.

Rockwell Sertlik Testi, malzeme (lizerine 1/16” ¢elik bir bilya veya tepe acisi 120 derece,
u¢ ¢api 0,2 mm olan konik elmasin malzemeye batirilmasiyla yapilir. Batici bir ucun énce
sabit kiiclik bir yiikle bastirimasiyla meydana getirilen izin dip kismi baslangi¢ noktasi
alinarak, yiik daha ytiiksek belirli bir yiike arttirilip belirli bir siirenin ardindan tekrar énceki
ylike dontilme suretiyle, baslangictaki ize oranla meydana gelen iz derinligindeki net artisin
belirlendigi bir testtir. /

Brinell Temper Testing, it is develoed by Dr J. A. Brinell in 1900. In this experiment, a hard
metal produced ball bearing at a certain diameter is pressed to the surface of observed
material with a certain pressure and in a certain time. And then the area of mark is observed
. The area of mark on the surface is a function of diameter of the ball bearing and depth of
mark.

Vickers Temper Testing, it is a testing with a square based diamond pyramid. In this method,
a diamond with 136 degree vertex is applied to the surface of the tested material under
certain pressure and in a certain time. Then the pressure is unloaded and area of mark and
the diagons of the mark are measured. Vickers Temper Testing value is the proportion of the
pressure to the area of surface.

Rockwell Temper Testing, In this method, a 1/16” steel ball bearing or 120 degree vertex and
0,2 mm pinpoint conic diamond is dipped to the material. The dip point is dipped with a fixed
pressure at first. Then the pressure is set to a higher level for a certain time. It is a method to
measure the difference between initial and final depth of the mark.



Kaynak Mihendisligi
Welding Engineering

AGC NDT MUHENDISLIK Kaynak miihendisligi alaninda tiim miihendislik hizmetlerini,
¢oziim ortaklari ile birlikte deneyimli ve sertifikali personelimiz ile yapmaktadir.

Kaynak Mtihendisligi hizmetlerimiz:
Kaynakli imalatlarin gbzetim ve denetimleri
Kaynak Yontem Sartnamelerinin (WPS) hazirlanmasi
Muayenelerin planlanmasi ve takipleri
Prosediir kalifikasyon (WPQR/PQR) testlerinin planlanmasi, takibi ve onayi
Sézlesme Kontrolli
Kaynakgi kalifikasyon testleri ve belgelendirme,
Imalat planlamasi (WPS, PQR uygunlugu, is emirleri,
Taseron uygunluk kontrolleri
Konstrtiksiyon kontroldi,
Malzemelerin kontrolii ve takibi (ana malzemeler, sarf malzemeleri)

As AGC NDT Engineering, we serve all of the engineering services in welding with our
solution partners and experienced, certificated staff.

Our welding engineering includes;

- Observation and control of welded production

- Preparing Welding Process Specifications

- Planing and checking the testing

- Planning, checking and approving procedure qualification ( WPS, PQR)
- Control of the contract

- Welder qualification tests and certificates

- Production planing (WPS,PQR applicability,

- Construction control

- Material control and check ( main and expendable materials)

Sondaj Boru Kontrolii / Drilling Pipe Control

AGC NDT Mihendislik olarak sondaj borularin her tirli test ve kontrollerini
yapmaktayiz...

Tum dislilerin (Sondaj boru, Agir sondaj boru, motorlar vb) kontrolii olan Disli Boru
Kontrolii 5 kategoride ve 31 metot (Gézle Kontrol, Olciim, Siyah Isik kontrolii, UT
kalinlik Olciim, Elektromanyetik Kontrol, vb) ile tanimlanir. S6z konusu metotlarla
egrilik, mekanik ya da korozyon hatasi, cap farkliliklan, catlak, korozyon, gibi
stireksizlikler degerlendirilebilir. /

As AGC NDT Engineering, we perform every kind of testing and controls of drilling
pipes.Controls of all notched pipes ( drilling pipe, heavy pipe drilling and motors,
etc.) is classifed in 5 catagories and 31 methods ( Visual Control, Measurement, Black
Light Control, UT thickness measurement, Electro-magnetic Controls, etc.). With
these methods, bevel, mechanic or corrosion defaults, gauge differences, fractures,
corrosion can be observed.

Kaldirma Ekipmanlari Kontrolii / Lifting Equipment Control

AGC Ndt Miihendislik, Sanayide ve isyerlerinde kullanilan tiim kaldirma ekipmanlarinin
peryodik bakim ve kontrollerini, muayene ve denetimlerini yapmaktadir.

Buna ekipman ve aletlerin, sabit ve yiirtir vinglerin, ROV/Dive kaldiraglarin, sabit kaldirma
ekipmanlarinin, filikalarin ve cankurtaran sali platformlarinin, kurtarma sistemlerinin ve
gevsek kaldirma ekipmanlarinin delinmesi dahildir, fakat bunlarla sinirli degildir. /

As AGC NDT Engineering, we control, test and periodically maintain all of the lifting
equipments used in industry. We also drill equipments and tools, fixed or portable cranes,
ROV/Dive leverage, fixed lifting equipments,gigs and lifeguard boats platforms, rescue
systems and light lifting equipments. But we can also perform other parts of industry.




Vakum Testi
Vaccuum Testing

Vakum testi: Ndt Vakum testi ile kaynak yerlerden kacaklarin tespit edilmesinde
kullanilan pratik uygulanabilen bir ydntemdir. Vakum testinde test edilen bélgenin i¢
ve dis ylizeyi esas alinarak basing farki yaratilir ve kontrolii yapilir.

Baslica kullanim alanlari borulama sistemleri, basin¢ch tanklar ve depolama
tanklandir. Uygulama yapilacak bélgeye gére degisik tiplerde vakum test cihazlari
vardir. Vakum testi ile bindirme kaynaklari, alin kaynak ve kése kaynaklarini kontrol
etmeye uygundur. Vakum testinde kiiciik kaynak bolgeleri kontrol edilerek daha kesin
sonuglarin elde edilmesi saglanir. Vakum testi ekipmanlari vakum pompasi ve vakum
kutusundan olusur.

Vakum testi oncesi, manometre ve vakum hortumu vakum kutusuna baglanir.
Sonra sabunlu karisim kaynak lizerine plskirtiiliir ve vakum kutusu kaynak lizerine
yerlestirilir ve vakum olusturulur. Kaynak bélgesi degerlendirilir, eger vakumda bir
azalma yada kabarciklar olusmaya baslarsa o bélgede bir hatanin oldugu anlasilir. /

Vaccuumtesting, NDT Vaccum Testing is a practically appliable method for ascertaining
the leaks in welded parts. In vaccuum testing, a pressure difference between inside and
outside surface of the tested area is created and controlled.

Mainly applied areas are piping systems, pressured tanks and storage tanks. There
are different kinds of testing devices according to the tested areas. Vaccuum testing
is a proper way for overlap weldings, plain weldings, edge weldings control. Vaccuum
testing provides a finest results as controllling the small welding areas. Vaccum testing
equipments consist of vaccuum pump and vaccuum box. Before vaccuum testing,
manometer and vaccuum hose are connnected to the vaccuum box. Then a soaped
mixture is sprayed onto welded parts and vaccuum box is set onto welded part and
vacuuming process is performed. Later the welded part is observed. If there is a lower
pressure level in vaccuuming or there are bubbles on this area, it is clear that there is

deficiency.

Isil islem (Gerilim Giderme)
Heat Treatment ( Tension Removal)

Agc Ndt Mihendislik olarak Ndt Tahribatsiz muayenelerin yani sira 6zellikle
kaynakli imalatlarda gerekli olan gerilim giderme 6n-arka 1s1 gibi isil islem
hizmetlerini genis cihaz ve ekipman kapasitesiyle misterilerine hem atélye hem
de saha sartlarinda standartlara uygun hazirlanmis prosedirler ¢cercevesinde
sunmaktadir. /

As AGC NDT Engineering, beside NDT, we perform service of especially tension
removal required in welded productions and heat treatment, like front-back
heat, with a wide range of devices and equipments both in workhouse and
field according to standarts with the frame of procedures.




