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End-to-End Traceability. Zero Compromise.
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Quality Assurance Cycle

All Process Starts with Quality Control

Business Development & Offering

Customer requirements are analyzed to provide . . .

the most efficient production solutions and cost- Engineering & Design
effective offerings. 3D & 2D drawings are prepared and reviewed to

eliminate production risks before manufacturing.

Kick of Meeting &
Production / Quality Plan

Production is planned with defined methods, quality
plans, and controlled work orders.

Standardized Packing & Documentation

Products are packed as per specification and shipped with
complete quality documentation.

A

Projecting

b

Packing &
Shippment

Job Preparation
Process

Material purchasing & Incoming
Quality Control

All incoming materials are verified against
certificates, standards, and PMI results.

Final Quality Approval

Final inspections, documentation, and
Factory Acceptance Tests ensure full
compliance.

—Q

Raw Material
Supply

Final Quality
Control & FAT

Sandblasting &
Painting

Pre Manufacturing

Fabrication & Welding

& Final Machining

Dimensional & Fit-Up Control

Critical dimensions and fit-up are verified
before manufacturing begins.

Specification-Based Surface Treatment c

Sandblasting and painting are performed fully in accordance
with customer specifications.

Controlled Manufacturing Operations

Manufacturing is carried out with qualified WPS, certified
welders, in-process controls, and NDT inspections.
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ENGINEERING & DESIGN

Engineering drawings are prepared in both 2D and
3D formats in accordance with  customer
specifications and submitted for customer approval
prior to manufacturing.

All revisions are systematically documented to ensure
version control, design traceability, and seamless
project coordination throughout the engineering
process.
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FROM DIGITAL DESIGN TO SMART MANUFACTURING

Seamless ERP integration of automated BOMs and parts lists ensures error-free

procurement and flawless production execution.
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C SESAN

PRODUCTION PLANNING

Following the kick-off meeting, production routes,
inspection checkpoints and quality requirements are
defined prior to manufacturing activities.

Production work orders, CAM programs and MES-based
manufacturing tracking systems are prepared before
manufacturing begins to ensure process standardization,
full traceability and consistent quality control.

This structured workflow enables controlled, transparent
and sustainable production management throughout the
entire project lifecycle.
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QUALITY PLANNING

Quality planning activities are carried out in accordance with
applicable TP requirements. Material certificates, technical
documentation, and inspection requirements are verified during
procurement, while welding operations are performed in line with
approved WPS/PQR procedures. Weld Maps are prepared to ensure
welding traceability.

Required NDT inspections (VT, MT, PT, UT, RT), heat treatment, blasting,
and painting activities are conducted under controlled conditions in
accordance with relevant standards and procedures. Coating quality is
verified through X-cut, Cross-cut, Pull-off, and Holiday tests.

All quality control and inspection activities are properly recorded and
documented in line with ITP requirements.
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MATERIAL PURCHASING &
INCOMING QUALITY CONTROL

All raw materials are sourced exclusively from our approved
supplier list, in full compliance with your specifications and » BN PMI TEST RAPORU
applicable material standards. y / ‘ (PMI TEST REPORT)

SLV24-MIV-1150
SESAN FABRIKA
SEN-PMI-001
ASTM E1476
HITACHI X-MET&000 SMART
30 sn
20.11.2025
SE-16420

Every incoming shipment undergoes PMI testing, certificate
verification, dimensional checks and visual inspection before
production. Laser marking ensures part-level traceability from
the very first cut.

Mo (%)

Cu (%)

0.10

0.10

Chemical and mechanical testing can also be performed to
verify material properties acccording to project requirements.
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Material Traceability Management

After all incoming inspections are completed, each material receives a unique SE
Code, which is linked to its Heat Number to ensure full traceability and certificate
compliance.
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INDUSTRY

Material Group Sheet Metal Materials

Material Name S235JR 15*1500*12000 MM SHEET
Material Issue Date 29.12.2025

Project Name GULEKER-GUIDED LINE CLOSING
Traceability Code SE-16448 / PS250207

Cast/Heat Number 25229387
PMI Control OK '

Incoming Quality Control & Supplier Management

All raw materials are sourced from approved suppliers and systematically verified through
material certificates, PMI reports and incoming inspections. Each project is assigned a
unique PS code, while all materials and components are tracked with traceability codes and
laser markings throughout the entire production process to ensure full traceability and
quality compliance.
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CUTTING & BENDING

Cutting operations are performed in accordance with

approved fabrication drawings and applicable procedures.

Material identification/traceability and cutting parameters
are verified prior to processing. During production,
dimensional accuracy, cutting quality, and surface
conditions are inspected and recorded.

Bending operations are carried out in accordance with
approved fabrication drawings and applicable procedures.
Material verification and bending parameters are checked
prior to processing. During production, angle, dimensional
accuracy, and surface conditions are inspected and
recorded.
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PRE-MACHINING

At the pre-machining stage, reference surfaces and
critical dimensions are inspected to prepare the
component for rough machining prior to welding
operations. Geometrical deviations and tolerance
variations resulting from cutting and bending are
evaluated.

Where necessary, corrective actions are planned to
establish proper references for fit-up and welding
operations. This stage ensures dimensional stability before
final machining.
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FIT-UP OPERATIONS

Fabrication begins with CNC cutting and forming
operations, followed by dimensional fit-up verified against
customer-approved 2D drawings. All critical dimensions
are inspected prior to welding and recorded in the
project's quality dossier.

In-house machining capability allows precise preparation
of components requiring tight tolerances before assembly.
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Total Station Controls Dimensional Control Report Laser Measuring Controls

FIT-UP CONTROLS

Prior to welding, all critical dimensions and assembly tolerances are verified through fit-up
controls and recorded in dimensional control reports. For large-scale or precision-
positioning components, Total Station measurements are applied to verify axis alignment,
elevation and reference points — ensuring geometric accuracy before any welding

operation is authorized.
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WELDING OPERATIONS

All welding operations are performed exclusively by certified
welders under approved Welding Procedure Specifications &
Weldmap in accordance with EN ISO 15614 and/or ASME
Section IX. In-process controls — including preheat, interpass
temperature, and visual inspection — are applied at every
stage.

Sesan

Kaynakh Uretim i Emri Formu
Welded Production Work Order Form

| Tarin / Date
lllltl -'Dmm\vry

WELD MAP NO: SSN-REG-001f:=

i/ Project )
Yapedacak lyin Ads / Deseription of Woek: :

Praje Resim Ko / Preject Drawing Ne: |s -TUR-
B- Malzeme ve Yontem Bilgileri / B- Ma r-ﬂ\il' Pvms information
Maireme Kaltesi / Mastenisd Geade: S3850TeM | ayrisi Tali / Filler Wire: GEKA SG3 [ Wedd Map No 7
‘wlm Kahnisge / Marerial Thichness: I0ereny S0rmem 1 ynah Yomemier / Welding Process{es) TR Ibn‘l'-n P
_Whﬂ-l’nl' Ne [/ WIPS-POR No: SESAN-POR-10 1 Raynak Tigled [ Weid 'M',i PA ‘ Weldar Nn_l

Each weld is traceable through welder ID, WPS reference, and
material heat number, all linked to the project PS code.

[ Yaktayek Agutegiing.)  Approsim,

Top Kaynak Metraji | Haynak Teatleri /
L : Welding Teats:

12092028
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- QUALIFICATION OF A WELDING PROCEDURE (WPQR)
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Weld Log WPS & PQR Welding Robotic Welding

From Weld Map To Final Inspection

Every welding operation is performed in accordance with approved WPS and PQR documents. Manual and robotic welding
are controlled through defined process parameters to ensure compliance with applicable standards.

Pre-weld preparation includes fit-up and HAZ cleaning. After welding, post-weld cleaning is carried out and inspections
include VT and in-house NDT (PT, MT, UT), while RT is performed by an approved external provider.

When required, heat treatment is applied, followed by post-heat treatment inspection and repeat NDT. Full traceability is
maintained from welder ID and weld logs through to final acceptance.
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Final machining is performed after completion of all
welding and assembly operations. Welding-related
distortions, misalignments, and flatness deviations are
corrected to ensure geometric accuracy.

Functional surfaces and reference datums are machined
to final tolerances, while critical criteria such as parallelism,
perpendicularity, concentricity, and surface finish are
verified.
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SURFACE CONTROL

Final machining operations are validated through
dimensional, mechanical, and functional inspections.

Hardness and surface roughness tests are performed in
accordance with project specifications and applicable
standards to ensure product reliability, performance, and
full compliance before delivery.
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SANDBLASTING

Blasting and coating processes are carried out under
controlled environmental conditions (temperature,
humidity, and surface conditions) in accordance with the
ISO 8501-1Sa 2.5 surface preparation standard.

After blasting, surfaces are subjected to chloride (salt
contamination) testing, dust level checks, and surface
profile (Rz) measurements.

Our in-house blasting and painting facility is equipped
with a climate control system to maintain controlled
environmental conditions throughout the process.
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PAINTING

BOYA KONTROL RAPORU Yayw= T4

Coating applications are performed in compliance with ISO o c sase 1
12944 requirements. Surface preparation and application m:mu e O T
Giris moLL Boya Cinal / P Tow SISTEM B-EAL 5012 — Ligh|

181120 112 01 00100 BOYA KALINLIX SLCUMLERT (ym)

conditions are controlled to ensure coating integrity.

1 | 2| 3 | a 5 & 7 g8 | 9o | 10 | o

Euru Film Kalindik

100y 90 120 110 100 140 95 120 130 135 115

Kuru Film Kalindik

210 30 190 205 220 230 195 240 200 210

After application, coating quality is verified and recorded
through DFT (Dry Film Thickness) measurements, adhesion tests
(cross-cut / pull-off), holiday testing, and blade tests where
applicable. All related forms and test records are maintained
throughout the process.
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FINAL ASSEMBLY

Final assembly is carried out in accordance with approved
procedures and technical specifications to ensure dimensionadl
accuracy, structural integrity, and operational reliability.

Alignment controls, fit-up inspections, and functional
verifications are performed throughout the process.

All assembly activities are documented and fully traceable
within the project quality system.
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Pressure & Leakage Test

Pressure and leakage tests are conducted using
calibrated equipment in accordance  with
approved procedures and international standards.
Hydrostatic and pneumatic testing methods are
applied according to design requirements to verify
pressure resistance and sealing integrity.

Pressure stability, leakage control, and visuadl
inspection are monitored throughout the test
process. All results are recorded and fully traceable
through project quality documentation.
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i e U e w FINAL INSPECTION

Prior to shipment, all production and quality records
are reviewed to ensure compliance with customer
requirements and approved standards.
Dimensional and visual inspections are performed,
and weld, surface, and assembly quality are
verified.

FINAL KALITE KONTROL CHECKLIST

Where required, functional tests and FAT are

Miisteri: Arcelor Mittal Méditerranée

Orin Adi/ PargaKodu:  Confection section 2 TTSF conducted. Final approval is issued after all
Siparis No: P5250905 . . .
oanaline s i inspections are completed, and the product is
No Kontrol Noktasi Kontrol Yontemi Uygun Uygunsuz Aciklama released for Shlpment‘

1 Uriin teknik resme uygun mu? Teknik resim kontrolii a
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Quallity File and Traceability Records

The prepared quality file serves as technical evidence for all production stages, from raw material procurement to final
inspection. The file content includes raw material certificates, in-process inspection forms, destructive/non-destructive
testing (NDT) reports, paint thickness measurement forms, and final dimensional inspection data. These intermediate records
and comprehensive documentation, meticulously completed at every stage of production, provide our customers with full
compliance with international standards and end-to-end traceability assurance.
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PACKAGING & SHIPPING

Products that have successfully passed final inspections are packaged in accordance with
customer specifications and transportation requirements. Protective materials are used to ensure
damage-free delivery, and all shipping documentation is prepared completely and accurately.

Secure Packaging & Shipping for Every Project.
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