Titan XQ puls — Multi-process MIG/MAG welding machine, Welding procedure overview
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Welding procedures — overview

Welding of non-alloy and low-alloy steel

Root welding = rootArc® XQ
Welding filler passes and cover passes = forceArc puls® XQ
Welding fillet welds with deep penetration = forceArc puls® XQ
Welding using 100% CO, = coldArc® XQ/
rootArc® XQ

Welding non-alloy, low-alloy and high-alloy steel

Welding full penetration fillet welds = forceArc puls® XQ
Positional welding without = Positionweld
using the "Christmas tree" technique

Welding with consistent penetration = wiredArc XQ/
and consistent power wiredArc puls XQ

Welding and brazing of non-alloy, low-alloy and high-alloy steel
and galvanised sheet metal

Welding and brazing thin sheet metal = coldArc® XQ/
coldArc® puls XQ

Welding of high-alloy steel

Welding filler passes and cover passes = forceArc puls® XQ

Welding of aluminium and aluminium alloys

Welding of aluminium = Pulsed arc XQ
and aluminium alloys

Positional welding without = Positionweld
using the "Christmas tree" technique

Surfacing

Cladding, hardfacing

Page

36-37

38-39

40-41

43

44-45

46-47

42

48-49

50-51

52

53

54-55

35



Titan XQ puls — Multi-process MIG/MAG welding machine, Welding procedures

Root welding of
non-alloy and low-alloy steel

Your requirements Our solution - rootArc® XQ
Inconsistent, changing air gap = Perfect gap bridging
X-ray proof results = Good root formation and secure sidewall fusion

= High arc force for root welding

Welding in various positions . iy
in all positions

= Good welding speed and melt
Increased productivity rate compared to TIG or MMA welding

= Low-spatter process

= Rapid digital control of the process, easy to
guide and to control

= Uses standard welding torches without

Straightf d handii additional wire movement
rai orward handlin
: £ = Welding even with long hose packages without

additional voltage measuring leads thanks to RCC
power module (Rapid Current Control)

= For manual and mechanised applications

= Flat, smooth weld surface and virtually spatter-free

R cimediate passes process for reduced finishing work

Flexibility in production all material thicknesses and using

= EWM allin - one machine for welding
in-
all processes

m Root welding in PC position with an air gap and without weld pool backing

1

Weld preparation of root welds on pipes, Front view
60 ° included angle with 3 mm air gap
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rootArc® XQ

Root welding in PC position with an air gap and without weld pool backing

L

\J

Front view Root Material thickness 5 mm
Airgap 3 mm

Root welding in PC position with an air gap and without weld pool backing

15° T 4

10

Front view Root Material thickness 10 mm, one-sided
bevel 15 degrees, air gap 4 mm

60°

15

Root Pipe welding, wall thickness
15 mm, included angle 60 °
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Titan XQ puls — Multi-process MIG/MAG welding machine, Welding procedures

Welding of filler passes and cover passes in
non-alloy and low-alloy steel

Your requirements

Straightforward handling

Secure penetration

Minimised distortion of the components

Improved economy

Reliable welding in poorly
accessible areas

Changeable, inconsistent air gap
Undercuts, seam appearance
Welding procedure qualification

Straightforward handling

Welding with reduced seam volumes has been
tested and confirmed multiple times by independent
institutes. EWM'’s forceArc® XQ and forceArc puls® XQ
welding processes allow welding times to be re-
duced by up to 50% compared to standard spray arc
processes. The reduced included angle saves resourc-
es without changing the mechanical and technologi-
cal properties.

Our solution - forceArc puls® XQ

= Easy to learn, even for inexperienced welders,
thanks to rapid digital control of the process, virtually
spatter free, reduced undercuts

= Deep penetration for excellent root and
sidewall fusion

= Modified, heat-reduced, directionally stable
pulsed arc

= Enables weld seam volumes to be reduced,
potential for over 50% reduction of welding times in
production, manual and automated

= Perfect welding even with very long
stick-outs

= Excellent gap bridging even in high
power ranges

= Excellent wetting of the material surface,
smooth weld surface even on heavily oxidised or
dirty sheet metal

= Qualified by welding procedure test (process no. 135)
in accordance with DIN EN ISO 15614-1

all material thicknesses and using

= EWM allin - one machine for welding
in
all processes

forceArc® XQ

Standard spray arc

MI 1159

11 runs 5runs
50% shorter welding time

Unchanged mechanical/technological properties

A complete technical report documenting all
the advantages can be found online at the
following link:

www.ewm-group.com/sl/professionalreport
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forceArc puls® XQ

m Root welding with a reduced included angle

60° 30°
20 20
S355, 20 mm, included angle 60 ° S355,20 mm, included angle 30 °°
8 runs, standard spray arc 4 runs, forceArc puls®
Full penetration, m Full penetration,

T-joint welded on both sides butt joint welded on both sides

30
35° 35° 50
W
$235,30 mm, included angle 35° S355,50 mm, included angle 30 °
8 runs 15 runs
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Titan XQ puls — Multi-process MIG/MAG welding machine, Welding procedures

Welding fillet welds with deep penetration on
non-alloy and low-alloy steel

Your requirements

Improved economy
Secure penetration

Minimised distortion of the components

Reliable welding in poorly
accessible areas

Reduced voltage in the fillet
weld area

Welding procedure qualification

Simple, safe handling

Flexibility in production

Our solution - forceArc puls® XQ

Reduced number of welding passes for
fillet welds

Deep penetration for excellent root and
sidewall fusion

Modified, heat-reduced, directionally stable
spray arc

Perfect welding in narrow joints, even with very long
stick-outs

Rapid correction of alterations to stick-out lengths,
reliable processing of stick-out lengths up to 40 mm

Forces transferred to the interior of the component by
deep penetration, seam volume reduced by large
effective seam thickness in line with DIN EN ISO
17659:2005- 09, reduced heat input into the component

Qualified by welding procedure test
(process no. 135), in line with DIN EN ISO 15614-1

Rapid digital control of the process, easy to
learn and directly applicable regardless of
torch angle

all material thicknesses and using

EWM allin — one machine for welding
Tin-
all processes

up to up to up to up to
65% 70% 50% 35%
Energy savings Reduced production time Reduced Reduced

(welding, finishing work) material costs welding fume emissions
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forceArc puls® XQ

Welding with deep penetration as per DIN EN 1090

Use the full potential of your weld seam. By taking the effective seam thickness
of fillet welds into account, the forceArc puls® process enables single-pass
welds up to throat = 8 mm to be created as opposed to throat =5 mm in pro-
cesses without deep penetration.

www.ewm-group.com/sl/titanforcearc

/4 S —) OSF—

Flow of force in standard fillet welds Improved flow of force thanks to
deep penetration

Effective
seam
thickness

s

Throat thickness\?\

Definition of effective seam thickness ~ S355, 10 mm, effective seam thickness of
as per DIN EN I1SO 17659;2005- 09 8 mm as per DIN EN ISO 17659:2005-09

m Welding with deep penetration and long stick-out

35°

Web plate material thickness 10 mm, included angle 35° 10
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wiredArc XQ / wiredArc puls XQ

Titan XQ puls — Multi-process MIG/MAG welding machine, Welding procedures

Welding with consistent penetration and consistent
power on nhon-alloy, low-alloy and high-alloy steel

Standard

wiredArc XQ

Your requirements

Secure penetration, root and sidewall fusion

Our solution -
wiredArc XQ/wiredArc puls XQ

Welding process with consistently high penetration
depth regardless of alterations to the stick-out

Reduced or no weld spatter

Virtually spatter-free welding results thanks to rapid
digital control of the welding process

Controlled heat input

Digital process control supplies a consistent
welding current

The energy per unit length and heat input remain
virtually consistent despite changes to the stick-out

Increased productivity

Ability to reduce the seam's included angle
and therefore the weld seam volume

Visually pleasing weld surface

Flat, even weld surface and virtually
spatter-free process for reduced finishing work

Straightforward handling

Easy to learn and to control

Flexibility in production

12 mm stick-out 30 mm stick-out

EWM allin — one machine for welding

all material thicknesses and using all m
all processes

Standard

Alteration of the stick-out causes the penetration depth to
change in standard welding processes. In particular, weld-
ing with an increasing stick-out length can cause the weld
root to be insufficiently fused (lack of fusion).

wiredArc XQ

With EWM wiredArc XQ, the penetration remains consistent
when the stick-out is altered. The innovative control keeps
the welding current and the heat input virtually consistent.

42



evﬁ‘n@
WE ARE WELDING

Welding using 100% CO,
on non-alloy and low-alloy steel

100% CO,

Your requirements Our solution -
coldArc®XQ/rootArc® XQ/Standard

= Digital process control for low-spatter
Minimised spatter similar to mixed gas droplet transfer thanks to the RCC power module
(Rapid Current Control)

= Rapid process control thanks to the use of the latest

Froess sty microelectronics

= Minimised weld spatter similar to mixed gas

= Welding even with long hose packages without
additional voltage measuring leads thanks to RCC
power module (Rapid Current Control)

Increased productivity

Straightforward handling = Easy to guide and control
= EWM allin - one machine for welding
Flexibility in production all material thicknesses and using all m

all processes

Root welding in PC position with an air gap and without weld pool backing

S$355, material thickness 3 mm, using G3Si1 1.2 mm diameter at 100% CO,

S$355, material thickness 3 mm, using G3Si1 1.2 mm diameter at 100% CO, 3
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Titan XQ puls — Multi-process MIG/MAG welding machine, Welding procedures

Welding full penetration fillet welds on
non-alloy, low-alloy and high-alloy steel

Your requirements

Simple, safe handling

Improved economy

No gouging or grinding of the
transverse root side

Secure penetration

Stable arc

Reliable welding in poorly
accessible areas

Flexibility in production

Time saved by using forceArc puls® XQ
in production

100%

80%

60%
40%

Production time

20%

Standard forceArc puls® XQ
Welding process
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Our solution - forceArc puls® XQ

= Good gap bridging even in high power ranges,
easy to learn and directly applicable

= Considerably reduced welding fume emissions
compared to pulsed arc welding

= Secure full penetration even without an air gap,
therefore good for fitting work

= Enables included angles to be reduced thereby reducing
weld seam volumes, lowering the
number of runs and significantly lowering costs

= Double-sided full penetration welds on butt joints or
T-joints without grinding or gouging the transverse
root side

= Deep penetration for excellent root and
sidewall fusion

= Good process stability when welding on the
weld pool even at small included angles

Perfect welding, even with very long stick-outs

= Even in tight and narrow gaps with very long
stick-outs

= Rapid correction of alterations to stick-out lengths,
reliable processing of stick-out lengths up to 40 mm

all material thicknesses and using

= EWM allin - one machine for welding
Win-
all processes

Blasting, grinding Additional information
1 Blasting, grinding

I Welding

www.ewm-group.com/sl/savings
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forceArc puls® XQ

m Fillet weld welded on one side m Full penetration, welded on both sides

5 15
35° 35°
p— ———
S355,5 mmon 10 mm $355, 15 mm, included angle 35°
m Full penetration, welded on both sides m Full penetration, welded on both sides

10
35°
40° 40° >< 10
35°
1.4301, 10 mm, included angle 40 ° 1.4301, 10 mm, double-sided full penetration

on a butt joint with an included angle of 35 °
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Titan XQ puls — Multi-process MIG/MAG welding machine, Welding procedures

Positional welding without using the “Christmas tree”
technique on non-alloy, low-alloy and high-alloy steel

Your requirements Our solution - Positionweld

[ it = High welding speeds compared to
uctivi
1 / the traditional "Christmas tree" technique

Secure penetration, root and sidewall fusion = Concentrated, digitally modified pulsed arc

= Virtually spatter-free welding results thanks to rapid

ol Eld spatter digital control of the welding process

= Optimum, factory-configured switching between low

and high welding power
Controlled heat input .
= Heat-reduced process with low arc

power and energy per unit length

= Flat, evenly spaced bead ripples and

fE o weld surface virtually spatter-free process for reduced finishing work

Straightforward handling = Easy to set and easy to guide

= EWM allin - one machine for welding
Flexibility in production all material thicknesses and using all m
all processes
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Positionweld

m Vertical-up weld, straight torch guidance m Overhead welding, easy handling
without using the “Christmas tree” technique

—

5 5
5 | 5
S355, material thickness 5 mm S355, material thickness 5 mm
m Vertical-up weld, straight torch guidance m Overhead welding, easy handling

without using the “Christmas tree” technique

5

1.4301 material thickness 5 mm 1.4301 material thickness 5 mm
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Titan XQ puls — Multi-process MIG/MAG welding machine, Welding procedures

Welding and brazing of thin sheet metal made from non-
alloy, low-alloy, high-alloy steel and galvanised sheet metal

Your requirements Our solution - coldArc®XQ/coldArc® puls XQ —

= Lower heat input due to digital control of droplet
Less distortion, minimal discolouration transfer in short-circuit welding thanks to RCC power
modaule (Rapid Current Control)

= Flat, smooth weld surface and virtually spatter-free
Visually pleasing, smooth weld surface, process, less discolouration and distortion reduces
less or no weld spatter finishing work, excellent wetting of surfaces
when brazing

= No sagging of the molten metal, secure sidewall

B ensistent air gap fusion even with misaligned edges

= Optimum process performance configuration, steady and

r netration .
B Retratio stable welding process

= Rapid digital control of the process, easy to
guide and control
Straightforward handling = Welding even with long hose packages without
additional voltage measuring leads thanks to RCC
power module

Welding and brazing of coated = Minimal spatter formation, minimal impact on
(galvanised) sheet metal corrosion resistance

= EWM allin - one machine for welding
Flexibility in production all material thicknesses and using all m

all processes
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coldArc® XQ / coldArc® puls XQ

Welding unalloyed sheet metal Welding high-alloy sheet metal

Welding galvanised sheet metal Brazing galvanised sheet metal

LT

Brazing high tensile sheet metal, e.g. Usibor® Brazing high-alloy (CrNi) sheet metal
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Titan XQ puls — Multi-process MIG/MAG welding machine, Welding procedures

Filler pass and cover pass welding of
high-alloy steel

Your requirements Our solution - forceArc puls® XQ

Secure deep penetration = Concentrated, digitally modified pulsed arc

= Virtually spatter-free welding results thanks to rapid

digital control of the welding process
Reduced or no weld spatter . o
= Lower welding fume emissions compared to

pulse arc welding

= Heat-reduced process with low arc
Minimal distortion power and energy per unit length reduced by
up to 20% compared to pulsed arc

= Ability to reduce the seam volume
thanks to the smaller included angle in multipass
welding

Increased productivity = Symmetrical fillet welds with maximum
attainable seam thickness (throat thickness)

= Low interpass temperature/reduced non-productive
time

. . = Flat, smooth weld surface and virtually spatter-free
Visually pleasing, smooth weld surface o o . .

process for reduced finishing work, minimal discolouration
= Rapid digital control of the process, easy to

Straightf d handli guide and control
rai orward handlin
g d = Consistent weld surface from various

torch positions

= EWM allin - one machine for welding
Flexibility in production all material thicknesses and using all m
all processes

Your benefits

Up to 30% total cost savings Up to 20% greater throat thickness**
= Reduced costs for wages, welding consumables, = Symmetrical seams due to deep, concentrated
shielding gas and power penetration with reliable root fusion

= Reduced production time
Virtually spatter free

Up to 15% lower heat input = Minimised finishing work, even on panels with
= Less finishing work (straightening, sanding, cleaning) scaling or very dirty surfaces

due to reduced distortion, discolouration and stress
= Minimised non-productive time due to shorter waiting

times in multipass welding
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forceArc puls® XQ

Front view: Lower heat input using forceArc puls® XQ, Back view: Low heat input using forceArc puls® XQ,
less surface oxidation resulting in a better finish less surface oxidation

Compared to pulsed arc welding, forceArc puls® XQ inputs up to 15% less heat in the upper power
ranges. This results in less discolouration and less distortion in the component.

Your benefits
= Lower heat input = Less finishing work (straightening, sanding, cleaning)
= Minimised energy per unit length = |ess melting loss of alloy elements
= Reduces distortion, discolouration and stress in the resulting in greater corrosion resistance
workpiece

4.8 mm

4,0 mm;

Process forceArc puls® XQ Pulse
Wire feed in m/min 13 13
iEn”S%rs\er unit length 1.21 (-15%) 144
Weld speed in m/min 0.45 0.45
Throat thickness 5.7 (+15%) 4.8
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Pulsed arc XQ

Titan XQ puls — Multi-process MIG/MAG welding machine, Welding procedures

For welding

aluminium and aluminium alloys

Your requirements

Secure penetration, root and sidewall fusion

Our solution - pulsed arc XQ

Rapid and stable process control thanks to the use of
the latest microprocessor technology

Visually pleasing weld surface

Steady, stable droplet transfer, less smoke residue

on surface

Individual weld appearance thanks to freely adjustable
superPuls function

Minimised spatter

Wire feed reverse for spatter-free
ignition

For welding any material thickness

Reliable process starting from 1 mm

Straightforward handling

Rapid digital control of the process, easy to guide
and control

Flexibility in production

Welding on both sides of aluminium in shipbuilding

EWM allin — one machine for welding

all material thicknesses and using all m
all processes
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Welding of aluminium and aluminium alloys in positional
welding without using the “Christmas tree” technique

Positionweld

Your requirements Our solution - Positionweld

Secure penetration, root and

sidewall fusion = Concentrated, digitally controlled pulsed arc

= Optimum, factory configured switching between

s tinput low and high welding power

= High welding speeds compared to the

IR Rieductivity traditional weaving techniques

= Flat, evenly spaced bead ripples and

R (103 <ldisurface virtually spatter-free process for reduced finishing work

= Rapid digital control of the process, easy to

Straightforward handling e fiand to control

= EWM allin - one machine for welding
Flexibility in production all material thicknesses and using all m
all processes

m Vertical-up welding, easy handling

AlMg5, material thickness 4 mm

m Overhead welding, easy handling

AlMg5, material thickness 4 mm
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Titan XQ puls — Multi-process MIG/MAG welding machine, Welding procedures

Surfacing, cladding/hardfacing

Your requirements

Deposit with good corrosion resistance

Our solution -

cladding/hardfacing

Low dilution due to optimum process
configuration for surfacing

Little material removal after welding

Even deposit structure, minimal
machining work

Stable arc

High process stability thanks to digitally controlled
arc, minimised spatter formation

Straightforward handling

Easy to operate and set

Flexibility in production

EWM allin — one machine for welding
all material thicknesses and using all m
all processes

Surfacing processes at no

extra cost for Co-based and Ni-based alloys
and high-alloy CrNi alloys
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Cladding/hardfacing

m Surfacing of finned tube walls

W 1! :‘ y . . ; 4 . "¢
Corrosion-resistant surfacing of Alloy 625 Ni-based materials

MAG + hot wire surfacing for increased deposition rate

m\‘ - B v New process variant combines a MAG

NN L S SRR 2 ( welding process supplemented with an additional
o ' hot wire.

= Up to 13.8 kg deposition rate for significantly
increased productivity

Minimal dilution

Further improved properties of deposited
layers

= Process easy to set up and configure

Suitable for cladding and hardfacing

Additional information

www.ewm-group.com/sl/cladding
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HEADQUARTERS

EWM AG

Dr. GUnter-Henle-StralBe 8 | 56271 Muindersbach | Germany
Tel: +49 2680 181-0 | Fax: -244

www.ewm-group.com | info@ewm-group.com

{* PRODUCTION, SALES AND SERVICE

EWM AG

Dr. Glnter-Henle-StraBe 8 | 56271 Miindersbach | Germany
Tel: +49 2680 181-0 | Fax: -244

www.ewm-group.com | info@ewm-group.com

EWM HIGHTEC WELDING s.r.0.

9. kvétna 718 /31| 407 53 Jitikov | Czech Republic
Tel: +420 412 358-551 | Fax: -504
www.ewm-jirikov.cz | info@ewm-jirikov.cz

(O SALES AND SERVICE LOCATIONS GERMANY

EWM AG | Sales and Technology Centre Rathenow
Griunauer Fenn 4 | 14712 Rathenow

Tel: +49 3385 49402-0 | Fax: -20
www.ewm-rathenow.de | info@ewm-rathenow.de

EWM AG | Sales and Technology Centre Wittstock
Ruppiner Stra3e 6 | 16909 Wittstock

Tel: +49 3394 40009-0 | Fax: -20
www.ewm-wittstock.de | inffo@ewm-wittstock.de

EWM AG | Sales and Technology Centre Gottingen
Rudolf-Winkel-StraBe 7-9 | 37079 Géttingen

Tel: +49 551 3070713-0 | Fax: -20
www.ewm-goettingen.de | info@ewm-goettingen.de

EWM AG | Sales and Technology Centre Ibbenbtiren
GildestraBe 23 | 49477 Ibbenbdren

Tel: +49 5451 93683-0 | Fax: -20
www.ewm-ibbenbueren.de | info@ewm-ibbenbueren.de

EWM AG | Sales and Technology Centre Pulheim
Dieselstrae 9b | 50259 Pulheim

Tel: +49 2238 46466-0 | Fax: -14
www.ewm-pulheim.de | info@ewm-pulheim.de

EWM AG | Sales and Technology Centre Koblenz
August-Horch-Strasse 13a | 56070 Koblenz

Tel: +49 261 963754-0 | Fax: -10
www.ewm-koblenz.de | info@ewm-koblenz.de

TECHNOLOGY CENTRE

EWM AG

ForststraBe 7-13 | 56271 Miindersbach | Germany
Tel: +49 2680 181-0 | Fax: -144
www.ewm-group.com | info@ewm-group.com

EWM HIGH TECHNOLOGY (Kunshan) Ltd.

10 Yuanshan Road, Kunshan | New & Hi-tech Industry Development Zone

Kunshan City | Jiangsu | Post code 215300 | People’s Republic of China
Tel: +86 512 57867-188 | Fax: -182
www.ewm.cn | info@ewm-group.cn

EWM AG | Sales and Technology Centre Siegen
Eiserfelder Strafe 300 | 57080 Siegen

Tel: +49 271 3878103-0 | Fax: -9
www.ewm-siegen.de | info@ewm-siegen.de

EWM AG | Sales and Technology Centre Munich
Gadastraf3e 18a | 85232 Bergkirchen

Tel: +49 8142 284584-0 | Fax: -9
www.ewm-muenchen.de | info@ewm-muenchen.de

EWM AG | Sales and Technology Centre Tettnang
Karlsdorfer Stra3e 43 | 88069 Tettnang

Tel: +49 7542 97998-0 | Fax: -29
www.ewm-tettnang.de | info@ewm-tettnang.de

EWM AG | Sales and Technology Centre Neu-Ulm
Heinkelstrae 8 | 89231 Neu-Ulm
Tel: +49 731 7047939-0 | Fax:-15
www.ewm-neu-ulm.de | info@ewm-neu-ulm.de

EWM AG | Sales and Technology Centre Nossen
Gewerbestraf3e 8 | 01683 Nossen

Tel: +49 35242 6512-0 | Fax: -20
www.ewm-nossen.de | info@ewm-nossen.de

(O SALES AND SERVICE LOCATIONS INTERNATIONAL

China
EWM HIGH TECHNOLOGY (Kunshan) Ltd.

10 Yuanshan Road, Kunshan | New & Hi-tech Industry Development Zone
Kunshan City | Jiangsu | Post code 215300 | People’s Republic of China

Tel: +86 512 57867-188 | Fax: -182
www.ewm.cn | info@ewm-group.cn

Austria

EWM HIGHTEC WELDING GmbH
Gewerbestra3e 7 | 4653 Eberstalzell | Austria
Tel: +43 7241 28400-0 | Fax: -20
www.ewm-austria.at | info@ewm-austria.at

Turkey

EWM KAYNAK SISTEMLERI TiC. LTD. STi.

Orhangazi Mah. Mimsan San. Sit. 1714. Sok. 22/B blok No:12-14
34538 Esenyurt | Istanbul - Turkey

Tel: +90 212494 32 19

www.ewm.com.tr | turkey@ewm-group.com

{:} Factories O Locations

Great Britain

EWM HIGHTEC WELDING UK Ltd.

Unit 2B Coopies Way | Coopies Lane Industrial Estate
Morpeth | Northumberland | NE61 6JN | Great Britain
Tel: +44 1670-505875 | Fax: -514305
www.ewm-morpeth.co.uk | inffo@ewm-morpeth.co.uk

Czech Republic

EWM HIGHTEC WELDING s.r.0.

Sales and Service Centre Benesov u Prahy

TyrSova 2106 | 256 01 Bene3ov u Prahy | Czech Republic
Tel: +420 317 729-517 | Fax: -712
www.ewm-benesov.cz | info@ewm-benesov.cz

Poland

EWM AG Oddziat w Polsce

Gdanska 13A | 70-661 Stettin | Poland

Tel: +48 91 433 08 70

www.ewm-stettin.pl | info@ewm-stettin.pl

@ More than 400 EWM sales partners worldwide.
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WE ARE WELDING

Would you like to find out more? Call us or send us an email! We're always happy to hear from you.

Tel.: +49 02680 181-0 | www.ewm-group.com/contact

Quality from
i Germany

EWM AG is Germany’s largest and
| one of the most important world-

wide manufacturers of arc welding
% F‘ (\ technology and a major driving
v \ J years of

- experience force in welding technology.
- : The family-run company from
‘ ‘ r 0/ Mindersbach has been living its
AG ’ ) | ) o motto “WE ARE WELDING” for over
SR 60 years with forward-looking, well
[ thought-out and sustainable
[‘\ (\ '§ complete solutions, designed with
- .| J J sales and a large helping of passion for
Over \ service locations industrial clients, as well as skilled
| craft businesses.
| — [‘\ /‘\ s e s s e s s s
TTrMrmT
Around / J J employees

\! - (\ [\ [—\ [‘\ Partner for all
®® more than J J ‘ J “ J your welding
products / technology needs

EWM AG
Dr..Glinter-Henle-Stral3e 8
D-56271 Miindersbach, Germany
Tel: +49 2680 181-0 | Fax: -244
WWW.ewm-group.com

Sales | Consultancy | Service

info@ewm-group.com

Come visit us! ﬂﬂﬂm

The content of this document has been prepared and reviewed with all reasonable care. The information provided is subject to change; errors excepted.

053-200020-00001 /2018-10/ © EWM AG






