
LINCOLN ELECTRIC EMEAR

Katlenburg-Lindau (by customer’s facility) 19/02/2019

Client: Marquaradt

Target: 1) To introduce the @TSHYP solution and test it on customer’s joint configuration

Background:

The client produces metallic structures for infrastructure in general including frames for
electricity cross-country transportation.

Review of present welding conditions:

Filler metal: solid wire 1,2 mm type ESAB 12.50 in spools diam 1,2 mm

 Mechanized process
 WFS 8 m/min (280A-27,5v)
 Deposition rate approximately 4,2 Kg/h
 Travel speed 13 cm/min with oscillation
 Welding on ceramic backing

Expectation:

Increase travel speed

Trials feedback

@TSHYP – Hyperfill 2x1,0 mm

WFS
(m/min)

W.Parameters Dep. Rate
(Kg/h)

Feedback

12 (#160) 390A-33V-Trim 1,00
(with gas 82/18)

8,8 Massive presence of spatter (*)

Travel speed improved from 13 to
25 cm/min (+ 100%). Client
satisfied

(*) client didn’t complain;
material is highly oxidized.

Pieces welded with Esab wire
are spatter free.
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General customer feeling

 Positive
o Deposition rate increased by 100%
o Travel speed increased by 100%
o Cost saving for client estimated in 3 €/m or 6 €/kg of deposited material (see

calculation)

Area to improve:

 Spatter

Next actions

 Provide offer for @TSHYP full solution and Supramig HD 1,0 mm  Feimann S.
 Propose Weldycar + oscillation + accessories for fume aspiration Feimann S.
 Propose to client a DCR to begin discussion on ROI if there is a real intention to invest

in HYP  Feimann S.
 Consider as second step, possibility to automatize the full process, with a simply

automation like example below, with 1 oscillating torch HYP (or 2 torch to halve the
welding time) plus system to rotate pieces of 180° for welding the back side  T.Kron

Lorenzo Coato
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