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Feedback
Feedback on Special Edition of
Weldwell Spectrum (Vol.24, No. 3,
July- Sept, 2017) on Welding of Nickel
and Nickel Alloys

Dear Reader,
One more year of successful completion of publication of
this newsletter is coming to an end. And with this we are
entering a journey into the silver jubilee year of uninterrupted
publication. It has been a very pleasant journey. We hope
you too have enjoyed reading Weldwell Spectrum.
To produce a good quality weld joint in pipe welding back
purging is of primary concern during root pass which
consumes expensive inert gases. It is more significant in case
of austenitic stainless steel pipes in order to avoid chromium
depletion. Due to high cost of inert gases, alternative options
for expensive purging are constantly being explored. The
lead article offers few alternative tactics that can eliminate
or minimize the cost of back purging during root pass. In one
of the earlier edition (Vol. 24, No. 2) we have summarised
some of the NDT techniques. The advantages and their
limitations were discussed. In this edition we have covered
few more techniques. To increase productivity and output in
electrical power generation from coal has meant upgrading
from a conventional power boiler to advanced-ultra-supercritical boilers. These A-USC boilers will require the use
of materials which are well beyond the capabilities of the
special steels that are currently being used in USC boilers.
INCONEL® alloy 740H® (UNS N07740) is a candidate for
use as A-USC steam header pipe and super-heater tubing.
This welding guide, presented in this edition, is intended to
assist and show that with proper procedures and knowhow,
ASME code quality welds utilizing alloy 740H can be made
with matching composition filler metals. We have received
overwhelming good feedback for the special edition (Vol.
24, No. 3) on welding of nickel and nickel alloys. Some of
them are presented here. In future we intend to publish
similar editions regularly on a specific subject. A team of six
members from Weldwell Speciality visited the recently held
19th Essen Welding and Cutting International Exhibition
SCHWEISSEN & SCHNEIDEN 2017, in Germany. There
they held a large number of meetings with prospective
principals. The review section pictorially shows some of
them.

Many thanks for the special issue on Ni base alloys.
I went through the historical development of the Ni
base alloys by Sailesh Patel which contains a mine
of information on historical development on not only
Ni alloys but also about ductile cast iron, marageing
steel etc.
- Dr. Saju Albert, Scientist, IGCAR, Kalpakkam

I am thankful to you and Mr Sam Kiser for sharing
very useful information about Nickel and Nickel alloy
welding and its metallurgy and used in Oil and Gas
industries through “WELDWELL SPECTRUM” which
is a service to Welding fraternity for which we all
are thankful to you. It is obvious to understand the
criticality of handling Nickel alloy welding / fabrication,
which I have experienced during my service. In one
word “It does not accept any shortcut” I am sure you
will continue to share such Metallurgical / welding
information of various metallurgy through “Weldwell
Spectrum” I wish you all the Best
- Hegde Prakash, Welding consultant, Pune

Technical Newsletter (Weldwell Spectrum) is very well
presented. Contents on Ni alloys are spot on. Editing
is incredible. I am amazed and proud ...Weldwell
...though a non-manufacturer ...is probably the only
unique company which brings out this informative
Technical letter for last 25 years. I would add ...this
kind of quality Technical Letter publishing every
quarter on Welding and Cutting...is not being done by
“any Trader or Distributor” in India or Middle East.!!!
Huge congrats to the team...and of course ...the ever
humble ..technocrat – entrepreneur - businessman Mr C.C. Girotra.
- Pradeep Joshi, Welding Consumable Marketing
Entrepreneur, Dubai

We hope you have enjoyed reading this edition. We again
request you to give us feedback to help us improve our
efforts.

Dr. S.Bhattacharya
Editor
Editorial Board: P.S.Nagnathan, Sanjay Sahay, Ashok Rai and
Kapil Girotra
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Lead Article
Reducing purging cost in pipe welding*
INTRODUCTION
When welding stainless steel, titanium, Nickel alloys,
low alloys like P91, P92 etc., purging of root welds is
of utmost importance, because during welding, the
heated underside weld seam is exposed to atmosphere
gets oxidized when not protected. This may result
in incomplete fusion, unacceptable underside bead
contour and very likely to fail during testing. Successful
welding depends on a combination of proper purging
equipment and techniques. Due to high cost of inert
gases, alternatives options are constantly explored for
expensive purging. Here are few alternative tactics that
can eliminate or minimize the cost of back purging during
root pass:
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MATERIAL ACCEPTANCE CRITERIA
The SS filler materials are qualified as per ASME Section
II, Part C SFA-5.22 specifications for deposited weld metal
chemistry and delta ferrite number (FN) measurements.
While both Flux-cored wires and
Flux-coated
wires meet the specifications, flux-coated wires are
yet to be included into this specification.

NON-PURGING WIRES
The use of a conventional GTAW solid filler rod needs
back shielding with an inert gas, such as argon gas. The
time and amount of inert gas needed for purging the pipe
vary depending on the inside diameter and the length of
the pipe and this in turn affect markedly the total welding
cost.

Currently non-purging rods are available for SS grades
308L, 316L, 309L, 347 and 2209.

The flux-cored or flux-coated stainless steel filler rods
specially designed for this purpose that are commonly
referred as Non-Purging wires can eliminate gas purging
under side of root shielding in one-side GTAW pipe
welding, cutting the costs of underside shielding gases
and gas purging downtime including the setting time for
gas purging jigs. The flux from the coating or core forms
molten slag flows smoothly to the reverse side of the root
to cover uniformly the penetration bead extruded inside
the pipe. This molten slag protects the molten weld metal
and red heated bead from the adverse effects of nitrogen
and oxygen of the atmosphere.

Fig.1: Flux Cored GTAW wire
WATER SOLUBLE PURGE DAM
The Water Soluble Weld Purge Film or paper material
made purge dams produce an impenetrable purge
barrier but which can easily be washed away when
hydrostatically testing the pipe or just by normal wash
out. The product dissolves away completely without
leaving any fibers to clog up filters or other sensitive
parts in a system and it is strong in all directions so that
it can maintain a good gas barrier throughout the purging
process.

When the weld cools down the slag solidifies to become
thin, fragile slag, which can be removed easily by lightly
hitting the face of the joint with a chipping hammer.
Then a quality bead will appear on the face and reverse
sides of the root with a smooth, uniform ripple without
oxidation

Trace element certification can be provided to show
that Water Soluble Weld Purge Film or paper does not
contain any harmful elements and that the quantity of
halides is well below the permissible levels. The Water
Soluble Weld Purge Film or paper are completely
biodegradable.

KEYHOLE TECHNIQUE as per below illustration to be
followed will help the molten slag flow to the backside of

It can be used even at site fabrication of stainless,

*1. Weldpedia – joining the world as one; 2. Kobelco Welding Products, Japan;
3. Taseto Co. Ltd., Japan; 4. Huntingdon Fusion Techniques, UK
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duplex and chrome-moly steels as well as titanium.
Water soluble dam film or papers saves time and one
of the best means to minimize the purging cost as the
purging process is localized to the particular weld-seam
preventing any loss of expensive inert gas leaking out
even in large pipes. They are simple to install inside the
pipe using a water soluble adhesive gum or tape, and
are usually available in roll or sheet forms, of different
dimensions and pre-formed shapes to suit the purpose.

may not be available or practical
• Short, complicated, variable size assemblies where
purging systems or dams would be too long or do not
match the diameters being worked on.
• The expanding rubber seal allows the plugs to be
used for weld purging oval and out of round tubes as
well as in ‘elbows’, ‘tees’ and other fittings.
• These plugs are also ideal for creating an air-tight
seal for leak testing operations.
The all natural rubber rings of these plugs can be
replaced with silicone, nitrile, neoprene or Viton when
needed for high temperature application.

Fig. 2: Water Soluble dam paper

There are also other type of expandable Aluminium
(or Steel) Plugs are heavy duty, high temperature
resistant, meant for arduous service such as immersion
in chemicals and/ or higher temperature resistant leak
testing, sealing, isolation, stopping, but not for weld
purging.

PLUGS & STOPPERS
When other purge systems or purge film cannot be used
to make a suitable barrier for purging pipes, tubes or
fittings, the Nylon Weld Purge Plugs is a satisfactory
option. Unlike water soluble dam papers these devices
are reusable and are available for pipes having different
diameters ranging from 12 mm to 150 mm for a multitude
of applications including orbital welding. Purge plugs are
made from engineering quality Nylon that are virtually
shatter-proof, can be easily cleaned and will not rust,
corrode, seize up or lock. Plugs have strengthening ribs
to provide rigidity during use.

WELD BACKING TAPE
Weld Backing Tape is a glass fiber weld backing system
for supporting the weld pool, casting a smooth, flat weld
bead free of icicles or drop through. This protects the
weld root from the formation of heavy oxidation.
The Weld Backing Tape will trap the argon or other shield
gas from the weld torch to hold the gas surrounding the
weld pool, effectively providing a back purge facility and
keeping the weld free from heavy oxidation.
Attaching the Weld Backing Tape to the backside of a
weld, allows the welding of joints from one side only,
eliminating the need for double sided welding and no
back gouging or back grinding process will be required.
Weld Backing Tape can be used with MIG, (GMAW),
MMA (GMAW), TIG (GTAW) or plasma (PAW) processes
for the joining of all metals including stainless, duplex,
chrome and nickel steels and note that it will not change
the chemistry or metallurgy of the weld. These strips
come in roll form as shown in Fig 4.

Fig. 3: Various types of Plugs and Stoppers
Typical purging applications include:
• Use for small or odd diameter pipes where inflatable
purging systems, paper dams or water soluble film

Fig. 4: Fiberglass backing strip
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WELDING FLUX
WELDING FLUX that is popularly known as SOLAR
FLUX is a chemical compound in the form of a very fine
powder that has to be mixed with alcohol (methanol or
methyl alcohol preferred) and brushed to the back side
of the weld joint. The applied flux shields the underside
of the weld joint from oxidation and also helps dissipative
heat. The flux also aids the flow of filler metal to the
underside by forming a protective barrier and prevent
re-oxidation or heat scale. The thin glass-like residue is
chemically inert after welding and adheres tenaciously
to the base metal and can be removed by mechanical or
chemical means.

both vacuum and glove box alternatives. In addition, it
provides a significant reduction in cost with a very small
floor footprint and availability of a range of sizes from
stock.

Fig. 6: Flexible Welding Enclosure
INFLATABLE PURGE BLADDERS
Inflatable Purge Bladders are Reliable, Faster, easy to
use and the most effective system available for pipe
purging. The system is pulled into position and inert gas
used for purging would also inflate the bladders (dams) to
provide a 100% leak tight seal on either side of the weld
joint. The system includes a purge valve that opens after
the bladders are inflated to purge the space between
the bladders ensuring a clean, even penetration bead.
Once the weld is completed, the gas is turned off and
the bladders are deflated so the system can be pulled
through the pipe to the next weld joint. These systems
are specifically designed to be easily pulled into position
through long sections of pipe and around elbows without
the risk of getting jammed or stuck in the pipe.

There are two types of Solar Flux available pending
deon the: based:
• Type I used for high nickel super alloys
• Type B for Alloy and stainless steels
Welding Flux is one of the methods for getting “X-ray
quality without purging!”

Fig. 5: Solar Flux

There are also bladders for special applications called
Tandem Purge Bladders, Multi-Port Purge Bladder,
Quick-Purge (for larger pipes) and Heat-Resistant Purge
Bladders covering the entire gamut of requirements.

FLEXIBLE WELDING ENCLOSURE
The range of Flexible Welding Enclosures has been
designed for applications where a rigid chamber may
not be economically viable or where space may be at a
premium, they are low cost, suitable for welding titanium,
zirconium and other reactive metals.
Typical applications include the occasional and production
welding of titanium and nickel alloy components for the
aerospace, medical and racing car industries and for the
welding of stainless steel components to eliminate the
expensive cleaning of discoloration.

Fig. 7: Inflatable Purge Bladders

CONCLUSIONS

A number of techniques are available to reduce the
cost of purging without compromising satisfactory weld
joints. This is achieved by employing efficient shielding
of the weld zone employing appropriate techniques
and equipment. For availability and details of each
product please visit www.weldwell.com or contact Nivek
Agencies, email: sales@weldwell. com

Apart from the standard models, special enclosures are
designed and custom manufactured to suit applications
of nuclear, petrochemical, pharmaceutical, semiconductor, aerospace and food industries for handling
a wide range of products and materials, as well as in
the pipeline industry with clam shell models to fit on and
off pipes. Due to its flexibility and design, it scores over
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Education
The ABCs of Non-destructive Weld Examination *, ** (Part 2)
(continued from Part 1 in earlier issue)

In Part 1 of this article we have covered Visual Inspection, Radiography and Ultrasonic Testing. The final
second part contains the rest of the popular NDT of welds
DYE PENETRATION (DYE PEN)
Surface cracks and pinholes that are not visible to
the naked eye can be located by the liquid penetrant
(Dye Penetration) inspection. It is widely used
to locate leaks in welds and can be applied with
austentic steels and nonferrous materials where
magnetic particle inspection would be useless.
Liquid penetrant inspection is often referred to as an
extension of the visual inspection method.

sufficient time (15 - 20 minutes for normal inspection)
must be allowed for the liquid to be fully absorbed
into the discontinuities. This may take an hour or
more in very exacting work.
MAGNETIC PARTICLE INSPECTION (MPI)
Magnetic particle inspection is a method of locating
and defining discontinuities in magnetic materials. It
is excellent for detecting surface defects in welds,
including discontinuities that are too small to be
seen with the naked eye and those that are slightly
subsurface. This method may be used for in process
inspection of each weld pass or layer, postweld
evaluation and to inspect repairs. This is a very
inexpensive and quick method of weld inspection,
however, it is only used to check fillet welds for surface
imperfections. It is a good method for detecting
surface cracks of all sizes in both the weld and
adjacent base metal, subsurface cracks, incomplete
fusion, undercut and inadequate penetration in the
weld, as well as defects on the repaired edges of the
base metal.

This system operates on a capillary action principle
where a fluid in the form of a florescent or nonflorescent dye is applied to a weld surface. Capillary
action draws the liquid into the surface openings, and
the excess is then removed. A “developer” is used to
draw the penetrant to the surface, and the resulting
indication is viewed by ultraviolet (black) light. The
high contrast between the fluorescent material and
the object makes it possible to detect minute traces
of penetrant that indicate surface defects.
Two types of penetrating liquids (fluids) are used
- fluorescent and visible dye. With fluorescent
penetrant inspection, a highly fluorescent liquid with
good penetrating qualities is applied to the surface of
the part to be examined. Dye penetrant inspection is
similar, except that vividly coloured dyes visible under
ordinary light are used. Normally, a white developer
is used with the dye penetrants that creates a sharply
contrasting background to the vivid dye colour. This
allows greater portability by eliminating the need for
ultraviolet light.

In this method, the welded area is coated with a
magnetic flux containing iron (ferrous) particles and
probes are usually placed on each side of the area to
be inspected, and a high amperage current is passed
through the workplace between them. A magnetic
flux is produced at right angles to the flow of current.
When these lines of force encounter a discontinuity,
such as a longitudinal crack, they are diverted and
leak through the surface creating magnetic poles
or points of attraction. The magnetic powder (flux)
dusted onto the surface will cling to the leakage
area more tenaciously than elsewhere forming an
indication of the discontinuity.

The part to be inspected must be clean and dry,
because any foreign matter could close the cracks
or pinholes and exclude the penetrant. Penetrants
can be applied by dipping, spraying or brushing, but

* Introduction to the Non-destructive Testing of Welded Joints, Second edition, R Halmshaw, ABINGTON PUBLISHING, UK
** The ABC’s of Nondestructive Weld Examination, Reprinted courtesy of Welding Journal magazine, Lincoln Electric website
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imaging systems and leak testing,

For this indication to develop, the discontinuity must
be angled against the magnetic lines of force. Thus,
when current is passed longitudinally through a
workpiece, only longitudinal flaws will show. Putting
the workpiece inside a solenoid coil will create
longitudinal lines of force that cause transverse and
angular cracks to become visible when the magnetic
powder is applied.

CHOICE OF PROCESS CONTROLS QUALITY
A good NDE program must recognize the inherent
limitations of each process. For example, both
radiography and ultrasound have distinct orientation
factors that may guide the choice of which process
to use for a particular job. Their strengths and
weaknesses tend to complement each other. While
radiography is unable to reliably detect laminationlike defects, ultrasound is much better at it. On the
other hand, ultrasound is poorly suited to detecting
scattered porosity, while radiography is very good.

Although much simpler to use than radiographic
inspection, the magnetic particle method is most
suitable for use with elongated forms of defect, such
as cracks, and less with round cracks such as gas
pockets.

Whatever be the inspection techniques used, paying
attention to the following “Five P’s” of weld quality
will help reduce subsequent inspection to a routine
checking activity. Then, the proper use of NDE
methods will serve as a check to keep variables in
line and weld quality within standards.

Magnetic powders maybe applied dry or wet. The
dry powder method is popular for inspecting heavy
weldments, while the wet method is often used in
inspecting aircraft components. In the wet method,
very fine red or black particles are suspended in
water or light petroleum distillate. This can be flowed
or sprayed on, or the part may be dipped into the
liquid. The wet method is more sensitive than the dry
method, because it allows the use of finer particles
that can detect exceedingly fine defects. Fluorescent
powders may be used for further sensitivity and
are especially useful for locating discontinuities in
corners, keyways, splines and deep holes.

The Five P’s are:
• Process Selection - the process must be right for
the job.
• Preparation - the joint configuration must be right
and compatible with the welding process.
• Procedures - the procedures must be spelled out
in detail and followed religiously during welding.

SOME RECENT DEVELOPMENTS IN NDT
It includes a number of new NDT methods and the
following mentions only the names of the main
recent developments in NDT since it is beyond the
scope of this note.

• Pretesting - full-scale mock-ups or simulated
specimens should be used to prove that the
process and procedures give the desired standard
of quality.
• Personnel - qualified people must be assigned to
the job.

The increasing impact of computer technology and
the possibilities of automated interpretations of NDT
findings has opened new approach to NDT. The
impact of computer technology, i.e. the digitization,
storing and processing of data, has led to the
possibilities of automated interpretations of NDT
findings.

We are using new technologies in meaningful
ways. To build our new refinery in 60 percent of
the time it took to build our first, we are training
20,000 people in a new generation of welding
technology in six months.

Some of the recent inspection techniques include
acoustic emission, optical holography, ultrasound

- Mukesh Ambani
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Technical
A Practical Guide on Welding INCONEL® Alloy 740H®
Special Metals – a PCC Company publication

INTRODUCTION
In today’s world, the use of high-nickel superalloys
has greatly increased, as people are developing
ways to increase productivity and output. For the
electrical power generation from coal, this increase
has meant upgrading from a conventional power
boiler to an Ultra-Super-Critical boiler (USC). In
the future even higher efficiency is expected from
advanced ultra-super-critical boilers which are now
under development. These A-USC boilers will require
the use of materials that are capable of withstanding
operating temperatures and pressures which are
well beyond the capabilities of the special steels that
are currently being used in USC boilers. INCONEL®
alloy 740H® (UNS N07740) is a candidate for use as
A-USC steam header pipe and super-heater tubing.

customer, most likely it will be in the solution treated
condition. Generally there will be a thin layer of oxide
on the material surface. This oxide layer needs to
be removed from the areas where welding is to be
done. For the tubing and piping products, both the
outside (O.D.) and inside (I.D.) surfaces will need to
be cleaned.
JOINT DESIGN
Many different joint designs may be used when
joining alloy 740H products. However, modification of
the basic designs may be required to allow adequate
access to the joint. This is normally accomplished
by either increasing the root gap or increasing the
included angle.
Tube-to-tube welds are typically made utilizing the
V-groove joint design with a small 1.6 mm land.
Whether made manually or automatically, an open
root joint design is typical throughout the industry. For
the nipple-to-header welds, a full penetration socket
weld is the joint design most commonly used.

INCONEL alloy 740H is a nickel-based , precipitation
hardenable super alloy that offers a unique
combination of high strength and creep resistance
at elevated temperatures along with resistance
to high temperature coal ash corrosion. The alloy
was originally targeted as in A-USC boiler tubes in
superheater sections of these plants but was then
adapted for application as a material for steam
headers to which the boiler tubes are connected.
A-USC boiler tubes are conventional sizes (typically
38 to 76 mm outer diameter). The steam main
header pipe sizes occupy a much a larger size range,
with outer diameter greater than 305 mm and wall
thickness likely exceeding 38 mm. Seamless steam
reheat piping, at up to 760 mm outer diameter is also
a feasible product line with INCOLEL alloy 740H.

WELDING PARAMETERS
To weld alloy 740H materials, parameters similar to
those used for stainless steels are recommended.
GAS TUNGSTEN-ARC WELDING
GTAW using cold-wire is the most commonly used
welding process. GTAW is also used as automatic
process as well. GTAW is performed with direct
current and straight polarity (DCEN).
The recommended shielding gases for INCONEL
740H are helium, argon, or a mixture of the two.
With a preferred mixture of 75% argon and 25%
helium, welding travel speeds can be increased as
much as 30% over those achieved with 100% argon.
Shielding gas flow rate is critical. For argon 0.28 to
0.57 cu.m./hr is typical for manual welding. Helium
should flow at 1-1/2 to 3 times the rates for argon to
compensate for helium’s greater buoyancy.

As with all high nickel alloys, welding can be very
challenging even to an experienced welder. This
guide is intended to assist and show that with proper
procedures and knowhow, ASME code quality welds
utilizing alloy 740H can be made with matching
composition filler metals.
BASE METAL PREPARATION
The single most important issue when it comes to
making a quality weld on alloy 740H is cleanliness.
With alloy 740H tubing, when it is received by the

Tungsten electrodes or alloyed with 2% thoriated
electrode will give good results. Regardless of the
electrode used, it is important to avoid overheating.
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For most work, the vertex angle should be between
30 and 120 degrees with a flat land of about 0.38 mm
at the tip end.

Transverse side bends from each dissimilar weldment
when tested in accordance with ASTM section IX
and AWS B4.0 for side bends test to a 2T radius,
both the SMAW and GTAW, direct aged, met the
requirements.

The torch should be held at nearly 90 degrees to
the work. The arc length may be longer if filler metal
is to be added but it should be the minimum length
practical for the diameter of filler metal to be used.
The interpass temperature should not be greater
than 177°C.

GAS METAL-ARC WELDING
When welding 740H using GMAW process a liquid
cooled welding torch should be used. A teflon liner
is preferred over a steel liner. Reverse-polarity direct
current (DCEP) should be used with the GMAW
process.

The size of filler metal used must be appropriate for
the thickness of the material being welded. The filler
metal should be added carefully at the leading edge
of the puddle to avoid contact with the electrode. The
hot end of the filler metal should always be kept in
the protective atmosphere during welding.

Although the majority of welding done on 740H to-date
utilized the GTAW process, several heavy section
(50.8 mm thick) were done with the GMAW process
utilizing the pulsing transfer mode (PGMAW).

It is crucial that each weld bead deposited be
examined for excessive oxide build-up, lack-of-fusion
indications or areas that may need to be skimmed
with a grinder to ensure proper tie-in with subsequent
beads. With proper parameters and convex weld
beads, centerline cracking is can be avoided.

ASME SECTION IX QUALIFICATIONS
In order for alloy 740H to become ASME Section
IX qualified code case (2702) had to be met. Unlike
a normal qualification, all the testing to be carried
out in the direct aged condition (solution-annealed +
aged + welded + aged).

DISSIMILAR WELDING
When using alloy 740H in dissimilar applications,
care must be taken to ensure the material(s) being
joined to alloy 740H will not have a detrimental
effect on the mechanical and or physical properties.
Utilizing the SMAW and GTAW processes, code
quality weldments can be produced by joining alloy
740H to P92 steel with INCONEL welding electrodes
(WE) 182 and filler metal 82. Welding Electrode182
and filler metal 82 have a long history of being used
for dissimilar applications, especially with alloy to
steel combinations.

Transverse side bends were sectioned from the
qualification weldments and tested. Per code
requirements, bend tests are required to pass a
minimum 4-T bend radius. Both the GTAW and
PGMAW weldments passed all four transverse side
bends.
Samples of Procedure Qualification Records and
Welding Procedure Specifications are available on
request.
CONCLUSION
If followed, the above information regarding how to
weld INCONEL alloy 740H should provide adequate
guidance to produce a code quality weld utilizing
740H materials. As any skilled welder knows, a lot
more can be said about welding high nickel alloys.
This guide is intended to be just as the title reads “A
practical guide on welding INCONEL alloy 740H”.

At no time during the fabrication of the dissimilar
metals did the above filler materials exhibit any type
of questionable performance of weldments. Both the
182 WE and 82 FM fused with the P92 base material
with no problem. The wetting and tie-in actions are
as good as or even slightly better than that of a
similar weldment using matching 740H filler. Each
weldment was given a post weld aging treatment of
760°C /4hr/AC to satisfy requirements of both alloy
740H and P92.

Should additional how-to information be needed on
welding alloy 740H contact Weldwell Speciality Pvt.
Ltd directly, email: sales@weldwell.com.
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Review
The 19th Essen Welding and Cutting International Exhibition
SCHWEISSEN & SCHNEIDEN 2017
The 19th Essen Welding and Cutting International
Exhibition SCHWEISSEN & SCHNEIDEN 2017,
was organised by Messe Essen in co-operation
with DVS - German Welding Society, from 25th
September 2017 till 29th September, 2017, at East
Congress Centre at Messe Düsseldorf, Germany.
The exhibition was inaugurated the previous evening
to a colourful start. It was held in seven halls with
over 1000 exhibitors from 41 countries. 21 Indian
exhibitors also participated.

A team of six members from Weldwell visited the
exhibition and held wide ranging meetings with
a number of exhibitors for possible technical and
commercial co-operations.

An International Young Welders’ Competitions was
staged in Hall 14. The winners were announced
by the closure of SCHWEISSEN & SCHNEIDEN
exhibition.

The world’s premier fair is not only a showcase for
new products, processes and services but is also
becoming a significant platform for the exchange of
specialist ideas with the DVS CONGRESS in the topclass supporting programme. It generated a large
volume of business transactions as well.

The exhibition covered a large number of products
and service range relevant to welding and cutting

Amongst other exhibits, it is possible to see
production installations and robots on booths with
futuristic arrangements in part. A large number of
exhibits were displayed for 3D printing facility, laser
welding and small automation.
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When you need...

Special Welding Products
Think of Weldwell

Welding Products Company

Ni & Ni Alloy Consumables

Cr Mo Steel Consumables

Cut with confidence ®

A KOBE Group Company

Air Plasma Cutting Machines

SS & Duplex Consumables

iabco

Panasonic
ideasforlife

0.8 mm max

Copper and Copper Alloys

UNISCO

0.4 mm max
0.8 mm max

0.8 mm max

Class 1

Aluminium & Aluminium Alloys

0.8 mm max

Class 4

Consumable Inserts

2.4 mm max

Class 5

Welding Equipments

WELDWELL SPECIALITY PVT. LTD.
&

Inverter Welding Machines

Welding Aids, Flexible Enclosures

401 Vikas Commercial Centre,
Dr. C. Gidwani Road, Chembur,
Mumbai - 400 074.
Website: www.weldwell.com

Low Alloy Consumables

( +91 22 66462000/ 25205523
6 +91 22 25206789
* sales@weldwell.com
nivek@weldwell.com

Branches: §Baroda §Pune §Surat

