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Welding

Component handling

We have excellent capabilities for handling 

components during welding. The capacity of 

our largest turntable is up to 50 metric tons. 

We have three welding rotators, the largest 

of which can load up to 20 + 20 tons. The 

individual lifting capacity is 32 tons. 

We offer welding based on qualified procedures as a stand-alone service or combined with 

cold forming and/or heat treatment. Our main welding methods are submerged arc welding 

(12), MAG welding (136) and manual arc welding (111). Quality control for welding conforms 

to ISO 3834-2:2005 and is certified by Det Norske Veritas.

Welding

Our welders are qualified in accordance with EN 287-1/EN 1418 and ASME IX standards. 

Welding procedures have been approved by the following third-party tests:

    * EN 288-3

    * EN ISO 15614-1

    * HP 2/1

    * ASME IX
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Cold Forming

Dishing

In this manufacturing method the blank is dished in a hydraulic press to meet the spherical 

radius of the end. The knuckle radius is flanged in a spinning machine. We have six hydraulic 

presses that can dish steel plates up to a thickness of 80 mm. Dished discs of over 8000 mm 

in diameter are manufactured by welding individual plates together.

Roll bending and press bending

We have three plate rolls and one bending press that can form different steel products for 

industrial use. Plate rolls can roll steel plates up to 50 mm in thickness and 4000 mm in 

width. The bending press is 4200 mm in length and has a stroke of 300 mm and a nominal 

pressing force of 4000 kN. 

Flanging and spinning

Our most frequently used manufacturing 

method is flanging and spinning. The method 

is best applied to small, tailor-made series. 

We have six spinning machines with an R2 

maximum of 950 mm. We can spin steel plates 

up to a thickness of 40 mm, while the maximum 

diameter of a spun end is 11 000 mm.

We offer cold forming as a stand-alone service or combined with welding and/or heat treatment. The methods used in 

cold forming are dishing, flanging and spinning, roll bending and press bending.
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Heat Treatment

We offer heat treatment as a stand-alone service or combined with cold forming and/

or welding. Our heat treatment methods are normalising, stress relieving and solution 

annealing combined with air or water cooling. Heat treatment relieves the tensions caused 

by cold forming and/or welding. It can be used for e.g. castings, welded structures and 

complete pressure vessels.

We have four heat treatment furnaces with a working temperature of up to 1200 °C. The 

maximum dimensions of treated components are 8400 mm (width), 10 700 mm (length) 

and 2790 mm (height). The diameter of the quenching pool is 6800 mm with a depth of 1500 

mm. All our furnaces are equipped with a control system and several recorders providing 

an exact heat treatment process. 
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Raw materials are obtained directly from the 

best steel mills in Europe. Our primary materials 

are carbon steel and stainless steel. Materials 

conform to EN, BS or ASME standards or 

customer’s specifications.

Carbon steel

pressure vessel steel

fine grain steel

structural steel

Stainless steel

austenitic

super austenitic

duplex

super duplex

ferritic

Shot blasting

width 8 m

height 9 m

length 16 m

Painting

width 8 m

height 9 m

length 18 m

Pickling, bath

diameter of bath 5,5 m

depth of bath 2 m

lifting capacity 7,5 tons

Pickling, paste

base 11 m x 15 m

hook height 8 m

lifting capacity 32 tons

Surface Treatment & Materials

The surface of the products can be treated according to the customer’s needs and the specifications of the quality 

system. We offer a range of surface treatments: pickling, shot and sand blasting, painting and polishing.
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Quality Control

Our quality system is built according to ISO 9001 and is certified by Det Norske Veritas. 

Quality control for welding conforms to ISO 3834-2:2005  standard. Specific quality plans for 

end manufacturing and testing can be provided on customer’s request. Tensile, bend and 

impact tests can be performed in our own material testing facility which has been officially 

approved and is regularly calibrated.

Material testing

Our testing facilities are capable of performing non-destructive material testing, including 

radiographic inspection, dye penetrant and magnetic particle inspection. Our material 

testing also includes tensile, impact and bend tests. The tensile testing machine and 

the impact testing machine are regularly calibrated by VTT. Our inspectors are qualified 

according to EN 473 standard for level 2 inspection.

Qualified and accredited subcontractors are used for instance for ultrasonic testing and 

destructive material testing, including analyses, macro and micro examination, corrosion 

tests, hardness tests and ferrite measurements.

Third party inspectors

On customer’s request our ends can also be inspected by Third Parties, such as:  

    * Inspecta

    * Dekra

    * TÜV

    * DNV

    * LR

    * ABS

    * GL

    * BV

    * RINA

    * RMRS
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Quality Assurances

    * Quality management system ISO 9001 + ISO 3834-2 certified by DNV

    * Environmental management system ISO 14001 certified by DNV

    * DNV, statement of conformity to directive 97/23/EC (PED)

    * TÜV manufacturing approval AD 2000-Merkblatt W0/HP0

    * TÜV, statement of conformity to directive 97/23/EC (PED)

    * ASME, U Certificate of Authorization

    * ASME, S Certificate of Authorization
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