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At our manufacturing plant as well as for on-site work, the weld cladding 
is subject to a comprehensive quality control of the coating which com-
prises:
• Visual inspection:
   Extent - 100 % at the transitions
• Surface crack test by means of the colour penetration method 
   Extent - 100 % of the starting and end parts; at least 2% of the 
   welded surface
   penetration time at least 20 min
   development time at least 10 min   
• Coat thickness measurement and bonding verification  
   Extent - depending on agreement, but at least 1 measuring point 
   for each m²  
• Measurement of the FE–mixture by means of spectrum analysis or
   x-ray fluorescence analysis
   Extent - depending on agreement, but at least 1 measuring point 
   for each m²

QUALITY ASSURANCE

Quality though:

- comprehensive control

- careful preliminary  
  examinations

DIN EN ISO 9001 : 2000
DIN EN ISO 15614
DIN EN 287 – 1
DIN EN ISO 3834
DIN EN ISO 14731
DIN EN 473 ( VT, PT, MT, UT, RT )
ASME Stamp “S”
National Board Stamp “NB”, “R”

The quality control inspections are not only
limited to the examination of the quality of
the executed cladding work, but also essen-
tially include preliminary inspections and 
processing of the components to be layered.
For instance, we examine the tubes and tube
walls for compliance with the minimal wall 
thickness of 3 mm by means of ultrasound 
at a minimum of two measuring points per m².
Based on these ultrasound wall thickness 
measurements we determine the areas to be
repaired in agreement with the respective 
qualified expert.

The areas with negative deviation of wall thickness are replaced if the cal-
culated necessary ferrite wall thickness falls below the required amount or 
is less than 3 mm.
For limited damages, we carry out the repairs by means of similar surfacing 
welding or remove cracks by similar weldings.
The subsequent weld-deposited cladding is carried out according to quali-
fied welding directives with respect to welding position, parameters and
sequences, weld build-up and maximum temperatures between layers.
All these tasks are included in our quality inspections, whose high effective-
ness is guaranteed at all times by the regular implementation of audits in 
compliance with national as well as international codes. 



xervon.energy@thyssenkrupp.com
www.thyssenkrupp-xervonenergy.com

Branch
ThyssenKrupp Xervon Energy GmbH
Carl-Severing-Straße 192
D-33649 Bielefeld

Tel.  +49 (0) 521 - 1 63 99 0
Fax  +49 (0) 521 - 1 63 99 111

Head O�ce
ThyssenKrupp Xervon Energy GmbH
Baldusstraße 13
D-47138 Duisburg

Tel.  +49 (0) 203 - 4 52 676
Fax  +49 (0) 203 - 4 52 677
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