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RegfIEWR

The sedqgulating gas sav

A profitable investment that makes the user
an environmental hero.




The Patented Regula EWR gives you 4
methods to reduce welding gas.

‘ The Gas flow is regulated automatically and synchronously
with the welding current during the entire welding process.
" More current- more Gas / Less current - less Gas ”

‘ Extremely fast Gas valve that opens and closes even at very
short welding stops.

‘ Pulsed Gas allows more reduction of Gas flow depending on
the possibility for trimming “programming” with unchanged
high Gas protection.

‘ Elimination of Gas puffs as a side effect of the above methods.

Can be connected both to manual power sources,
and power sources for automat-/robot welding.

Pulsed Gas
Documented by The Welding Institute (TWI)
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3 easy step to install

After a few minutes installation, the Re-
gula EWR is ready to save gas cost for
you. The EWR can i.e be fixed on the
power source with double sided tape.
Cut the gas hose and connect to the
EWR. Shunt shall be mounted on the
plus or minus cable , and the EWR to be

connected to 220V power supply.

Regula EWR (Electronic Welding Regulator)
automatically adjusts the gas flow syncronized
to the actual welding current. At higher wel-
ding current, the EWR gives more gas flow and
at a lower welding current it gives a lower gas
flow. More and more users can tell that
Regula EWR reduces gas consumption by:

30 - 60 %

After an initial adjustment EWRisgétting
and always gives the optimal gas flow syncron
to the welding current during the entire welding

process. With Regula EWR, the need for gas.gupply.- i~

is less at 150 A than at 200A, but the reduced
consumption is still sufficient for an excellent _

weld. xe
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The welder can with EWR fully concentrate oft
welding and he can feel safe that gas coverage
ways follows the actual welding current. This ig
especially important when welding with welding
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The old inefficient gas reduction

Gas
method.
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The old method to manually set pressure and flow on a reduction valve, often becomes
manent setting. The setting will often not be changed during the entire welding process
the welding current changes. The welder will be forced also by the old method, to alway
the gas flow so high that it is enough to provide sufficient gas coverage also for the ma:
welding current. The old method is a big waste of gas and a bad gas utilization which o
suppliers can enjoy.



The patented Regula EWR method

EWR met hod means an entirel yyem&kw way saf
but also that the right amount of gas always flows out through the welding torch gas nc
From a shunt placed on the plus or minus cable, the actual welding current transfers a
the EWR electronics and to the software that controls a frequency gas valve instantane
valve works after a patented technology and is extremely fast. It reacts automatically or
small changes in the welding current and the gas flow is totally shut down, even at very

welding interruptions.
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Comparison between the old method and Regula EWR method
(Note that the light blue area is the actual savings of gas !)



Report from Regqula Welding Monitor
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Job mome: test u ewr,
Saial Aurmnbar: 0812003
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Control and verification of the resulits.

Regula Welding Monitor

Regula Welding Monitor measures and controls the
average and actual gas flow consumption in |/min.
and the welding current ( A) during the welding se-

» quence. The result is presented on theihcight 8

~ LCD screen as graphical curves and numerical valu
The measurement values are stored in the monitor,

but can be transferred into a USB memory stick for
external storage or printing .

Cos Consumplion: 24.75 Litres (Awg fiow: 1599 Litres/min)

Without EWR'

Report from Regula Welding Monitor

Job nome: test m ewr,!
Seriol number: 0812003

Cas Consumption: 14.00 Utres (Avg flow: 8.80 Utres/min)
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Examples of measurement
results.

The workpiece in this example consists
of seven (7) welds with a total cycle time
of approx. 90 seconds.

The upper graph shows the measure-
ment without EWR. Note that the gas
flow only a few times is completely shut
down between the welds. The gas flow is
preset to 18 | /min. and the total
consumption is 24.75 liters after the
work piece have been welded ready.

When the same piece is welded with
EWR syncromized to the welding current,
the gas consumption will be approxima-
tely 13 | /min. Due to the extreamly

quick reaction of the gas walve to shut of
the gas flow between each welding se-
guence, the result is a total gas
consumption of 14.0 liters.

Gas savings
43 %



Accessories to EWR

EWR PRO MIG/MAG
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EWR BASIC MIG/MAG




