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VIAR Group:  I n t roduc t ion

VIAR S.p.A., is a Company established in 1980 in Sumirago(Varese, Malpensa airport area).
Initially specialized in the production of branch outlet fittings and forged fittings, VIAR soon started supplying a wide range 
of special and bespoke pieces in response to international market demands.
Thanks to several strategic investment projects performed in the last three years, VIAR Group can offer a one of a kind
large portfolio of products and services, almost unique in the oil&gasmarket.
CƻŎǳǎŜŘ ƻƴ ŀŎŎƻƳǇƭƛǎƘƛƴƎ ǘƘŜ ƘƛƎƘŜǊ ŀƴŘ ƘƛƎƘŜǊ ǊŜǉǳƛǊŜƳŜƴǘǎ ƻŦ ǘƘŜ ǎǳōǎŜŀ ƛƴŘǳǎǘǊȅΣ ǿŜ ǎǘǊƻƴƎƭȅ ƛƳǇǊƻǾŜŘ ƻǳǊ άone stop 
shopέ ǎǘǊŀǘŜƎȅΣ ŘŜǾŜƭƻǇƛƴƎ ƛƴƴƻǾŀǘƛǾŜ HEAT TREATMENT FACILITIES and WELDING EQUIPMENT (TIGertechnology), 
improving our MACHINING CAPBILITIES and consolidating internal DESTRUCTIVE AND NON-DESTRUCTIVE TESTING.
Development of close-die forging facility and the acquisition of FORGIATURA MARCORA (one of the most important 
open-die forging company in Italy) permitted to VIAR to realize a VERTICALLY INTEGRATED VALUE CHAIN able to offer any 
kind of solution, manufactured under the same roof.



VIAR Group:  I n tegra ted  Supp ly  Cha in

All our components can be produced under the same roof with no sub-contracting.
In fact, following strong investments in facilities, machinery and human resources, VIAR completed its supply chain, 
ōŜŎƻƳƛƴƎ ŀƴ ƛƴƴƻǾŀǘƛǾŜΣ ŜŦŦƛŎƛŜƴǘΣ ǇǊƻŦƛǘŀōƭŜ ŀƴŘ ǊŜƭƛŀōƭŜ ǎǳǇǇƭƛŜǊ ƻŦ άǘǳǊƴƪŜȅέ ŎƻƳǇƻƴŜƴǘǎΦ

Not only is this integrated business model our strength, but it is also an undeniable guarantee of quality for our customers.



O R D E R  M A N A G E M E N T

A B O U T U S :  VIAR

Our Operations Unit is the nerve center of the Company, through which all necessary information for the planning and practical 
ŜȄŜŎǳǘƛƻƴ ƻŦ ŀ tǊƻƧŜŎǘ ŦƭƻǿΦ LǘΩǎ ǘƘŜ ŘŜǇŀǊǘƳŜƴǘ ǘƘŀǘ ǘƘŜ /ƭƛŜƴǘ ǿƛƭƭ ƛƴǘŜǊŦŀŎŜ ŦƻǊ ǘƘŜ ŘǳǊŀǘƛƻƴ ƻŦ ǘƘŜ tǊƻƧŜŎǘΦ
Project Managers are the Team Leaders; they are in charge of managing the personnel and resources assigned to a Project to 
ensure the best and swift execution according to the Project requirements. They represent the focal point of contact between 
Clients and our Company. After years of work, they have developed the necessary skills to ensure a prompt and accurate 
management of the Project and any additional requests or changes to the scope of the Project.
Project Managers are also supported by the Document Controllers, who manage all documentation pertaining to a Project in 
accordance with the requirements set by the Client. They are responsible of upkeeping the full traceability of the documentation
Ŧƭƻǿ ŦƻǊ ǘƘŜ ŜƴǘƛǊŜǘȅ ƻŦ ǘƘŜ tǊƻƧŜŎǘΩǎ ƭƛŦŜǎǇŀƴΦ
Material specialists, Engineers, draftmenand inspection coordinators complete the team.



E N G I N E E R I N G

A B O U T U S :  VIAR

VIAR is able to design and verify special piping components by means of FintiteElement Analysis. 
VIAR designs special piping components in accordance with ASME VIII div.2 Part 5 as well as in accordance with other 
international recognized standard.
The adequacy of the design of flanges, branch connection fittings, tees and other piping components is established by 
mathematical analysis contained in pressure vessel or piping code (ASME, DIN, EN and STOOMWEZEN rules).
Piping components not listed in international recognized standard like flanges not in accordance with ASME B16.5 or ASME 
B16.47 are commonly designed in accordance with ASME VIII div.1 and ASME VIII div.2 (Part 5).



I N G O T  I D E N T I F I C AT I O N  A N D  C U T T I N G

A B O U T U S :  FORGIATURA MARCORA

The raw material is stictly sourced from Italian or west European qualified suppliers.
We buy the ingots with "tailored" chemical compositions, in order to meet the project requirements and achieve the requested 
mechanical properties.



O P E N - D I E  F O R G I N G

A B O U T U S :  FORGIATURA MARCORA

Forgiatura Marcora is a renowned open-die forging house, established in 1952. In 2016 Forgiatura Marcora became part of VIAR 
Group and it is today 100% owned by VIAR.
Thanks to its forging presses up to 5000 tons, Forgiatura Marcora produces open die forgings in carbon, alloy and stainless steel 
as well as duplex and superduplex, up to the maximum weight of 30 tons. 



A B O U T U S :  FORGIATURA MARCORA



A B O U T U S :  FORGIATURA MARCORA



A B O U T U S :  FORGIATURA MARCORA



A B O U T U S :  FORGIATURA MARCORA
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A B O U T U S :  FORGIATURA MARCORA



C L O S E D - D I E  F O R G I N G

A B O U T U S :  VIAR

Our closed-die forging division is focused on the production of forged fittings and branch outlets in all grades. Its products have 
been used for decades in oil & gas, petrochemical, power generation and many other industries.
Our stateςofςthe-art infrastructure  in Primaluna(Lecco) is equipped with latest and technologically advanced machines to 
deliver small or bulk orders with excellence. 
We closed-die forge over 10000 types of fittings and outlets.



C L O S E D - D I E  F O R G I N G

A B O U T U S :  VIAR



M A C H I N I N G  FA C I L I T I E S

A B O U T U S :  VIAR

VIAR premises is equipped with an extensive range of modern machinery ensuring optimum quality of production in total 
conformity with the most stringent specifications.

ÅCNC, center and hydraulic lathes

ÅVertical lathes up to Ø2500

ÅCentre lathes up to 10 mt

ÅMilling machines (boring-mill, plano-type mill, 
four head mill, travelling column mill)

Å Milling cutters

Å Sawing machines (to 2300Ĭ2000 mm)

Å Hacksaws

Å Boring machines

Å Grinding machines

Å Blasting machines

Å Vertical drilling units

Å EDM machines;

Å Honing machines



M A C H I N I N G  FA C I L I T I E S

A B O U T U S :  VIAR

VIAR premises is equipped with Multi-Tasking Machining Center which is a complete fusion of CNC turning center and 
machining center, forming by far the most advanced Multi-Tasking machine in the industry. Complete all operations in a 
single setup ςturning, milling, boring, drilling and more. The machine delivers precision and performance for heavy, large-
diameter, shaft-type workpieces for a wide range of industry applications.
The machine is equipped with a high-output integral spindle motor featuring two gear ranges for a wide scope of heavy-
duty machining applications. A drop-worm system with the same positioning accuracy as a machining center rotary table 
drives the C-axis (0.0001-degree increments).
The high performance milling spindle is a 50 taper, single spindle turret with automatic tool changer. A heavy-duty roller 
gear cam makes up the framework of the machine's B-axis that provides milling spindle indexing or contouring and 
maximum tool point agility.
Fully programmable, servo driven, steady rest and tailstock ensure safe and accurate machining of long workpieces.



H E AT  T R E AT M E N T  FA C I L I T I E S

A B O U T U S :  VIAR

Since 10 years, VIAR has developed, applied and implemented a wide range of competences and capabilities in providing heat 
treatment processes of forging products including case hardening, tempering, solution and ageing treatment, Specialty Stainless 
Steel Processes (S3P), annealing and normalizing.
Our facilities process a wide variety of component sizes, with a combined daily capacity of about 30 tons, to exacting standards
with reliable, repeatable results. Our inspection procedures exceed the industry standard and can be tailored to meet a 
ŎǳǎǘƻƳŜǊΩǎ ǊŜǉǳƛǊŜƳŜƴǘΦ ±L!w ǘŜŀƳ ƻŦ ƻƴ-staff metallurgists and fully operational Quality Assurance Department are ready to 
ensure the highest quality and level of safety in any job. All forgings used in the manufacture of our products have to be heat 
ǘǊŜŀǘŜŘ ƛƴ ŀŎŎƻǊŘŀƴŎŜ ǿƛǘƘ ǘƘŜ ǎǇŜŎƛŦƛŎŀǘƛƻƴǎ ŀǇǇƭƛŎŀōƭŜ ǘƻ ǘƘŜ ƳŀǘŜǊƛŀƭ ǳǎŜŘΦ bƻ ƳŀǘŜǊƛŀƭ Ŏŀƴ ŜƴǘŜǊ ǘƘŜ άƛƴŎƻƳƛƴƎ ƳŀǘŜǊƛŀƭ 
ŎƻƴǘǊƻƭ ŀǊŜŀέ ƳƛǎǎƛƴƎ ǘƘŜ ŎƻǾŜǊƛƴƎ ŎŜǊǘƛŦƛŎŀǘŜ ŦƻǊ ŎƘŜƳƛŎŀƭ ŀƴŘ ƳŜŎƘŀƴƛŎŀƭ ǇǊƻǇŜǊǘƛŜǎ ŀƴŘ ǊŜƭŀǘŜŘ ƘŜŀǘ ǘǊŜŀǘƳŜƴǘ ŘƛŀƎǊŀƳΦ



M E C H A N I C A L E N D  M E TA L L O G R A P H I C  T E S T I N G

A B O U T U S :  VIAR

In addition to the incoming material control, VIAR Quality department carries out regular controls during the manufacturing 
cycle.
VIAR S.p.a. makes in the in-house laboratory quantometric, destructive, non destructive and special tests.
As per our incoming material control procedure a spot quantity of each heat number is subject to quantometricanalysis.
The quality department of VIAR S.p.a. carries out regular monitoring during all the manufacturing process.
When required by the client or the project, the tests are carried out by external/independent laboratories. 



W E L D  O V E R L AY

A B O U T U S :  VIAR

VIAR is equipped with various automatic welding machines for the Cladding of pipes and special items to be used in Offshore or 
Subsea applications. Cladding is also common in petrochemical industry applications and for power plant equipment.
The TIGerbi-cathode weld overlay technology used has been developed by POLYSOUDE, a variant of TIG Hot Wire cladding. The 
basic principle involves the juxtaposition of two TIG arcs, organized and controlled to be combined into one single arc with the
calorific value of the combination of both powers, but with characteristics which are unusual for such intensities.
The addition of the preheated wire, warmed up using the Joule effect via the energy of a third current source, supports the 
specific profile of formed the weld pool helps improve the efficiency of the entire procedure in a sustainable way.
Depending on the requirements, it is possible to optimize the thickness of the layers to within a range between 1.5 and 3.5 mm. 
This flexibility enables the quantity of weld metal to be adjusted to strict requirements and thus significant savings can bemade, 
taking into account the costs of filler products (generally the noble alloys).



W E L D  O V E R L AY

A B O U T U S :  VIAR

1 PolysoudeColumn & Boom 
GTAW (TIG) unit
for Weld Overlay and ButtWelds

Min. ID Pre-Clad = 44 mm, 38mm clad ID (L 1000 mm max)
Maximum OD = 1400 mm 

Max Length of Pipe = 6000 mm
Max. Length of cladding = 3000 mm (2 x 1500 mm)

4 PolysoudeTWIN TIGer
GTAW (TIG) units
for Weld Overlay

Min. ID Pre-Clad = 135 mm (L 6000 mm max) / 150 mm (L 12000 mm max)
Maximum OD = 900 mm

Max Length of Pipe = 12000 mm
Max. Length of cladding = 12000 mm

2 PolysoudeTWIN TIGer
GTAW (TIG) units
for Weld Overlay

Min. ID Pre-Clad = 135 mm (L 6000 mm max) / 150 mm (L 12000 mm max)
Maximum OD = 900 mm

Max Length of Pipe = 12500 mm
Max. Length of cladding = 12500 mm

1 Polysoude Column & Boom 
GTAW (TIG) unit
for Weld Overlay and ButtWelds

Min. ID Pre-Clad = 44 mm (Hot Wire) / 100 mm (TIGer)
Maximum OD = 1200 mm 

Max Length of Pipe = 3000 mm
Max. Length of cladding = 2000 mm (2 x 1000 mm)

1 PolysoudeColumn & Boom SPX 
GTAW (TIG)orbital unit
for vertical Weld Overlay

Min. ID Pre-Clad = 44 mm 
Maximum OD = 1200 mm

Max Length of Pipe = 3000mm
Max. Length of cladding = 3000 mm (2 x 1500 mm)

1 Steel Mec - Lincoln Column & Boom
SAW-ESW unit
for Weld Overlay and ButtWelds

Min. ID Pre-Clad = 300 mm
Minimum OD = 200 mm
Maximum OD = 5000 mm

Max Length of Pipe = 12000
Max. Length of cladding = 3000 mm

2 Polysoude Column & Boom
GTAW (TIG) units
For Weld Overlay and ButtWelds

Min. ID Pre-Clad = 44 mm (Hot Wire) / 100 mm (TIGer)
Minimum OD = 100 mm
Maximum OD = 1400 mm

Max Length of Pipe = 12000 mm
Max. Length of cladding = 2000 (2 x 1000 mm)

1 Lorch S5 XT
GTAW Semi-automatic unit
for Weld Overlay and ButtWelds

Min. ID Pre-Clad = 100 mm
Minimum OD = no limits
Maximum OD = no limits

Max. Length = no limits

1 Lorch V50 DC
GTAW Manual unit
for Weld Overlay and ButtWelds

Min. ID Pre-Clad = N/A
Minimum OD = no limits
Maximum OD = no limits

Max. Length = no limits

4 OTC TIG-DC DT300
GTAW Manual units
for Weld Overlay and ButtWelds

Min. ID Pre-Clad = N/A
Minimum OD = no limits
Maximum OD = no limits

Max. Length = no limits



W E L D  O V E R L AY  

A B O U T U S :  VIAR

TWIN TIGer
units



W E L D  O V E R L AY

A B O U T U S :  VIAR

Column & Boom TIGer
units



W E L D  O V E R L AY

A B O U T U S :  VIAR

CLADDED PRODUCTS
OVERVIEW

CLADDED PIPES

CLADDED SPECIAL ITEMS

CLADDED 
INDUCTION BENDS

CLADDED 90Á LR ELBOW
сΩΩ Ȅ ол ƳƳ ²Φ¢Φ

CLADDED 90Á LR ELBOW
мнΩΩ Ȅ оо ƳƳ ²Φ¢Φ



I r o n  C o n t e n t  a t  3  m m  f r o m  W e l d  I n t e r f a c e  :  
<  5 %

W e l d O v e r l a y w i t h  A l l o y 6 2 5  
( U N S  S 0 6 6 2 5 )

o f  C a r b o n  S t e e l  F o r g e d P i p e  
2  p a s s e s

T o t a l  T h i c k n e s s 4  m m
( i n  «a s- w e l d e d»  c o n d i t i o n s )

W E L D  O V E R L AY

A B O U T U S :  VIAR



W E L D I N G  /  P R E FA B R I C AT I O N

A B O U T U S :  VIAR

VIAR is equipped with various automatic, semiautomatic and manual machines to satisfy the Customer needs when specific 
welding activities are requested.
Welding processes available are GTAW (manual and automatic), GMAW, SMAW and SAW.
Workshop environmental and cleanliness condition are maintained to the highest standards, in order to allow welding of 
Stainless Steel, Ni base alloys and reactive metals like Titanium. Carbon Steel and Low Alloy steel can also be worked.
Welding Procedures, Welders and Welding Operators are qualified mainly in accordance with ASME Sect. IX. Specific qualification 
in accordance with other Codes could be offered upon request.
VIAR Organization is certified in accordance with ISO 29001 and ISO 3834.



W E L D I N G  /  P R E FA B R I C AT I O N

A B O U T U S :  VIAR

1 PolysoudeColumn & Boom 
GTAW (TIG) unit
for Weld Overlay and ButtWelds

Min. ID Pre-Clad = 44 mm, 38 mm clad ID, (L 1000 mm max)
  Maximum OD = 1400 mm 

Max. Length = 3000 mm (2 x 1500 mm)

1 PolysoudeColumn & Boom 
GTAW (TIG) unit
for Weld Overlay and ButtWelds

Min. ID Pre-Clad = 44 mm (Hot Wire) / 100 mm (TIGer)
 Maximum OD = 1200 mm 

Max. Length = 2000 mm (2 x 1000 mm)

1 Steel Mec- Lincoln Column & Boom
SAW-ESW unit
for Weld Overlay and ButtWelds

Min. ID Pre-Clad = 300 mm
 Minimum OD = 200 mm
 Maximum OD = 5000 mm

Max. Length = 3000 mm

1 Lorch S5 XT
GTAW Semi-automatic unit
for Weld Overlay and ButtWelds

Min. ID Pre-Clad = 100 mm
Minimum OD = no limits
Maximum OD = no limits

Max. Length = no limits

1 Lorch V50 DC
GTAW Manual unit
for Weld Overlay and ButtWelds

Min. ID Pre-Clad = N/A
 Minimum OD = no limits
 Maximum OD = no limits

Max. Length = no limits

4 OTC TIG-DC DT300
GTAW Manual units
for Weld Overlay and ButtWelds

Min. ID Pre-Clad = N/A
 Minimum OD = no limits
 Maximum OD = no limits

Max. Length = no limits



W E L D I N G  /  P R E FA B R I C AT I O N

A B O U T U S :  VIAR

WELDING / 
PRE-FABRICATION

OVERVIEW



W E L D I N G  /  P R E FA B R I C AT I O N

A B O U T U S :  VIAR

WELDING / PRE-FABRICATION OVERVIEW



W E L D I N G  /  P R E FA B R I C AT I O N

A B O U T U S :  VIAR

WELDING / PRE-FABRICATION OVERVIEW



W E L D I N G  /  P R E FA B R I C AT I O N

A B O U T U S :  VIAR

WELDING / 
PRE-FABRICATION 

OVERVIEW



W E L D I N G  /  P R E FA B R I C AT I O N

A B O U T U S :  VIAR

STRUCTURAL
WELDING
OVERVIEW



B E N D I N G

A B O U T U S :  VIAR

A brand-new induction bending machine has 
been bought in 2024 and is now fully 
operational.
The COJAFEX induction pipe bending machine 
ǿƛƭƭ ōŜ ŀōƭŜ ǘƻ ƘŀƴŘƭŜ ǇƛǇŜǎ ŦǊƻƳ нέ ǘƻ нлέΣ 
with a maximum wall thickness of 100mm.
The mother pipes to be bent can be either 
forged by VIAR or free-issued by our clients.



F I N A L T E S T  A N D  I N S P E C T I O N

A B O U T U S :  VIAR

All items are subject to rigorous monitoring throughout the production process to ensure VIAR rigorous standards are 
maintained.
The dedicated and professional team at VIAR can guarantee the highest standards of quality, conducted in accordance with VIAR
certified Quality Assurance System.
We have qualified NDT personnel according to ISO 9712, level II and level III.
All testing equipment is regularly calibrated and certified.
VIAR Quality Assurance Manual (in controlled or uncontrolled edition) along with information on operation procedures are 
available upon request.



PA C K I N G  A N D  L O G I S T I C S

A B O U T U S :  VIAR

All items are carefully protected in order to prevent the rust and/or any kind of damage during transportation and handling.
Usually, small items are individually tagged, packed in plastic bags and closed in carton boxes or wooden cases.
Big components are safely secured into wooden cases that are often customized in order to optimize the shipping volumes, 
weights and, consequently, costs.
±L!w {ΦǇΦ!Φ ƛǎ ǇƻǘŜƴǘƛŀƭƭȅ ŀōƭŜ ǘƻ ŀŘŀǇǘ ǘƘƛǎ ǇǊƻŎŜŘǳǊŜ ƛƴ ŦǳƴŎǘƛƻƴ ƻŦ ǘƘŜ ŘƛǊŜŎǘƛǾŜǎ ǎŜǘ ƻǳǘ ƛƴ ǘƘŜ ŎƭƛŜƴǘΩǎ tǳǊŎƘŀǎŜ hǊŘŜǊΦ
VIAR S.P.A. aims to provide a packing service that ensures goods arrival in the best condition possible. In this regard, all goods are 
to be securely protected and packed so that throughout the process of transportation/handling the goods remain in the highest
condition.



VIAR Group:  Our  p remises

SUMIRAGO (VIAR HQ):
Å Design
Å Heat Treatment
Å Machining
Å Welding/Cladding
Å Inspection/Testing

BESNATE:
Å Pipe Machining
Å Hydrotesting
Å Welding

PRIMALUNA:
Å Closed-die Forging
Å Heat Treatment

GALLARATE:
Å Coming Soon!

SOLBIATE ARNO:
Å Forged components Machining

OLGIATE OLONA (Forgiatura Marcora):
Å Open-die Forging

JERAGO CON ORAGO:
Å High-precision Machining
Å Welding
Å Inspection/Testing



VIAR GROUP:  I N V E S T I N G  I N  Q U A L I T Y 
F O R  L O N G - T E R M  B U S I N E S S  S U C C E S S

ALL VIAR GROUP COMPANIES ARE CERTIFIED WITH

ISO 9001 ISO 29001 ISO 14001 ISO 45001

MOREOVER EACH COMPANY IS CERTIFIED BY THE MOST PRESTIGIOUS INSTITUTES 

IN SPECIFIC MARKET SECTORS

NORSOK M-650 API 6A DNV B202 PED, PER, AD-2000

SPECIFIC RULES, APPROVED AND VALIDATED BY INTERNATIONAL ORGANIZATIONS, 

GOVERN EVERY STEP OF PRODUCTION

ASME PRT
NAVAL RULES BY 

MAIN IACS MEMBERS
ISO 3834-2

API 20B



VIAR Group:  

C L O S E  R E L AT I O N S H I P S  W I T H  O U R  C L I E N T S
T O  G U AR A N T E E  S AT I S FA C T I O N



VIAR Group:  tu rnkey  so lu t ions

¢ƘŜ ǇǊƻŘǳŎǘ ǊŀƴƎŜ ǘƘŀǘ ±L!w ƳŀƴǳŦŀŎǘǳǊŜǎ ƎƻŜǎ ŦǊƻƳ ǘƘŜ ǎǘŀƴŘŀǊŘ ŦƻǊƎŜŘ ŦƛǘǘƛƴƎǎ ǘƻ ǘƘŜ ǎǇŜŎƛŀƭ ŀƴŘ άǘŀƛƭƻǊ ƳŀŘŜέ 
forged components:

REINFORCED 

OUTLET/INLET 

FITTINGS

Our reinforced Outlet/Inlet Fittings production range includes VIAR-Weld, 
VIAR-Sock, VIAR-Thread, VIAR-Nip, VIAR-Lat, VIAR Elb, VIAR-Sweep, VIAR-
Weld Flanged, VIAR-Nip Flanged, VIAR-Elb Flanged, VIAR-Sweep Flanged.

They are branch fitting connections, designed in accordance with MSS-SP-
97 in order to ensure integral reinforcement.
We supply BW, SW, NPT and flanged end outlet fittingsΣ άǎŜǘ ƻƴέ ƻǊ άǎŜǘ ƛƴέ 
type.

FORGED 

FITTINGS

VIAR designs and manufacture forged 
fittings in accordance with ASME B16.9 
and ASME B16.11 as well as other 
forged fittings
in accordance with other international 
standard or custom made based on 
ǎǇŜŎƛŦƛŎ ŎƭƛŜƴǘΩǎ ƴŜŜŘǎΦ



VIAR Group:  tu rnkey  so lu t ions

¢ƘŜ ǇǊƻŘǳŎǘ ǊŀƴƎŜ ǘƘŀǘ ±L!w ƳŀƴǳŦŀŎǘǳǊŜǎ ƎƻŜǎ ŦǊƻƳ ǘƘŜ ǎǘŀƴŘŀǊŘ ŦƻǊƎŜŘ ŦƛǘǘƛƴƎǎ ǘƻ ǘƘŜ ǎǇŜŎƛŀƭ ŀƴŘ άǘŀƛƭƻǊ ƳŀŘŜέ 
forged components:

CLAMP

CONNECTORS

The VIAR-LOCK® is a type of connection basically designed to offer the greatest reliability in the performance of the joint
under the most severe and critical operating conditions. VIAR LOCK is design is in accordance with ASME VIII Div.1.
VIAR LOCK can be used in most of application of welding neck, with the following advantages: lower installation and
performance cost, minimized maintenance, high joint performance under the effect of external forces and/or thermal loads,
quick assembly, lower torque requirements with no necessity of special tensioning tools, reusable seal ring, compact
assembly, no overstress of the connector during over-tightening of the bolt, no bolt holes to align, few parts, lighter structure.
The difference with VIAR LOCK is that QUICK VIAR LOCK is composed by only one bolts and it is quickest and easier to
assembly than VIAR LOCK.
VIAR LOCK clamp connectors and VIAR QUICK-LOCK clamp connectors are completely interchangeable with other brands.
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¢ƘŜ ǇǊƻŘǳŎǘ ǊŀƴƎŜ ǘƘŀǘ ±L!w ƳŀƴǳŦŀŎǘǳǊŜǎ ƎƻŜǎ ŦǊƻƳ ǘƘŜ ǎǘŀƴŘŀǊŘ ŦƻǊƎŜŘ ŦƛǘǘƛƴƎǎ ǘƻ ǘƘŜ ǎǇŜŎƛŀƭ ŀƴŘ άǘŀƛƭƻǊ ƳŀŘŜέ 
forged components:

SPECIAL

FLANGES

VIAR designs and produces Special Flanges such as API flanges, Swivel-ring flanges, Compact flanges, Spectacle blinds,
Misalignment/Ball flanges, Long welding neck flanges and flanges out of standard, in accordance with ASME B16.5, API 6A, API
17D, NORSOK L-005 (or ISO 27509) or other standards which dimensions are not explicitly covered in the standards.



VIAR Group:  tu rnkey  so lu t ions

¢ƘŜ ǇǊƻŘǳŎǘ ǊŀƴƎŜ ǘƘŀǘ ±L!w ƳŀƴǳŦŀŎǘǳǊŜǎ ƎƻŜǎ ŦǊƻƳ ǘƘŜ ǎǘŀƴŘŀǊŘ ŦƻǊƎŜŘ ŦƛǘǘƛƴƎǎ ǘƻ ǘƘŜ ǎǇŜŎƛŀƭ ŀƴŘ άǘŀƛƭƻǊ ƳŀŘŜέ 
forged components:

FORGED 

(and cladded )

PIPES

Our brand new COJAFEX induction bending machine is able to bend pipes 
ŦǊƻƳ нέ ǘƻ нлέΣ ǿƛǘƘ ŀ ƳŀȄƛƳǳƳ ǿŀƭƭ ǘƘƛŎƪƴŜǎǎ ƻŦ
100mm. The mother pipes to be bent can be either forged by VIAR (see 
par. Forged pipes*) or free-issued by our clients.
The induction bending machine can bend from 2 OD radius up to what ever 
is required by client. The typical range is 2 OD to 5
OD. Specific request can be analyzed by our engineering.

FORGED

(and cladded ) 

BENDS

VIAR can produce forged pipes up to 
30 tons.
The maximum length that can be 
forged depends on the OD and on the 
requested material grade.
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¢ƘŜ ǇǊƻŘǳŎǘ ǊŀƴƎŜ ǘƘŀǘ ±L!w ƳŀƴǳŦŀŎǘǳǊŜǎ ƎƻŜǎ ŦǊƻƳ ǘƘŜ ǎǘŀƴŘŀǊŘ ŦƻǊƎŜŘ ŦƛǘǘƛƴƎǎ ǘƻ ǘƘŜ ǎǇŜŎƛŀƭ ŀƴŘ άǘŀƛƭƻǊ ƳŀŘŜέ 
forged components:

FORGINGS
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