Our company is established in 1983 at Konya/Turkey with the aim of
producing small quantities of special refractory materials which are needed
within the industry.

Silicate, magnesite, chromite and high alumina ramming mixes for induction
and magnesite based ramming mixes for arc furnaces are taken into our
production program on the following years. In addition, Ceramic Fiber
Blankets, Papers, Chemical Binders, Ceramic Pipes, Fire Bricks which are not
produced at our factory are started selling in order to answer needs of
customers. With a total area of 14.000 m? where 10.600 m? is closed,
production continues with our40 personnel who are experts in their fields.
Today the capacity of our production is 19.000 tone/year at our factory which
has TS EN S0 9001:2008 Quality Management System Certificate.

Our Quality and Customer Satisfaction oriented vision continues to meet
relevant industry’s needs both domestic and internationally in the best
possible way. By 2018, number of countries we export increased to 21
generating 50% of our annual production.

We are proud to present the best quality with the best price within the
shortest time to the service of industry.
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Hawa komnanua ocHoBaHa B 1983 rogy B r. KoHba / Typuma, ana
NpOKU3BOACTBA CMELMANbHBIX OTHEYMOPHbIX MATepPUanoB, UCNOb3yeMblX
B IUTEIHOI MPOMBILLAIEHHOCTY.

B nocneacTBuM B NPOM3BOACTBEHHYIO MPOTPaMMy GbINM BKIOYEHbI
cnepylowme MaTepuanbl: KpeMHUeBbe, MarHe3uToBble, XpOMUTOBbIE U
BbICOKOTTIHO3EMICTbIE HABUBHbIE MACChl A MHAYKLIVIOHHbIX Nleueld, a TaK
e MarHesuToBble HabWBHbIe Macchl AAA AyroBbix neueil. Jns
YOBNIETBOPEHI HYX/} 3aKa34UKOB, Mbl peanii3yem npozyKLuio, KoTopas
He MPOW3BOAMTCA HAa HalleM 3aBOfe: Kepamiueckne BOMOKOHHblE
NOKPbITUS, ByMara, XUMUUECkne COeUHeHUa, kepamuueckiue Tpybbl,
OTHeynopHble kupnuuy. Bnarogaps 40 3KcnepTam BOBNEYEHHbIM B
NPOW3BOACTBEHHbIN MPOLECC 0CYLeCTBAAETCA paboTa KOMNaHUK, Ha
pabounx nnowagsx (06was nnouagb- 14.000 m? (10.600 m” noneswas
nnowazb)).

Ha cerogHALHIA AeHb KOMNaHuA cepTMLMPOBaHa B CCTEME YpaBNeHuA
kauectBom TS EN 150 9001:2008 ¢ Hanuumem cepTudukata, o6bembl
npou3BoAcTBa coctasnAtoT 19.000 ToHH/roa. Hawa nonutika HanpaeneHa
Ha yL0BNeTBOpeHue NoTpebHoCTell NOKynaTend, Hawa nepBoHavanbHas
Uenb — KayectBo, Hawu paboume NPUHLUNBI — YECTHOCTb W
Lo6pocoBectHocTb. K 2018 rogy uncno cTpaH, B KOTOpble Mbl JKCMOPTUPYEM
NpoayKLYI0 yBenuuMnocb Ha 21, uto coctaBuno 50% ot obLuero rofoBoro
NpoKU3BOACTBA).

Mbi ¢ ropAaoCTbio NnpefocTaBndAem ANA yAOBNETBOPEHNA HYX] 3aKa3unka
marepuan BbICOKOro KayecTtBa, no nqueﬁ LieHe ,B KpaTanILIJVIE CpoKN.
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INDUCTION RAMMING MIX SINTERING PROGRAMME FOR ACID, ACID RAMMING MIXES
BASIC (MAGNESITE), SPINEL AND ALUMINA RAMMING MIXES Itis dried after castable application. This process is kept at 100-120 °C till it is certain there remains
(AE, SPN, BM, ALM GROUPS) no moisture. Then it s heated up to 500°C by 100 °C/hour. It is hold at this temperature for an hour. U30/IALUMOHHBIE MATEPUA/TbI / INSULATION MATERIALS
Then it s reached at 800°C and kept temperature for one hour at this temperature. Then heating Mpegen
TPAOUK CMEKAHWUA KUCTbIX, OCHOBHbBIX (MATHE3UTOBDIX), process continues up to 1250°C by 150 °C/hour. After keeping 1250 °C for one hour, it is increased " Telg";ﬂg"!(st;%ggg'b Pa6ouan c NPOYHOCTU NpK "nOT;lOgTb, OBNACTS MPUMEHEHM
HEATPANIbHbIX (LUINMHENbHBIX) HABUBHBIX MACC, A TAKXKE to 50° Cabove the casting temperature. After holding on this temperature for half an hour then ag'r{n:gg a;gue ( gonMduc)tivity ALO, Ca0 SiO, Temneﬂizypa' pac(r;lxl_(I:;mu DKern:’ilty APPLICATION
HABUBHbIX MACC )19 BbITJIABKU CIJIABOB U3 temperature is decreased and casting process is done and proceeds. (w/nk) 400°C temperature (°C)  Tensile kg/m?

ANIOMWHKA (TPYNN AE, SPN, BM, ALM) strength (MPa)

Kepamuyeckune BonokHucTble nantbl 1000x1000x10 mm
| BI.\SI( SPINEL AND AI:UMINA ROAMMING MIXES . » SFP 300/10 0.085 . 45-47 1260 Ceramic fiber board 1000x1000x10 mm
| Itis heated up to 1.000°C by 150°C/hour after applying castables. Then 1.750°C is reached by v s
i o . q q q EepammnyecKkne BONOKHUCTbIE NIUTbI X X25 MM
200 °C/hour. After holding on this temperature for half an hour, casting process is done when SFP 300/25 0.085 1260 g Ceramic fiber board 1000x1000x25 mm
temperature is decreased to casting temperature.
Kepamuyeckne BonokHucTbie nautbl 1000x1000x50 mm
SFP 300/50 Vs ... = Ceramic fiber board 1000x1000x50 mm
MNanTbl M3 cunmukata kanbLua 500x400x25 Mm
A KUCTbIX OYTEPOBOYHbIX HABUBHDIX MACC -ﬂ. MAWTBI U3 cHnWKaTa KanbLs S00K400K50 Mm
Harpes co ckopocTbto 100°C/uac go 500°C. Yac BbigepxKa. locne Harpes fo Temnepatypbl 800°C u Calcium silicate board 500x400x50 mm

3aTem CHOBA Yac BbIAEPXKN, nocne HarpeB co ckopocTbto 150°C/uac o 1250°C. Mocne vaca 5 MauTsi 13 ruﬁkorp MiKaHKTa 1200x1000x0,35 Mm
BbiZIePXKY MK Temnepatype 1250°C, HarpeB 10 TemnepaTypbl Ha 50°C Bbillle TeMnepaTypbl ANTbA Al Cenfis sers) AL BELTAT, S8 it

™
5 MAunTbl U3 KecTkoro MukaHuta 1200x1000x0,35 mm
11 30 MuHYT BblaepKa. locne 3Toro Temnepatypy NOHM3UTb A0 TeMnepaTypbl pa3nuBKi I
BbIMONHUTD Pa3NnBKY. I'Ipo,qonmmb npouecc.
200415 Kepamuyeckas BonokHucTas bymara  30mx610mm x2 mm
) 10 . : = Ceramic fiber paper 30mx610mm x2 mm
Hour (h) / Bpems (Yac) INA 0CHOBHbIX, HEUTPANIbHBIX U TIIUHO3EMUCTbIX OYTEPOBOYHBIX HABUBHbBIX MACC

BASIC - SPINEL - ALUMINA Harpes co ckopocTbto 150°C/uac o 1000°C. 3aTem co ckopocTbto 200°C/uac go 1.750°C. 30 MuHyT

JNA OCHOBHbIX, LWMNWHENbHbIX HABMBHbBIX MACC, A TAKXE HABUBHbIX MACC ANA BblepXKa. Mocne BbINOAHUTD PasUBKY. npOﬂOJ'I)KVITb npoLecc.
BbIMNJIABKW CMJTABOB 13 AJIIOMUHWUA

ACID
ANA KNCTbIX HABMBHbIX MACC

I ACID - ALUMINA

ANOMUHUEBbIE CMNaBbl

KEPAMUYECKME N/IUTbI

Temperature ('C)
Temneparypa ('C)

] ALB 351 - ALB 501
ALB 701 - ALC 851

B ALB 701 - ALB 851

I RHB 351

Kepamuyeckas BonokHucTas bymara  20mx610mm x3 mm

Ceramic fiber paper 20mx610mm x3 mm

Kepamuueckas BonokHucTas bymara  15mx610mm x4 mm
Ceramic fiber paper 15mx610mm x4 mm

B AE 1406 - AE 16086,
BM 1000 - BM 1152,
SPN 8020 - SPN 9010

Kepamuueckan BonokH!CTaa bymara  12mx610mm x5 mm
Ceramic fiber paper 12mx610mm x5 mm

KEPAMUYECKAA BYMATA
CERAMIC PAPER

Kepamuueckue BonokHa bymarn 10mx610mm x6 m

Ceramic fiber paper 10mx610mm x6 mm

B ViCA SHEET

200+ Kepamuyeckas BonokHucTas bymara  1mx610mm x10 mm

Ceramic fiber paper 1mx610mm x10 mm MAnTbl U3 TMOKOro MUKaHWTa

! Ceramic piping @ : 30 mm l:’
KB 951 S-KZB 621 S

KEPAMWUYECKAAl BYMATA
CERAMIC PAPER

Kepamuyeckoe BonokoHHoe ogenno 3600x610x25 mm
Ceramic fiber blanket 7200x610x25 mm

KEPAMUYECKUE TPYEbI
CERAMIC PIPE

TYPES OF LINING CORROSION REGARDING INDUCTION FURNACES BAPVAHTbI MOBPEXXAEHUA OYTEPOBOYHOI MACCHI B UHAYKLUOHHBIX MEYAX
Normal corrosion: It is possible to have maximum level of charge out of this regular type . CooTBetctByeT HopMe. lpu cneKkaHun TakuM CMOCO6OM BO3MOXHA MaKCUManbHas 3arpy3ka
of corrosion. matepuana.

Lining corrosion occurred where scrap charged hits the line. . MoBpexxaenws, BO3HNKaKLLME NPU YAAPaX 3arPpy304HOT0 MaTepuana o GyTepoBOUHYH Maccy. TR : OENIACTb PUMEHEHUS

Lining corrosion occurred as a result of sustained slag accumulated on the surface of . [loBpexaeHus, BO3HNKaKLLe B pe3ynbTate ANUTENbHOTO HAKOMMEHMA LLaKa Ha OHOM GRADE NO Den;i/tcyMg/cm3 APPLICATION . ALB 701 S; ALP 701 P

approximately same level of liquid. YPOBHE MeTanna. AE 20 P, AE20 S

Lining corrosion occurred as a result of sustained slag accumulated on the surface of . NoBpexxaeHmA BO3HNKIOLLME B PE3yIbTaTe U3MEHEHUA YPOBHSA METaia 1 ANUTENbHOTO R 4 H TlopOLLOK 14 TOKDHITHA KOBLIEE 1 DONEXYTO4HbiX OBLEH / OCHOBHO'

Kepamuyeckoe BonokoHHOe ogeano 7200x610x25 mm
Ceramic fiber blanket 7200x610x25 mm

MnotHocTb,

T Covering Powder Ladle & Tundish/Basic
fluctuating liquid. HaKOM/IEHNA LLINaKa Ha ero NOBEPXHOCTU. . MKH 503

Lining corrosion occurred as a result of slag bridged or reaching frequently to a very high . [ToBpexpenus, BO3HMKaILLVe B pe3ynbTate YacToro CUbHOTO NOBbILLEHNA TeMAepaTypbl

temperature at low liquid level. NPy HU3KOM yPOBHE XXMAKOro MeTana Wiu BCieacTaie 06pazoBaHna HEMoABUKHOI0 MOCTa LUNXTBI.
CUAMKAT HaTPUA (UAKOE CTEKNO) 3 Moayna

Lining corrosion occurred as a result of continuous and irregular fluctuation of liquid level
where there is no slag effect.

Lining corrosion occurred as a result of remaining at a high level of temperature while liquid
level is very low.

Rapid and dangerous corrosion occurred as a result of irregular granulation of line material
rammed with inadequate mix or nonhomogeneous mix of sinterization stuff like boric acid
and not attaining sufficient ramming density in some cases.

Reduction of pot volume as a result of accumulation generated by impurities as foundry
sand, sand, metal oxide together charged with scrap (Shrinking of furnace)

MoBpexeHus, BOHUKAKOLLMe B pe3ynbTate NPOLOMKUTENbHOTO U 6eCnopafouHoro
U3MeHeHNA YPOBHA XMAKOro MeTanna B neyn 6e3 06pa3oBanmA LwnaKa.

MoBpex/aeHns, BO3HUKalOLLMe B pe3ynbrate ANUTENbHOTO MPUMEHEHNA BbICOKOTO
TeMnepaTypHOro pex<uMa npu HU3KOM YPOBHE XIAKOT0 MeTanna.

BbIcTpbIii 1 onackblii M3HOC. MponcxoauT B pe3ynbrate 3epHOBOI AUGPaKLuM npu Habueke
HEO/IHOPOAHOI Maccbl, @ TaKXKe NPU HEOAHOPOAHOCTM 6OPHOT0 OKCUAA MM BOPHOI KUCTOTbI
11 He,0CTATOYHO NAOTHOCTM HABMBKY MaTepuana.

YmeHblueHne 06bema TUIIS, B peynbTate HapacTaHuA NpUMeced, Takux Kak MeTannouabl
WM NECOK.

[APYTUE MATEPUANDBI
OTHERS MATERIALS

Sodium silicate 3 modules

CHAMKaT HaTpua (MAKOE CTEKNO) 2 Moayna
Sodium silicate 2 modules

CuauKat Kanna (nopoLuok)
Potassium silicate (powder)

CUAVMKAT Kanus (nakui)
Potassium silicate (liquid)

1,16 Tsaxenas coga / Heavy soda

[ ] CERAMIC PAPER
Kepammyeckas BONOKHMCTasA
6ymara




HYDRAULIC BONDED CASTABLES APPLICATIONS
MTPUMEHEHUE OTHEYOPHbIX BETOHOB

Temperature ('C)
Temnepartypa ('C)

HYDRAULIC BONDED CASTABLES APPLICATIONS

In order to get expected result from the fire concrete; those below are essential,
1. Choosing the appropriate quality concrete

2. Proper application

3. Drying and operationalizing as it should be.

[tis important that chemical reactions are also to be taken into consideration as well as
choosing proper quality. In addition, resistance of mechanic cases subject to concrete
regarding thermal shock and such should also be conceived.

Top and sub limits of using water are indicated separately for each quality. However, in order
to determine water amount available for place of use and remain within limits, first of all 2-3
kgs samples should be prepared to find proper water ratio. After water ratio is found concrete
to be used should be prepared.

Concrete should be prepared closely to application place that will not permit possible
homogeneity failure and time loss during carrying. Before pouring, place should be wet and
excess water should be cleared off. After pouring, it should be covered by sticking
polyethylene. Nylon bags out of concrete pack can be used for this application. In case
materials like carton, paper, and wet cloth are used instead of polyethylene (nylon), it absorbs
wetness of concrete resulting in an insecure surface.

Vibrator should primarily be used to compress the concrete. Otherwise, layout should be
provided by methods like rodding or hitting to mould. Ambient temperature where concrete
will be poured should not be below +5 °Cand the ground upon which concrete will be poured
should not be above 40 °C. Pouring application should be finished in 45 minutes at most after
concrete is prepared.

Curing period is 24 hours at 16-20 °C. This period can be longer where ambient temperature is
low. Curing period can be shorter where ambient temperature is high. Following curing is
finished, blocks are removed, polyethylene overlay is picked up and concrete is left to mature
for 24 hours. At the end of this period, drying and warming up are set in with the following
order,

Matured concrete is heated up to 120 “Chy 20 °C/hour, then kept for 5 hours at this
temperature.

Itis heated up to 300 “Chby 20 °C/hour within 10 hours and waited 8 hours.

Itis heated up to 600 °Chby 20 °C/hour and up to 1000 °Cby 30 °C/hour.

Drying process is done when it is 1000 °C and concrete becomes ready to use.

30 35 40
Hour (h) / Bpems (Hac)

NPUMEHEHWE OTHEYNOPHbIX BETOHOB

[lnA nonyyeHna 0XxmaaemMoro pesysnbrarta 0T OrHeynopHoro 6eToHa BaXHbl cnegytovne
(aKTopbI:

1. Bbibop 6eTOHa COOTBETCTBYIOLLETO KaueCTBa.

2. lpaBunbHoe NpumeHeHue.

3. (yLwKa 1 NpaBUbHbIN BBOA B IKCMTyaTaLo.

BaxHO yunTbIBaTb XMMUYECKIE peaKkLui 11 BblbMpaTh Hapexalliee KauectBo 6eToHa.
Kpome Toro, cnepyer yunThIBaTh MEXaHUYECKOE COMPOTUBNEHME 6ETOHA, OTHOCUTENbHO
TennoBoro BO3eicTBuA.

MakcumanbHoe copepkaniue Bodbl AiA Kaxz0ro BuAa 6eToHa ykaaHo oTaenbHo. 0Hako, B
npoLiecce NCNob30BaHNA ONPEAENSeTCA He0bX0AUMOE KONMUECTBO Bofbl. [116 TOro A0CTUYb
Heo6XoANUMoIi KOHCMCTEHLMN 6eTOHa, He0bX0ANMO NPUToTOBUT 2-3 KI PacTBOpa B KauecTae
npobbl. Mocne onpefenenus Tpebyemoro pacxoAa BoAbl, HE06X0AMMO NOATOTOBUTL GETOH
ANA NCNONb30BaHNA.

beToH HeobxoAnMo roToBUTL BOAM3YM C MeCTOM NpuMeHeHIs, uTo byneT cnocobcTBOBaTh
YMEHBLLEHMIO N0TEPb BPEMEHU NpU NepemeLLieHn, U 0AHOPOAHOCTb MaTepuana He
HapywuTbea. llepes 3anuBKoil Gopmy YBAXKHUTb, HO NPU 3TOM JI0NIHa ObITb YAaneHa
136bIToYHaA Boga. Mocne 3anuBKI 6ETOH NOKPbLITL NOANITUNEHOM. B KauecTBe Matepuana
ANA NOKPbITUA MOFYT BbITb UCNONb30BaHbI HeliNOHOBbIE MeLLK U3-Nog 6eToHa. B cnyuasx
UCNONb30BaHUA APYrUX MaTepPUanoB, Kak KapToH, bymara, BnakHas TKaHb BMECTO
nonuaTUNeHa (HelnoHa), Matepuanbl MOTYT MOFNOLLATb BNIAry, UTO MOXeT NOBNMATL Ha
M0BEPXHOCTb 6ETOHa.

[lns ynnotHeHmA 6eToHa HeobxoANMo ncnonb3oBathb Bubparop. MoarotoBuTb WabnoH Ana
3aMBKM 6eToHa. TemnepaTypa oKpy»atoLueii cpefibl Mpu 3anuBKe 6eToHa J0MKHA ObITb He
Hke +5 °C, Temnepatypa Gpopmbl (onany6ku) B KoTopyio 3an1BaeTcA 6ETOH, fOMKHA ObITb
He BbilLe 40 °C. 3anuBKa AOMKHA ObITb BbINONHEHA B TeUeHUM 45 MUHYT nocne
NpPUroTOBNEHNS GETOHa.

Bpems oTBepxaeHna — 24 yaca npu Temnepartype 16-20 °C. [pu NoBbILLEHNN TEMMEPATYPbI
OKpY>atoLLiei cpeabl Bpema 0TBEPHAEHUA MOKET ObITb YMeHbLUEHO U Ha0b0pOT, AaHHbI
nepuoz MOXeT ObITb AONbLLE, eCNIN TemMepaTypa oKpysatoLueli cpeabl Huke. Mocne
OTBEPXAEHNA CHUMAKTCA BNI0KY, CHUMAETCA NOANSTUNEHOBOE NOKPbITHE, U 6ETOH
0CTaBAAIT Ha 24 Yaca ANA nocneaytoLed cywwky. locne 0KOHYaHNA NPoLeCca CyLUKM HarpeB
0eT0Ha 0CYLLECTBAALTCA B CIEAYIOLLEM NOPAAKe:

ToToBblit 6eToH HarpeBatot 10 120 °Cro 20 °(/uac, 3aTeM BblZepXMBAKOT 5 YacoB npu
[AaHHOV Temnepatype.

3arem HarpesaioT A0 300 “Cno 20 °CB TeueHun 10 YacoB 1 BbIAEPXKMBAIOT 8 YaCoB.
3atem HarpeatoT 0 600 “Cno 20 °C/uac, nocne goctkerna 1000 “C-no 30 “C/uac.
lpovecc cywwkn 3aKoHueH no goctuxkeHuto 1000 °C u 6€ToH roToB K UCMONb30BAHMK.

YYTYH / CAST IRON

AE 1406 ‘ _ _ . ‘ BbICOKOMPOYHbIiA YYTYH U HenerupoBaxHas cranb/Ductile

,cast iron and non-alloy steel

AE 1408

JlerpoBaHHbIA YyryH
Alloyed cast iron

AE 1606

BbICOKOHpOHHbIVI YyryH U HenermpoBaHHaA Ctaib

Ductile ,cast iron and non-alloy steel

AE 1608

JlervpoBaHHbIiA YyryH
Alloyed cast iron

CTA/b / STEEL CASTING

AE 1400

Yrnepogucran ctanb
Carbon steel

AE 1404

Yrnepoauctas cranb
Carbon steel

AE 1604

YraepoaucTas cranb
Carbon steel

AE 1806

YYryH W yraepoancTan cranb
Cast iron and carbon steel

BM 1000

Cr-Ni cranb
Cr-Ni alloy steel.

BM 1002

JlervupoBaHHas 1 yraepoaucTan crab
Alloy and carbon steel

BM 1052

JlerupoBaHHas 1 yrepoaucTan cTab
Alloy and carbon steel

BM 1152

MapraHLoBuCTas cTab
Mn alloy steel

BM 2000

HabusHas macca Ana Ayrosoii neyu
Ramming mix for arc furnace.

SPN 7250

Xpomucras ctanb
Cralloy steel

SPN 8012

JlerupoBaHHas cTanb
Alloyed and steel

SPN 8020

JlerupoBaHHas cTanb
Alloyed and steel

SPN 8515

JlernposaHHasn ctanb
Alloyed and steel

SPN 9010

JlerupoBaHHas cTab
Alloyed and steel

MEZHBIE CT/IABbI
COPPER ALLOY

AE 1408

Megb 1 MeAHble CaBbl
Copper and copper alloyed

AE 1410

Mezb 1 MeAHble CrinaBbl
Copper and copper alloyed

AE 1412-B

Megb 1 MefHble CrinaBbl
Copper and copper alloyed

AE 1416- BC

Megb 1 MeAHble CaBbl
Copper and copper alloyed

AE 1416-BSIC

Mezb 1 MefiHble CNaBbl
Copper and copper alloyed

ATOMUHUEBBIE CM1ABbI
ALUMINUM ALLOYED

ALM 6543

ANOMUHWIA U ANIOMMHUEBbIE CMIIABbI
Aluminum and aluminum alloyed

ALM 8344

ANOMUHWIA M aNIOMMHWEBbIE CMaBbI
Aluminum and aluminum alloyed

ALC 651-AN4B

ANOMUHMIA 1 aNIOMUHUEBbIE CaBbI
Aluminum and aluminum alloyed




BETOHbI, M/IACT. MACCbl U PACTBOPbI / CASTABLES, PLASTICS AND MORTARS

Haumenosakue ALO, ' SiO, e NnotHocTb OBNIACTb MPUMEHEHUA

2 Temneparypa, ) 5
Grade NO % % Use temperature °C Density, gr/cm APPLICATION

Mn ctanb

BKB 025 Mn alloyed steel

Mn cTanb

BKB 075 Mn alloyed steel

Cranb, YyryH 1 medb

ZKB 050 Steel, cast iron and copper

Cranb, 4yryH

AKB 040 P Steel, cast iron and ductile iron

YyryH
SKB 040 P b . A ] : Cast iron and ductile iron

BblCOKOTeMI‘IepaTypHaﬂ usonauua

RHB251 High-temperature insulation

BbicoKoTeMMepaTypHas U3onauma

RHB 401 High-temperature insulation

061Lero HasHaueHus A1A CPeAHel HarpysKku

ALB 501 General-purpose medium duty

0614er0 Ha3HaueHNs A1 CPeaHelt HarpysKu

ALB 601 General-purpose medium duty

061Lero HasHaueHws A1A CPeAHel Harpysku

ALB 701 General-purpose medium duty

ANIOMUHWIA 1 aNOMUHMEBbIE CMaBbI

ALC651-AN4B Aluminum and aluminum alloyed

BETOHbl (LCC,ULCC,CLASSIC)
CASTABLES (LCC,ULCC,CLASSIC)

061Lero HasHaueHws A1A CPeAHel HarpysKku

ALB 851 General-purpose medium duty

06114er0 Ha3HaueHNs A1 CPeaHelt HarpysKku

ALC 851 General-purpose medium duty

061LLero HasHaueHws A1A CPeAHel HarpysKku

KB 951 General-purpose medium duty

06Ma3Ka UHAyKTOpa

KB 951-S Coil plaster mortar

HabwBHo pacTBOp 419 TPAHCMOPTUPOBKM
ALP 851-P . d J d UAKOTO MeTanna
Ramming mortar for liquid metal transport
HabusHolt pacTBop 415 Kenesa u

ALP671-P . . . BbICOKOMPOYHOTO YyryHa

Ramming mortar for iron & ductile iron
Xnmnyeckoe ceasytolee Ana HabusHOro
ALP 701-P . X . pactBopa

Chemical bonded for ramming mortar

Kepamuyeckoe caasytoliee Ana HabusHoOro
1600 19 10-15 pactBopa
Ceramic bonded for ramming mortar

HABUBHbIE PACTBOPbI
RAMMING MORTAR

Pa6ouas MnoTHOCTb, Heobxogumo
Temneparypa, °C r/em® £06aBuTb BOAbI %
Use temperature °C | Density, gr/cm*® | Water addition %

OB/IACTb MNPUMEHEHMA
APPLICATION

HanmeHoBaHue
Grade NO

Kucnoto-cToiikuii 6etoH

AKB-225 . 900 18 Acid resistant concrete

KMCNOTHBIN KMPNWYHBIN pacTBop
HSH 101 - - 17 (c kaTanuzatopom)
Acid brick mortar (with catalyst)

KMCNIOTOCTOMKME REF MATEPWA/b

KucnoTHbI KMpnuyHbIiA pacTeop
Acid brick mortar

KucnoTHbIi KupnuyHbIiA pacTeop
(c cBA3ytoLwmMMm, KaTanu3aTopom)
Acid resistant mortar (with catalyst)

HSH 102 - = 1.7

ACID RESISTANT REF, MATERIAL

HSH 591 Na,0+K,0 (%)




