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HAKKIMIZDA / ABOUT US

HAKKIMIZDA

2014 yilinda kurulan Ersoy Dékim Makine, demir celik
sektord icin hadde merdanesi Uretmeye baglamighr. 12.000 m?
kapali olmak tizere; 25.000.m? iizerinde kurulu olan dékim
ve talagl imalat atdlyesini binyesinde bulunduran bir tesistir.
Bugiinks Uretiminin %70’ yurtdisidir.

Ersoy Dékim, agirlikli olarak hadde tesislerinde kullaniimak
Uzere cesitli merdane ve ring Gretimi yapan bir kurulustur.
Ayni zamanda biyik makine pargalarinin da Gretimi yapil-
maktadir.

VIiZYON

Oncelikle Glkemizde saygin bir marka olmak icin yola
cikhk, sizlerle birlikte bu yolda ilerleyerek Dinya capinda
hizla buytyen bir firma olmayi hedefliyoruz.

MISYON

Ersoy Dékim Makine olarak en buyik amacimiz, Grin-
lerimizi mugterilerimizin beklentilerini kargilayan kalitede
ve zamaninda Ureterek, en Ust dizeyde musteri memnu-
niyetini ve givenini saglamak.

ABOUT US

Ersoy Dékum Makine, (Ersoy Casting and Machinery)
established in 2014, has started to produce rolling
mills for the iron and steel sector. It is a facility
that includes a casting and machining workshop
located on 25.000 m?, with a closed area of 12.000 m?.
70% of today’s production is abroad.

OUR VISION

First of all, we set out to become a respected brand in our
country, and we aim to become a rapidly growing company
worldwide by moving forward on this path with you.

OUR MISSION

Ersoy Dékim Makine, (Ersoy Casting and Machinery)
our biggest goal is to produce our products in a
timely and quality manner that meets the expectations
of our customers, and to ensure the highest level of
customer satisfaction and trust.
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Aylik Kapasite (Ton/Ay)

Monthly Capacity (Ton/Month) 90
Calisan Saysi

Number Of Employees 15
ihracat %

Export %

Aylik Kapasite (Ton/Ay)

Monthly Capacity (Ton/Month) 40
Calisan Sayis!

Number Of Employees 7
ihracat % 0
Export %

Aylik Kapasite (Ton/Ay)

Monthly Capacity (Ton/Month) 500
Calisan Says

Number Of Employees 36

ihracat % 14

Export %

Aylik Kapasite (Ton/Ay)

Monthly Capacity (Ton/Month) 200
Calisan Saysi

Number Of Employees 20

ihracat %

Export % =

Aylik Kapasite (Ton/Ay)
Monthly Capacity (Ton/Month) 900
Calisan Saysi
Number Of Employees 58
ihracat %

42
Export %

Aylik Kapasite (Ton/Ay)

Monthly Capacity (Ton/Month) 750
Calisan Saysi

Number Of Employees 42
ihracat %

Export % =

Aylik Kapasite (Ton/Ay)

Monthly Capacity (Ton/Month) 1200
Calisan Says

Number Of Employees 125
ihracat % 70

Export %

Aylik Kapasite (Ton/Ay)

Monthly Capacity (Ton/Month) 1000
Calisan Sayis

Number Of Employees 90
ihracat % 55

Export %
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HAMMADDE & HURDA / RAW MATERIAL & SCRAP | ' HAMMADDE ve HURDA
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A7 Jl kanitlamis firmalardan tedarik edilen
? ferro alyaj ve yan Urinler, sorumlu kisiler
g ¥ tarafindan kalite belgeleri incelenip, Grinler
kabul edildikten sonra depolarimizda
Uretimde kullanilmak Gzere muhafaza
edilir. Kullanacagimiz hurdalar ise uzman
ekip tarafindan yerinde kimyasal analizleri
ve kontrolleri yapildiktan sonra temini
saglanir, secilmis malzemeler hurda
sahamizda kategorize edilerek ergitme
islemi icin hazirda bekletilir.
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Ferro-alloys and by-products supplied from
companies that have proven themselves
in quality assurance are kept in our
warehouses to be used in production after
their quality documents are examined and
the products are accepted by the responsible
persons. The scraps we will use are supplied
after on-site chemical analyzes and
controls are made by the expert team, |
the selected materials are categorized in :
our scrap yard and kept ready for the
melting process.
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KALIPLAMA
MOULDING

Hadde merdanelerinde muylularin, gévdeye
nazaran yumasak ve yuksek mukavemetli
olmasi istenmektedir. Bu sebeple gévdeler
kokil kaliplara, muylular ise kum kaliplarda
olacak sekilde kaliplama yapilarak geg
soguma saglanir ve chill olusumu engellenir.
Dékulecek malzemenin cinsine gére uygun
recine kullanilir. Magalari, kromit kumu kul-
lanarak saatte 500 kg kapasiteli mixer ile
hazirliyoruz. Kaliplama kapasitemiz makine
parcalari igcin 4000x4000x2000 mm,
kokiller igin @1500x2000 mm'ye kadardir.

MiKSERLER;
Omega Regineli Kum Mikseri 10 Ton/saat
FTL Regineli Kum Mikseri 25 Ton/saat

MEKANIK REKLAMASYON;
Omega 6 Ton/saat
FTL 12,5 Ton/saat

In rolling rolls, trunnions are required to be
softer and higher strength than the body.
For this reason, by molding the bodies in
permanent molds and the trunnions in sand
molds, late cooling is ensured and the formation
of chill is prevented. The suitable resin are
used, depending on the type of materials to
be casted. Our moulding capacity is up to
4000x4000x2000 mm for machine parts and
@1500x2000 mm for permanent molds. For
cores we use chromyte sand and sand mixer
with capacity of 500 kgs per hour.

MIXERS;
Omega Resin Sand Mixer 10 Tons p/hour
FTL Resin Sand Mixer 25 Tons p/hour

MECHANICAL RECLAMATION;
Omega 6 Tons p/hour
FTL 12,5 Tons p/hour

11
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ERGITME VE DOKUM
MELTING AND CASTING

Ergitmeden énce tim ferro-alyajlarin ve
hurdalarin spektometre ile analizleri kontrol
edilir. YUksek verimli indiksiyon ocaklari ile
tek seferde 23 Ton'a kadar ergitme yapabil-
mekteyiz.

D6kim sirecinin ttm asamalari uzman
ekibimiz tarafindan kontrol edilmekte ve
belgelenmektedir.

KN B s

Ocaklarimiz;
1x10 Ton

2 x5 Ton

1 x 3 Ton

Before melting, all ferro-alloys and scraps
are analyzed with a spectrometer. We are
able to melt up to 23 tons at a time with high
efficiency induction furnaces that provide
controllable power output.

Every single steps of the casting process are
controlled and documented carefully by our
expert team.

Our quarries;
1 x 10 Tons

2 x 5 Tons
1 x 3 Tons
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ERGITME & DOKUM / MELTING & CASTING
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Urinlerimiz, yuksek oranlarda alasim
elementlerinin olusturdugu karburlerden
dolay: kinlgan yapidadirlar. Bu yapiyr daha
stabil hale getirmek ve istenilen merdaneden
maksimum performans saglamasi amaciyla
(merdanenin kimyasal analizi, capi,
kullanildig: tezgah, cektigi mamul gibi
verilerden yararlanilarak) normalizasyon, ‘
temperleme, gerilim giderme isil islem-
lerinden hangilerinin uygulanacagi belirlenir. J
Daha sonrasinda elektrikli-bilgisayar 1
kontrolly finnlarimizda 1sil iglemleri yapilir.

Isil Islem Firinlarimiz;

3500x2300x2000 Ebatlarinda
1 adet 50 Ton Kapasiteli

4200x2700x2000 Ebatlarinda 3
1 adet 70 Ton Kapasiteli

The alloying elements constitute carbides on

the structure of roll/ring. Because of carbides

the products are fragile. In order to make this
structure more stable and provide maximum -
performance from the desired rolls mill, i
normalization, tempering and stress relieving
heat treatments are determined and
these processes are carried out in our
electric-computer-controlled furnaces by
using data such as the chemical analysis of
the rolls mill, its diameter, the stand where
the rolls will be used, the product to be
produced by a rolls mill.

Ovur Heat Treatment Furnaces;

23

s

2 3500x2300x2000 Dimensions
D 1 x 50 Tons of Capacity

w
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s 4200x2700x2000 Dimensions
% 1 x 70 Tons of Capacity
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MERDANE GESITLERI
[YPES OF ROLL MILL

01 KURESEL GRAFITLI FERRITIK MERDANELER
SPHEROIDAL GRAPHITE FERRITIC ROLLS

KURESEL GRAFITLI PERLITIK MERDANELER 02

SPHEROIDAL GRAPHITE PEARLITIC ROLLS

03 KURESEL GRAFITLI BEYNITIK MERDANELER
SPHEROIDAL GRAPHITE BAINITIC ROLLS

KURESEL GRAFITLI ASIKULER MERDANELER 04
SPHEROIDAL GRAPHITE AGICULAR ROLLS

05 KURESEL GRAFITLI ASIKULER+ MERDANELER
SPHEROIDAL GRAPHITE ACICULAR+ ROLLS

ALASIMLI GELIK MERDANELER (ADAMIT) UB
ALLOY STEEL BASED ROLLS (ADAMITE)

07 GRAFITIK GELIK MERDANELER
GRAPHITIC STEEL BASED ROLLS

EDM TUBE 08 Y




SERTLIK / HARDNESS "sHoRe ¢

KGRESEL GRAFTLI
FERRITIK MERDANELER

Koresel grafitli ferritik merdaneler, matristeki
grafitlerin etrafini gevreleyen ferrit yapilari sayesinde
karbur olusumunu bir miktar engeller. Bu sayede sil
catlamalara karsi direnci ¢ok yuksektir. Asinmaya karsi
direngli olan ve gévde boyunca sertlik derinliginin
neredeyse degismemesi sayesinde yuksek paso/
performans sunmaktadir. Yoksek mekanik mukavemet
gerektiren hazirlama tezgahlarinda tercih edilir.
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GOVDE YUZEYINDEN ITIBAREN DERINLIK / DEPTH FROM THE BODY SURFACE

SPHEROIDAL GRAPHITE
FERRITIC ROLLS

In spheroidal graphite rolls/rings, the formation of
carbide to some extend will be prevented, thanks
to ferrite structures surrounding graphites in matrix. In
this way, its resistance to thermal cracking is very high.
It offers high pass/performance, which is resistant to
wear and the depth of hardness is virtually unchanged
throughout the barrel. It is preferred in roughing stands
that require high mechanical strength.

SERTLIK / HARDNESS "sHoRe ¢
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KGRESEL GRAFiTLI
PERLITIK MERDANELER

Kuresel grafitli perlitik merdaneler yapisindaki kiresel
grdfitler ve Cr-Ni-Mo ile alagimlandirma sonucu olusan
karburler sayesinde asinmaya dayanikli ve termal
iletkenlikleri yuksektir. Alagim miktarlarina gore,
katilasma esnasinda olusan i¢ gerilimlerin giderilmesi
amaciyla gerilim giderme islemi uygulanarak mekanik
mukavemetleri arttirihir.  Genellikle; gubuk, kangal ve
hafif profil ttm tezgahlarinda, ayrica agir-orta profil
ara ve finis tezgahlarinda tercih edilmektedir.
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GOVDE YUZEYINDEN ITIBAREN DERINLIK / DEPTH FROM THE BODY SURFACE

SPHEROIDAL GRAPHITE
PEARLITIC ROLLS

Spheroidal graphite pearlitic rolls are resistant to wear
and have thermal conductivity due to the carbides formed
as a result of spherical graphite and Cr-Ni-Mo alloying.
In order to remove the internal stresses that occur during
solidification according to the alloy amounts, stress relief
heat treatment is applied to increase their mechanical
strength. It is generally preferred in all Bar, Coil and Light
profile stands, Heavy-medium sections iron intermediate
and finishing stands.

: KiMYASAL ANALIZ / CHEMICAL ANALYSIS =
KaLite | SERTLIK CEKME EGME
QUALITY HARDNESS TENSILE BENDING
HSC % C % Si % Mn % Cr % Ni % Mo % Cu (N/mm2) | (N/mm2)
SGF 40-60 | 3.1-38|15-25| 03-0.8(/0.2-0.8|08-1.8|0.2-0.5| max 0.3 | 500-700 |1000-1300
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: KiMYASAL ANALIZ / CHEMICAL ANALYSIS =
KaLite | SERTLIK CEKME EGME
QUALITY HARDNESS TENSILE BENDING
HSC % C % Si % Mn % Cr % Ni % Mo % Cu (N/mm2) [ (N/mm2)
SGP-1 40-55 | 3.1-38|1.1-20| 0.3-0.8|/0.2-0.8|1.5-2.0| 0.2-0.5| max 0.3| 450-700 | 800-1000
sGp-2 | 55-65 | 3.1-38|1.0-19| 0.3-08|05-1.1|1.6-2.1]|0.2-0.5| max 0.3| 450-650 | 800-1000
sGP-3 | 65-75 | 3.1-38|1.1-1.8| 0.3-0.8|0.9-1.8 | 1.7-2.5| 0.2-0.5 | max 0.3| 400-600 | 750-1000
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KGRESEL GRAFITLI
BEYNiTiK MERDANELER

Kuresel grafitli beynitik merdaneler, perlitik mer-
danelere benzer sekilde alasimlandirma ve isil igslem
ile yapida olusturulan beynit sayesinde yuksek tokluk
ve asinma direncine sahiptir. Genellikle profil
gruplan, kalin kesit finig ve dogrultma-yan makaralarinda
tercih edilir.

10 20 30 40 50 60 70 80 90

GOVDE YUZEYINDEN iTIBAREN DERINLIK / DEPTH FROM THE BODY SURFACE

SPHEROIDAL GRAPHITE
BAINITIC ROLLS

Spheroidal graphite bainitic rolls have high toughness
and wear resistance thanks to bainite formed in struc-
ture by alloying and heat treatment, similar to pearlitic
rolls. Generally they are preferred for thick section fin-
ishing stands and straightening-side rollers.

SERTLIK / HARDNESS “store ¢
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KGRESEL GRAFITLI
ASIKGLER MERDANELER

Kiresel grafitli asikiler merdaneler yapisinda kiresel
grafitlerin yanisira yUksek oranda Ni-Mo ile
alasimlandirma sonucu olusan beynit veya asiktler
(beynit+martenzit) yapisi sayesinde yuksek asinma
direnci saglar ve termal soklara dayaniklidir. Dékim
sonrasi olusan ig gerilimleri ve kalinti ésteniti gidermek
amaciyla dusuk sicakhkta uvzun sureli menevisleme
islemi uygulanir. Genellikle gubuk, nervir, filmasin finig
tezgahlari, hafif-ara-finis profil grubu, dogrultma
makaralari ve yan makaralarinda tercih edilir.
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GOVDE YUZEYINDEN ITIBAREN DERINLIK / DEPTH FROM THE BODY SURFACE

SPHEROIDAL GRAPHITE
AGICULAR ROLLS

In addition to spheroidal graphite, spheroidal
grafite acicular rolls include, bainite or acicular
(bainite + martensite) which is formed as a result of high
Ni-Mo alloying in structure. They have high wear
resistance and also high thermal shock resistance.
In order to remove the internal stresses and residual
austenite after casting, low temperature and long-term
tempering heat treatment is applied. It is generally
preferred in rod, rib, wire rod finishing machines,
light figured iron intermediate and finishing group
and straightening and side rollers.

. KiMYASAL ANALIZ / CHEMICAL ANALYSIS =
kaLite | SERTLIK CEKME EGME
QUALITY HARDNESS TENSILE BENDING

HSC % C % Si % Mn % Cr % Ni % Mo % Cu (N/mm2) [ (N/mm2)
sGP.B | 65-85 | 31-38(05-18| 03-08(04-15]|1.9-3.0]|0.3-0.7 | max 0.3 | 450-750 | 800-1000

N 1} WO WNXOopPA0Sia mmm
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= KIiMYASAL ANALIZ / CHEMICAL ANALYSIS =
KaLiTE | SERTLIK CEKME EGME
QUALITY HARDNESS TENSILE BENDING
HSC % C % Si % Mn % Cr % Ni % Mo % Cu (N/mm2) | (N/mm2)
SGAC-1 | 45-55 | 3.1-38|08-16| 04-09(02-08 |25-35|0.4-0.8| max 0.3| 600-900 | 800-1000
SGAC-2 | 55-65 [ 3.1-38|08-15| 04-09|03-0.9 | 25-3.5| 0.4-0.8 | max 0.3| 500-800 700-1100
SGAC-3 | 65-75 [ 3.1-38|08-14|04-09|03-0.9 | 25-3.5|0.4-0.8 | max 0.3| 500-800 | 700-1100
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KGRESEL GRAFITLI
ASIKULER+ MERDANELER

Kuresel grdfitli asikiler merdanelere gére daha yiksek
tokluk dayananimina sahiptir. Genellikle nervirli
insaat demiri ve ince kesit profil haddehanelerinin
énemli tezgahlarinda tercih edilir (slit, képek kemigi,
finig vs.)

10 20 30 40 50 60 70 80 90

GOVDE YUZEYINDEN iTIBAREN DERINLIK / DEPTH FROM THE BODY SURFACE

SPHEROIDAL GRAPHITE
ACICULAR+ ROLLS

Spherical graphite acicular+rolls have higher toughness
strength than SGAC rolls. Generally it is preffered for
slit, dog-bone or finish stands of bar and light section
rolling mills.

SERTLIK / HARDNESS “store ¢
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ALASIMLI GELIK
MERDANELER (ADAMIT)

%1.5-2.5 karbon ve Cr-Ni-Mo ihtiva eden adamit
merdaneler, igerdigi yiksek oranda karbon ve alagim-
landirma sayesinde yuksek asinma direncine sahiptir.
Normalizasyon ve gerilim giderme islemleri uygu-
lanarak mikroyapr ve mekanik ézellikler iyilestirilir.
Genellikle ttm hadde gruplarinda, hazirlama ve ara
tezgalarda tercih edilir.
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GOVDE YUZEYINDEN ITIBAREN DERINLIK / DEPTH FROM THE BODY SURFACE

ALLOY STEEL BASED
ROLLS (ADAMITE)

Adamite rolls containing 1.5-2.5% Carbon and Cr-Ni-Mo
have high wear resistance as a result of high carbon and
alloying. Microstructure and mechanical properties are
improved by applying normalization and stress relief heat
treatments. It is generally preferred in roughing stands
and intermediate stands in all rolling groups.

. KiMYASAL ANALIZ / CHEMICAL ANALYSIS =
= : KALITE SERTLIK CEKME EGME
— KIMYASAL ANALIZ / CHEMICAL ANALYSIS CEKME e QUALITY | FARDNESS TENSILE | BENDING
gALlTE HARDNESS TENSILE | BENDING H3c % C % Si % Mn % Cr % Ni % Mo Falto=—|=INAum2)s|={N/mm2)
UALITY

HSC % C % Si % Mn % Cr % Ni % Mo % Cu (N/mm2) | (N/mm2)

ASB 1 35-45 1.2-22 | 05-15| 05-20|08-18 | 25-3.5| 0.2-0.8 | max 0.3 | 450-750 | 700-1200
SGAC+ | 65-85 | 3.1-38|07-14|04-09|04-1.0|28-4.0]0.4-0.8 | max 0.3|400-600 | 700-1000

ASB 2 45 - 55 1.2-2.2 | 05-15| 005-2.0|08-1.8 | 25-3.5| 0.2-0.8 | max 0.3 | 450-750 | 700-1200
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SERTLIK / HARDNESS “sHoRe ¢

GRAFITIK GELIK MERDANELER

Adamite merdanelerden farkli olarak karbonun bir
kismi karbir yerine grafit olarak cekirdeklenir. Olusan
grafitler sirttnme katsayisini azalttigi icin derin
kalibreli merdanelerin yan yanaklarinda asinmalar
daha az olur. Ayrica olusan ince grafitler sayesinde
isil gatlaklara karsi direngli olur ve tufal yapismasini
engeller. Profil grubu tom tezgahlarda tercih edilir.
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GOVDE YUZEYINDEN iTIBAREN DERINLIK / DEPTH FROM THE BODY SURFACE

GRAPHITIC STEEL BASED ROLLS

Unlike Adamite rolls, some of the carbon is nucleated
as graphite rather than carbide. The graphite formed
reduces the friction coefficient In this reason, wears are
less on the side-walls of deep grooved graphitic steel
rolls. Moreover, thanks to the fine graphite formed, it
is resistant to thermal cracks and prevents oxide-layer
formation. GSB is preferred in all stands of sections.

SERTLIK / HARDNESS “store ¢

EDM TUBE

Boru-profil grubu Ureticisi olan musterilerimiz igin
gelistirdigimiz, kiresel grafitli dékme demirin Mn-Ni-
Mo-Cu ile alagimlandiriimasiyla elde edilen, yiksek
tokluk ve asinma direnci gésteren bir yapiya sahiptir.
Dar kesitli pasolarda, kalibre yizeylerinde ve
kenarlarinda ezilme ve kopmalari en aza indirir.
Dikisli ve dikigsiz boru Uretiminde Plug, Reeling, Sizing,
Straightening tezgahlarinda tercih edilir.
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GOVDE YUZEYINDEN ITIBAREN DERINLIK / DEPTH FROM THE BODY SURFACE

EDM TUBE

EDM Tube is developped for our tube and light section
producer costumers. EDM Tube is spheroidal graphite
cast iron which is alloyed with Mn,Ni,Mo,Cu EDM tube
has high toughness and high wear resistance in this
reasons it minimizes crushing and breaking on the
groove surfaces and edges in narrow cross-section passes.
It is preferred in Plug, Sizing, Straightening stands in the
production of seamless tube and seamed tube.
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5 KiIMYASAL ANALIZ / CHEMICAL ANALYSIS =
KaLite | SERTLIK CEKME EGME
QUALITY | HARDNESS TENSILE | BENDING
HSC % C % Si % Mn % Cr % Ni % Mo % Cu (N/mm2) [ (N/mm2)
GSB-1 35-50 1.2-22(08-19| 08-1.3|08-1.8|0.5-1.5| 0.2-0.7 | max 0.3| 450-750 | 800-1300
GsB-2 | 50-60 | 1.2-22|08-1.9| 0.8-1.3|08-1.8|05-1.5|0.2-0.7 | max 0.3| 450-750 | 800-1300

= KiMYASAL ANALIZ / CHEMICAL ANALYSIS -
KALiTe | SERTLIK CEKME | EGME
QUALITY HARDNESS TENSILE BENDING
HSC % C % Si % Mn % Cr % Ni % Mo % Cu (N/mm2) | (N/mm2)
fgg’"_, 40-70 | 2.9-3.7 | 08-17| 04-09|02-1.1 | 1.9-32 | 04-0.9| 0.1-1.9 | 400-800 | 600-1000
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E MERDANE SE(}iM TABLOSU
ROLLING MILL ROLL SELEGTION TABLE

MEKANIK
Agir - Orta Ray ve Profiller Hafif Ray ve Profiller Kangal ve Cubuk OZELLIKLER
Heavy - Medium Rail and Section Light Rail and Section Coil and Rod MECHANICAL
PROPERTIES
Hazirlama Ara Finis |Hazirlama Ara Finis |Hazirlama Ara Finis ] CEKME EGME KIMYASAL ANALIZ / CHEMICAL ANALYSIS
. I I /| I I /] I I /] MIKROYAPI
SERTLIK MALZEME Tezgahlari|Tezgahlari | Tezgahlari|Tezgahlari|Tezgahlar:| Tezgahlari |Tezgahlari | Tezgahlari| Tezgahlar: TSR Al TENSILE | BENDING
HARDNESS KODU Roughing |intermediate| Finishing Roughing |intermediate| Finishing Roughing | intermediate|  Finishing (N/mm2) | (N/mm2)
HSC MATERIAL Stand Stand Stand Stand Stand Stand Stand Stand Stand % C % Si % Mn % Cr % Ni % Mo % Cu

GRADE

40-60 SGF PERLIT + KARBUR + FERRIT | 200 700 [1000-1300] 3.7-3.8 | 1.5-2.5 | 0.3-0.8]| 0.2-0.8 | 0.8-1.8 | 0.2-0.5 | max 0.3
PEARLITE + CARBIDE + FERRITE

40-55 SGP-1 RERUITSEKARBUR 450-700 | 850-1100| 3.1-3.8 | 1.1-20| 0.3-0.8(0.2-08 | 1.5-2.0 | 0.2-0.5 | max 0.3

PEARLITE + CARBIDE

55-65 SGP-2 RERLITES KARBUR 450-650 | 800-1000| 3.1-3.8 | 1.0-19| 0.3-08|05-1.1 | 1.6-2.1 | 0.2-0.5 | max 0.3
PEARLITE + CARBIDE

65-75 SGP-3 e 400-600 | 750-1000| 3.1-3.8 | 1.1-18 | 0.3-0.8|0.9-1.8 | 1.7-25 | 0.2-0.5 | max 0.3
PEARLITE + CARBIDE

65-85 SGP-B PERLIT— KARBUR & BEYNIT 450-750 | 800-1000| 3.1-3.8 | 0.8-18 | 0.3-08|04-1.5|1.9-3.0| 0.3-0.7 | max 0.3

PEARLITE + CARBIDE + BAINITE

45-55 SGAC-1 b L 600-900 | 800-1200( 3.1-3.8 | 08-1.6 | 0.4-0.9| 0.2-0.8 | 25-3.5 | 0.4-0.8 | max 0.3
CARBIDE + BAINITE

55-65 SGAC-2 KARBIIR-REVIIT L MARTENZIL 500-800 | 700-1100| 3.1-3.8 | 0.8-1.5| 04-0.9(03-0.9 | 25-3.5 | 0.4-0.8 | max 0.3
CARBIDE + BAINITE + MARTENSITE

65-75 SGAC-3 KARBUR £ B EYN e ARIENZTE 500-800 | 700-1100| 3.1-3.8 | 0.8-1.5| 0.4-0.9| 0.3-0.9 | 28-4.0 | 0.4-0.8 | max 0.3

CARBIDE + BAINITE + MARTENSITE

65-85 SGAC+ KARBUR + BEYNIT + MARTENZIT | 494 500 | 700-1000| 3.1-3.8 | 0.7-1.4 | 0.4-0.9|0.4-1.0 | 0.8-1.8 | 0.4-0.8 | max 0.3
CARBIDE + BAINITE + MARTENSITE

35-45 ASB-1 Bl SR 450-750 | 700-1200| 1.2-2.2 | 0.5-1.5| 05-1.5(0.5-20 | 0.5-1.5 | 0.2-0.8 | max 0.3
PEARLITE + CARBIDE

PERLIT + KARBUR
= = 450-750 | 700-1200| 1.2-2.2 | 0.5-1.5| 0.5-1.5|05-2.0 | 25-3.5| 0.2-0.8 | max 0.3
45-55 ASB-2 PEARLITE + CARBIDE

45-55 GSB-1 PERLIT + KARBUR + GRAFIT | -5 750 | 800-1300| 1.2-2.2 | 0.8-1.9| 0.8-1.3 | 0.5-1.5 | 28-4.0 | 0.2-0.7 | max 0.3
PEARLITE + CARBIDE + GRAPHITE

55-65 GSB-2 Sl s e 450-750 | 800-1300| 1.2-2.2 | 0.8-1.9 | 0.8-1.3|05-1.5| 25-35| 0.2-0.7 | max 0.3
PEARLITE + CARBIDE + GRAPHITE

1. éncelik / Priority 2, 6ncelik / Priority
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SERTLIK DONUSUM TABLOSU
HARDNESS GONVERSION TABLE

n

SHORE “C” ROCKWELL “C” LEEB “E” LEEB “D” BRINELL HV (DPN) (30 KG)
30 15 465 484 204 215
31 17 475 495 215 224
32 18 480 500 219 229
33 19 485 506 224 234
34 20 490 511 229 237
35 21 495 517 234 245
36 23 505 528 245 255
37 24 510 533 251 260
38 25 515 539 256 266
39 26 520 544 262 271
40 26 525 550 268 277
41 28 535 561 280 2888
42 29 540 566 286 294
43 30 545 572 292 300
44 31 550 577 298 306
45 32 560 588 311 319
46 33 565 593 317 325
47 34 570 599 324 331
48 35 575 604 330 338
49 36 585 615 344 351
50 37 590 620 351 358
51 38 595 626 358 365
52 39 600 631 365 372
53 40 610 642 379 387
54 41 615 647 386 394
55 41 620 652 394 402
56 42 625 658 401 409
57 43 635 668 416 425
58 44 640 674 424 433
59 45 645 679 432 441
60 45 650 684 440 450
61 46 655 689 448 458
62 47 665 700 464 475
63 48 670 705 472 484
64 49 675 710 481 493
65 49 680 716 489 503
66 50 685 721 497 512
67 51 695 731 515 531
68 51 700 736 523 541
69 52 705 741 532 551
70 53 710 746 541 561
71 53 715 752 550 571
72 54 720 757 559 582
73 55 730 767 578 603
74 55 735 772 587 614
75 56 740 777 597 626
76 57 745 782 606 637
77 57 750 787 616 648
78 58 755 792 626 660
79 58 760 797 636 672
80 59 765 802 645 684

31



MAKINE PARKURU
= MACHINERY

UNIVERSAL TORNA
® UNIVERSAL LATHE

MAKSIMUM iSLEME
MAXIMUM PROCESS

©2000x6000 (mmxmm)

NC TORNA
NC LATHE

©2000x5000 (mmxmm)

MAKSIMUM iSLEME
MAXIMUM PROCESS

CNC TORNA
CNC LATHE 10

ADET
PIECE

MAKSIMUM iSLEME

21200x5000 (mmxmm )
MAXIMUM PROCESS

TASLAMA
GRINDING

MAKSIMUM iSLEME

]
M A K I N E MAXIMUM PROCESS

PORTAL FREZE

PARKURU ¢} . o
MACHINERY

21200x4000 (mmxmm

4000X2100X1200 (mmxmm
MAXIMUM PROCESS

BORVERK
BOHRWERK

MAKSIMUM iSLEME
MAXIMUM PROCESS

21200x4000 (mmxmm

NC DiK TORNA 8
NC VERTICAL LATHE (e

PIECE

MAKSIMUM iSLEME

22500x1200 (mmxmm)
MAXIMUM PROCESS

CNC DiK TORNA
CNC VERTICAL LATHE

MAKSIMUM iSLEME
MAXIMUM PROCESS

22500x600 (mmxmm

L TEL EREZYON
WIRE EROSION

MAKSIMUM iSLEME
MAXIMUM PROCESS

21000x600 (mmxmm)
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TALASLIIMALAT / MAGHINING. )9

TALASLI IMALAT
MACHINING

Genis makine parkuru bulunan firmamizda,
istenilen 6zellikte merdane ve ringlerin
kaba islemeden finis islemeye kadar biton
islemleri bunyemizde yapilabilmektedir.

All machining ‘operations of rolls mill/rings
with the desired dimensions and the details,
from roughing to finishing, can be machined
with great accuracy in our facility.
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QUALITY CONTROL

# ! v
Z l | : - Kuruldugumuz ginden bu yana kaliteden
— . , ' ; . o ; 6diun vermeyen firmamizda, Uretimin her
f asamasinin takibi kalite kontrol ekibimiz
tarafindan yuksek hassasiyetle saglanir. Bu
islemler kapsaminda; Hurda/hammadde,
Sicaklik, Kimyasal Analiz, Sertlik, Tahribat-
li-Tahribatsiz muayene, Olci-Tolerans ve
yuzey purizlilugu kontrolleriyle her asama
takip edilerek kayit altina alinir. Bu kayitlar
kalite belgemize islenerek hem fiziki hem de
dijital ortamda musterilerimize génderilir.
Tom asamalardan gegip onaylanan
merdane/ringler sevkiyata hazirlanmasi igin
paketleme ve sevkiyat bélumune génderilir.

Our company has not compromised on quality
since the day it was founded. All quality
control stages (chemical analysis, hardness,
destructive-non-destructive inspection,
dimension control and surface roughness
controls) are carried out and recorded with

great care for every products. These records
are processed._in our quality certificate and
sent to our customers both physically and
digitally. Rolls mill/rings that have passed
all stages and been approved are sent to
the shipping department to be prepared for
shipment.
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PAKETLEME VE SEVKIYAT
PACKAGING AND SHIPMENT

Her asamasi kontrol'edilen merdane/ringlerin
proses numarasi, istege bagl-ézel kodlama
detaylari nokta vuruslu markalama
makinasiyla Orintn Ozerinel islendikten
sonra paketleme bdlumine, gegilir. Korozyonu
engellemek amaciyla, paketlemeden énce en
iyi sekilde rafine edilmis ve cesitli katkilarla
guclendirilmis yaglar ile yizey kaplamasi
yapilir. Tomuiyle hazir hale gelen Grionlerin
sevkiyat, kalifiyeli ekip arkaslarimiz tarafin-
dan buyuk bir titizlilikle gergeklestirir.

After quality control of the rolls mill/rings
are processed with a dot matrix marking
machineinaccordancewiththeprocessnumber
and customer request, it is passed to the
packaging section. In order to prevent
corrosion, the best refined and reinforced
with various additives oils are sprayed before
packaging. Our qualified team members
carry out the loading of the products to the
vehicle with great care.
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Merdanenin hasar gérmesine neden olan etkenlerin
basinda yetersiz ve yanlis sogutma gelmektedir. Merdanede bélge-
sel sicaklik farkliligi olursa merdane kirilir veya ani sicaklik degigimi
termal gerilim olusturur. Bu da merdanenin kirlmasina sebep olur.
Bu nedenle sogutma olayina ¢ok dikkat edilmelidir. Hasarlar en aza
indirmek icin bazi sartlari yene getirmek gerekir. Bunlar asagida
siralanmigtir.

* Her merdane ayri ayri sogutulmalidir.

* Sogutma suyu; ne cok sicak, nede ¢ok soguk olmalidir.

* Sogutma malzemenin ¢iktigi taraftan yapilmalidir.

* Suyun miktarindan ziyade nasil ve nereden verildigi énemlidir.

* En etkili sogutma; merdanenin caligan kalibre kanalina ve kalibre
kanalinin en ¢ok isinan bélgesinde yapilmalidir.

* Sogutma suyu basinci fiskiyeli sistemde 2-4 ati olmalidir.

* Uzun beklemelerde gévde suyu azaltilmalidir. Muylular sogutmaya
devam edilebilir. Eger gévde sogutma suyu tamamen kesilirse termal
gerilim olusur.

* Fiber yataklar ¢ok iyi sogutulmalidir.

* Sarma halinde su kesilir ve merdaneler en cabuk sekilde birbirin-
den ayrilmalidir.

Siradaki sekillerde merdanelerde meydana gelen belli bash hasar
tarleri ve bunlarin olusum sebepleri verilmistir.

HADDE MERDANELERINDE MEYDANA GELEN BASLICA HASAR TURLERI
MAIN FAILURE (BREAKING] TYPES IN ROLLING MILL ROLLS

One of the main factors which damages rolling mii rolls
is inadequate and wrong kind of cooling. If there is regional heat
differentiation in the rolling mill roll, the roll gets broken or sudden
heat change results in thermal stress. For this reason, cooling process
should be taken into serious consideration. To minimise damages
and failure, some precautions should be taken. These precauitons
are listed below:

* Each rolling mill roll should be cooled separately.

* Cooling water should be neither very hot nor very cold.

* Cooling should be implemented from the part where the material
goes out.

* Rather than the amount of water, it is important where and how
the water is used.

*The most efficient cooling is made on the working calibre channel
of the rolling mill roll and the mast heated part of the calibre channel.
* Cooling water pressure should be two-four atu in the sprinkler system.
* Water of body must be cut down on in long waiting times. Cooling
process can be continued in neck rolls. Water of body is cut
completely it creates thermal stress.

*Fiber linings should be cooled with the highest care.

* If any wrapping occurs, the water is cut completely and rolling mill
rolls must be separated from each other quickly.

Main failure and damage types and causes of those are listed above.

gizim 1de kaplin veya kama yerinin rulman yeri ile birlestigi yerden kirilmasi gérilmektedir. Bu kirilma

sebebi merdane dizayninda bu bdlgenin iyi dizayn edilememesidir.

Hadde merdanesi dizayninda ¢ap degisiminin oldugu yerlerde radyusler olusturulmali ve keskin késeli gegislerd
kacinilmalidir. Bu sayede olasi asirn yGklemelerde gerilme yigilmalari énlenmis olacaktir.

In the Graph 1, it is seen that breaking accus in the joint place coupling or cotter and ball bearii
The reason for this is that this joint part has not been designed properly in the design process of the rolling mill roll.

Radisus must be formed in the parts where there are diameters changes and sharp cornered transitions must be avoidt
Thrugh this, stress concentration will be prevented if there is overloading.

gizim s Kaplin ve Kama Yerinin Rulm
Yeri ile Birlestigi Yerden Kirilmasi

Graph S = Breaking in the joint place
clouding or cotter and ball bearing

gizim 2de asinmis kaplin veya kama nedenli
kirlma gérulmektedir. Bu kirilmanin sebebi kaplin veya kama
gecme payinin ¢ok fazla olmasidir. Bu kirilma tasarim
asamasinda yanhs konstroksiyon yapilmasi, toleransin iyi
belirlenmemesi ve muylu capina uygun kaplin veya kama
gecmenin olmamasidir.

In the Graph 2, breaking results from worn
coupling or cotter. The reason for this fiacture-breaking is that
passing share of coupling and cotter is too much. If any
improper construction has been done during designing
process or if tolerance has not been set properly or if proper
coupling or cotter passing has not been done, breaking

occurs.
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gizim = Asinmis Kaplin ve Kama

Gl’qph 2 : Worn coupling or cotter

gizim 3'te merdanenin gévdenin ortasindan
bicakla kesilmis gibi kirlmasi gériulmektedir. Bu kirilmanin
nedeni haddelenen celigin haddeleme sicakligindan daha
soguk olmasidir.

In the Graph 3, it is seen that breaking
occurs on the middle of the body part of the rolling mill roll as
if it is cut by a knife. The reason for this is that the steel
rolled is colder than the heat of the rolling.

= I

gizim 3 : Merdanenin Gévdenin Ortasindan
Bicakla Kesilmis Gibi Kirilmasi

Gruph 3= Breaking on the miidle of the body
part of the rolling mill roll as if it is cut by
a knife

gizim 4'de merdanenin goévdeden capr
kirlmasi gértlmektedir. Bu kirilmanin sebebi merdaner
ayar seviyesinde olmamasidir.

In the Gra ph 4, cross breaking occurs «
the body part of the rolling mill roll. The reason for this is tk
the rolling mill roll is not on the adjustment level.

- oom
N

gizim 4 : Merdanenin Gévdeden Capraz

Kinlmasi

Graph 4 : Cross breaking on the body
part of the rolling mill roll

gizim 5'de merdanenin gévdenin ortasi
dan bicakla kesilmis gibi kirilmasi (kirlan yUzeyde cevre:
bir yanma izi var ise) gérulmektedir. Bu kirlma mamul
merdane arasindaki sicaklik farkinin ¢ok fazla oldu
durumlarda ani 1sil degisimlerinden kaynaklanir. Merdan
deki asiri isinmasinin sebebi uygun sekilde sogutulmamasic
Bu asiri issnmayi énlemek igin uygun sogutma yapilmali
sogutma suyu miktar arttirilmalhidir.

In the Graph 5, it is seen that breaki
occurs on the middle of the body part of the rolling mill r
as if it is cut by a knife (if there is any sign of local burnii
on the surface where there are cuts and breakings). Tt
breaking or fracture results from the sudden heat chang
where heat differentiation is too much between the rollii
mill roll and the material/product. The reason of the exir
me heating in the rolling mill roll is that no proper coolii
has been done or implemented. To eliminate this problel
there must be proper cooling and the amount of the cooli
must be increased.

£ - EE

gizim 5 : Merdanenin Gévdenin Ortasindan
Bicakla Kesilmis Gibi Kirllmasi

GI‘CIph 5= Breaking on the middle of the body
part of the rolling mill roll as if it is cut
by a knife
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HADDE MERDANELERINDE
MEYDANA GELEN BASLICA
HASAR TURLERI

MAIN FAILURE (BREAKING] TYPES
IN ROLLING MILL ROLLS

gizim 6'da muylunun kege ile rulman arasin-
daki radyUsun dibinden kirilmasi gériolmektedir. Bu kirilmanin
nedenleri; kirlma yiUzeyi beyaz ise muylu capi yeterli degildir ve
giderilmesi icin muylu ile merdane capi arasindaki emniyet
oranlarina uvyulmalidir, ama kirilma yUzeyi mavi ise kirilma asiri
isinmadan kaynaklaniyor demektir ve bunu gidermek igin
uygun sogutma yapilmalidir.

In the Graph 6, it is seen that neck roll is
broken at the bottom of the radius that is between felt spaces
and ball bearing.

The reasons for this problem are that if fracture
surface is white, it means that diameter of the neck is not
adequate and to eliminate this problem, safety ratios between
neck and diameter of the roll should be in accordance with each
other. On the other hand, if the fracture surface is blue, it
means that breaking results from overheating and to
eliminate this problem, there must be proper cooling process
and implementation.

e———

gizim 6: Muylunun Kece ile Rulman Arasindaki
Radyustn Dibinden Kirilmasi

Graph 6 : Breaking in the joint place of
clouding or cotter and ball bearing

Merdane gévdenin herhangi bir yerinden bigak
kesilmis gibi kinlmasinin nedeni derin ates catlagidir. Bu at
catlagini engellemek icin hadde durdugunda sogutma suyui

kapatmak gerekir. Bu kirilma gizim 7'de gérilmekied

In the Gra ph 7, the reason for il
breaking on the body part of the rolling mill roll as if it is ¢
by a knife is deep fire crack. To eliminate this problem, it
needed to shut down the cooling water when the operation
rolling stops. This kind of breaking/fracture is shown in the
graph 8.

- =

gizim 7 : Merdane Gévdenin Herhangi Bir
Yerinden Bicakla Kesilmis Gibi Kirllmasi

Grclph 7 : Breaking on the body part of the

rolling mill roll as if it is cut by a knife.

gizim 8'de kege yerinin gévde ile birlesti
yerden kinlmasi gérolmektedir. Bu kirilmaya bayrak yerind:
kirnlmada denir. Bu kirillmanin sebebi merdane tzerine gel
titresim gerilmeleridir. Bu titresimleri azaltmak igin 10
civata ve somun baglantilarini sikmak gerekir. Bylelikle |
kirilma tGrone engel olunmus olunur.

In the Graph 8, it is seen that breakii
occurs in the joint part of felt spacer and body. The reason {
this is resonance tension which occurs on the rolling mill rc
To reduce this tension, al unions and inuion nuts must |
tightened. Through this, breakings may be prevente

)

gizim 8 : Kece Yerinin Gévde ile Birlestigi
Yerden Kirilmasi

Graph 8 : Breaking occurs in the joint part
of felt spacer and body
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