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We are committed in providing our customers the best products and
services, by partnering with customers, focusing on improving their
business performance. Together, we create new value by enabling
foundries to produce castings in the most cost-effective, technically efficient
and sustainable way

Our melting crucibles are crafted using superior raw materials, innovative
technology and many years of experience in crucible manufacture.

Our crucibles are manufactured using isostatic pressing system, the most
modern forming and manufacturing system known in the refractory industry.

OUR CRUCIBLES ARE DESIGNED WITH THE FOLLOWING
BENEFITS:

— energy saving through rapid heating

— consistent thermal conductivity

— high resistance against chemical attack
— reduced slag deposits

Non-standard shaped and sized crucibles and accessories can be manufactured
to customers’ own specification



ohne Ausguss

TP/TPX/TPXO without spout

sans bec de coulée

H D d No. ca. H D d
mm mm mm TPX |kg Cu | mm | mm | mm
29 25 19 TP 904 | = | 200 | 915 345 | 240
35 32 25 TP 6| = | 300 | 675| 420 | 285
51 41 29 TP 14| - | 500 |1015| 420 | 255
54 48 32 TP 8| - | 400 | 800| 440 | 295
57 51 35 TP 10| - | 540 | 940 | 440 | 295
TP 388 | - | 600 | 760 | 540 | 360
70 60 41 TP 15| - | 950 | 970| 540 | 360
2 80 70 43 TP 833 | - |[1100 |1130| 540 | 330
1Y 90 90 55 TP 830 | - |[1260 |1190| 540 | 360
29 110 102 65 TP 980 | = |1700 |1230| 680 | 395
30 | 130 110 70
4" 140 115 75 mit langem Ausguss
59 | 150 125 85 TP/TPX/TPXO with long spout
6 165 130 920 avec bec de coulée prolongé
79 | 175 140 95 No. Cap.cal] H| D | d| L
Rl 180 155 110 TPX| kg Cu | mm| mm | mm| mm
(7)) 10 | 200 | 160 115 TP173G | = | 120 |490|325|240| 75
o 12 210 170 120 TP 184 200 | 600 | 350 | 260 | 120
1)) 14 | 220 175 120 TP 400 G| = | 225 |615 350260120
v 15 230 180 120 TP 723G | = | 270 |635|350|260 120
- 16 | 230 | 185 125 TP 600 - | 300 |805]355 260|130
@ 18 240 195 130 TP 843 - | 300 |675|420]| 255|155
— 20 | 255 200 140 TP 982 - | 430 |800]435| 295|135
@) 25 260 220 150 TP 89 - | 500 |740]545 325|135
30 = | 200 | 230 | 160 TP 12 | - | 500 |940|440 295150
40 - 310 260 190 TP 16 - | 900 |970|540| 360|160
| 50 | - | 330 | 270 | 195
60 - 345 285 200
%) 70 | - | 30 | 205 | 205 KF/KFX/KFXO
()] 80 - 375 305 215
—_— 90 - | 380 315 225 No. H D d
e 100 - 400 325 230 KFX mm mm mm
) 120 | - | 410 | 345 | 245 KF 200 - 770 | 350 | 260
S 130 420 | 350 250 KF 300 - 870 | 440 295
= 150 = | 450 | 370 | 260 KF  500| - 990 | 485 | 320
@) 175 . 480 | 380 270 KF 600 = | 1000 | 485 320
200 = | s00 | 400 | 285 KF 750/1] - | 1130 | 540 | 330
250 . 515 | 420 300 KF1000/1| 1130 | 590 370
| 300 - | 540 | 440 | 315 KF1500/1| - | 1130 | 680 | 395
350 . 590 | 475 330 KF2000/1| =« | 1130 | 785 435
— 400° | - | 600 | 500 | 340 KF 2500| - | 1250 | 800 | 435
(D] 5002 | - 650 510 350
c) 288 2 : | 2(8)8 228 228 * auch mit langem Ausguss
\ 2 1000 2 . | 820 635 220 K/KX/KXO also yvith long spout ) )
— 3 aussi avec bec de coulée prolongé
~ ) 1100 - 890 635 420 D No. oder H 5 q
—_— ohne Glasur 15002 | - | 900 | 780 435 akacu | kx| mm o o
B unglazed 1600% | - 1000 | 780 | 435 0
sans glagure 17002 | - | 1000 | 880 | 450 100 520 | 290 | 200
E 2 ohne Ausgusslippe 18002 | = 1100 880 450 150 - 600 320 240
e without lip 1900° | - | 1000 | 950 550 200 - 620 | 350 250
(&) sans bec de coulée 2000 ? © 1250 950 550 250 * ° 650 B0 =l
) ' 300 * - 720 | 445 280
350 * - 750 | 450 290
400 - 800 | 460 320
SC/SCX 500 * © 840 465 320
600 - 940 | 485 320
NoO. H D d
P SCX mm mm mm C/ CX
50 - 285 190 135
60 320 | 205 150 No. oder H D d
80 355 225 160 ca. kg Cu CX mm mm mm
100 375 235 185 50 370 250 180
120 405 260 190 60 400 255 190
150 440 275 195 80 440 275 205
200 470 290 210 100 480 295 210
250 535 300 240 120 520 310 230
300 565 325 245 150 - 550 330 240
600 - 695 420 285 200 - 600 350 250
602 - 630 415 285 250 630 380 280

Maltoleranz + 3% < dimensional tolerance + 3% - Tolérance dimensionelle: + 3




BU/BUX B/BX

No. oder Aquiva- | H D d No. oder Aquiva- | H D d

ca. kg Al BUX| lent mm [ mm | mm ca. kg Al BX lent mm | mm [ mm
BU 100 - | BC 166 | 400 | 527 | 305 B 35 - | MD 2| 345| 395 | 200
BU 125 - | BC167 | 450 | 527 | 305 B 50 = | MD 3| 395| 395 | 200
BU 150 - | BC168 | 490 | 527 | 305 B 60 < | MD 4| 430| 395 | 200
BU 175 - | BC169 | 550 | 527 | 305 B 75 | MD 5| 375| 465 | 235
BU 200 - | BC171 | 600 | 527 | 305 B 100 - | MD 6| 400| 525 | 255
BU 210 = | BC202 | 500 | 615 | 355 B 125 = | MD 7| 450| 525 | 255
BU 250 - | BC302| 630 | 615 | 355 B 150 = | MD 9| 490| 525 | 255
BU 300 = | BC401 | 700 | 615 | 355 B 175 = | MD10 | 550| 525 | 255
BU 350 - | BC402 | 800 | 615 | 355 B 200 < | MD11 | 600| 525 | 255
BU 350 H | = | BU450 | 900 | 615 | 355 B 225 - | MD15 | 630| 600 | 250
BU 500 = | BC247 | 750 | 775 | 435 B 300 . 700( 650 | 250
BU 600 - | BC263 | 900 | 780 | 435 - [ MD12 | 680| 650 | 250
BU 700 . 1000 | 780 | 435 <« | MD13 | 700| 730 | 380
BU 750 - 880 | 870 | 450 - | MD14 | 500| 625 | 480
BU 800 . 1000 | 870 | 450 B 900 . 800| 720 | 360
BU 800 H | - max. 1250 | 880 | 450 B 901 . 900| 720 | 360
GP 1800 . max. 1400 | 880 | 350 B 902 . 940( 720 | 360
GP 1800 = | BU 800 [1000| 870 | 350 B 903 - 1050| 720 | 360
BU 900 . 1000 | 950 | 550 B 1100 * . - 750| 840 | 360
BU 900H | - 1250 | 950 | 550 B 1500 * - - 850| 840 | 360
B 1800 * . - 980| 840 | 360

B 2100 * - - 1130| 840 | 360

B 400 * . 450( 700 | 305

B 500 * - 525| 715 | 305

B 600 * . 585 720 | 305

B 700 * . 630 730 | 305

B 700/1*| - max. 700| 730 | 305

*)LbsAl

mit langem Ausguss

TP/TPX/TPXO  win'ons som

avec bec de coulée prolongé

No. Aquiva- | H D d L
TPX lent mm | mm [ mm | mm

TP 287 = |BU200K| 600| 530 | 305 | 130
TP 287 H| - 700 | 530 | 305 | 130
TP 387 - |[BU250K| 630| 615 | 355 | 160
TP 412 = [BU350K| 800| 615 | 355 | 160
TP 412 H| « |[BU400K| 900| 615 | 355 | 160
TP 587 = [BUGOOK| 900| 780 | 435 | 200
TP 587 H| - |BU700K |1000| 780 | 435 | 200
TP 800 = (BU 800 K| 1000 | 880 | 450 | 200

TP 800 H| = max. 1250 | 880 | 450 | 200
GP 1800/1S| - | 1000 | 880 | 350 | 175
GP 1800 HS| - max. 1400| 880 | 350 | 175

GP 1800/6S1 | = (BU 750K| 880| 870 | 350 | 175
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BG/BGX
D No. oder H D d
LbsAl ‘BX‘ - ‘ mm ‘ mm ‘ mm
BG 500 . - 750| 780 | 360
BG 600 . - 900| 780 | 360

Tiegel mit Pyrometer-Tasche auf Anfrage, gegen Aufpreis.
Crucibles with pyrometer sheath on request, at extra charge.
Creusets avec gaine pyrométrique sur demande, moyennant supplément.

Maltoleranz + 3% < dimensional tolerance + 3% - Tolérance dimensionelle: + 3




Zylindrische Tiegel fiir Induktionséfen

Z/ZX Cylindrical crucibles for induction furnaces
Creusets cylindriquespour fours & induction

Type ca. H D Andere Abmessungen auf Anfrage
ZX| kg Cu mm mm Other dimensions on request
Z 111 - 330 530 387 Autres dimensions sur demande
ZS: mit langem Ausguss
Z 9% - 390 560 405 with long spout
avec bec de coulée prolongé

Z 100 - 735 880 425

ZS100 - 430 640 425

ZS 86 - 650 750 485

Z 79 - 945 980 525

Z5101 - 1200 1150 530

Z 230 - 3000 1550 680

Retorten
Retorts
Cornues
H 0.D D d Cap
mm | mm | mm | mm | ca |

940 | 240 | 475 | 370 70
990 | 300 | 545 | 430 | 100
980 | 305 | 605 | 475 | 130
1025 | 320 | 595 | 465 | 130
1550 | 430 | 785 | 560 | 370

Einsatztiegel
Ladle liners
Poches de coulées

No. |Aguiva-| H L a | Cap Andere Abmessungen auf Anfrage
lent mm | mm | mm | ca | Other dimensions on request
E 25 340 | 305 | 250 12 Autres dimensions sur demande
E 4 L482 | 385 | 360 | 215 17
E 23 L 456 | 440 | 430 | 310 32
E 29 L483 | 545 | 465 | 385 53
E 24 L485 | 485 | 545 | 450 68
E 19 L481 | 580 | 565 | 475 88
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BIL/BILX

No. H o.D D d
BILX mm mm mm mm
70 - 390 | 283 | 318 | 235
80 - 397 | 297 | 322 | 235
90 - 410 | 310 | 335 | 245
100 - 424 | 318 | 343 | 250
125 - 440 | 330 | 357 | 262
150 - 470 | 350 | 375 | 275

When ordering please indicate the metal
to be melted, the type of furnace, and
the type of fuel that will be used.

Maltoleranz + 3% < dimensional tolerance + 3% - Tolérance dimensionelle: + 3




Uz/UzZzK

D
mm
200 230 250 280 300 320 360 400 440 540
65 - - . - . - . . - .
100 - . - - . - - . - .
150 - - - - - . . - - .
200 . . . . L . . L L .
250 . - - - . . . . - .
280 - . - - . - - . - .
300 - - - - . . . . - .
350 . - . . L . . L L .
UR
D No H D d C
‘ mm ‘ mm ‘ mm 3
r—~+
H R 0950 140 255 185 D
R 1105 125 270 255 —
R 1405 120 345 290 0]
d R 758 160 355 220 SD:
R 760 215 435 305 ﬁ'
D
|
)
Y
o
UKKB n
D No. H D d |
mm mm mm m
UKKB 1025 100 250 180 C
H UKKB 1225 120 250 180 o)
B UKKB 1525 150 250 180
d UKKB 2025 200 250 180 U
UKKB 1030 100 300 180 O
UKKB 1230 120 300 180 =
UKKB 1530 150 300 180 a
UKKB 1830 180 300 180
UKKB 2030 200 300 180
Andere Abmessungen auf Anfrage Der Knopf ist bei allen Untersatzen
10 mm hoch mit 90 mm @.
Other dimensions on request
On all stands the knob is 10 mm high
Autres dimensions sur demande with a diameter of 90 mm.

Tous les tétons ont une hauteur de 10 mm et
@ 90 mm.

Maltoleranz + 3% < dimensional tolerance + 3% - Tolérance dimensionelle: + 3




Pyrometer Schutzrohre Begasungslanzen

RY/RYE Do e e LA

Tuyaux a dégazer

L D d No. H D Gewinde
mm ’ mm ‘ mm LA ‘ mm ‘ mm thread
min. 100 | 40,50 20,25 filetage
55,60 30 4 750 60 1/2¢
6 1000 60 1/2¢
max. 1500 5 1300 60 1/2¢
8 1500 60 1/2¢
RYE:
mit Stahlrohr und Gewinde
with steel tube and thread
avec tube en acier fileté
3/8” = RYE2
1/2” = RYE
3/4” = RYE1
O
Tauchglocken Schopfkellen
b TC Plunggrs S K Ladlepbowls
' 5 Plongeurs Louches
1))
70 Grosse hi di No. Cap. Gewinde
(«b) ‘ mm ‘ mm | thread
(@) 1 90 65 filetage
O 2 120 95 SK 1 0,13 M 10
< 3 160 95 SK 2 0,33 M 16
4 200 120 SK 3 0,50 M 16
| SK 4 0,60 M 16
SK 5 0,75 M 16
Tauchglocken in Tongrafit SK 6 15 M 16
(f) Plungers in clay-graphite SK 7 1,20 M 16
G) Plongeurs en graphite SK 8 2,2 M 16
e SK 9 32 M 16
o
(7))
O
Gieltrichter Dosierrohre/Alutitanat
O Filling Cones R N D Dosing tubes
&) Trémies de remplissage Cannes de dosage
No. Dimensions (mm) | Hole (mm) No. L D D1 d
| H xD/d e mm mm mm mm
TR 3 605xD300/85 23 RND 14 | 360 | 65 40 12
b TR 3/1 580xD290/85 23 RND 12 | 360 65 40 16
H® ) TR 3/2 605xD300/85 40 RND 21| 360 50 30 9
c TR 3/3 670xD300/85 23 RND 38 | 360 80 50 18
[} TR 3/4 605xD300/85 30 RND 20 | 570 50 30 12
o) TR 6 510xD268/87 23,5 RND 13 | 570 65 40 12
= TR 11 815xD302/85 35 RND 10 | 570 65 40 16
TR 16 725xD302/85 23 RND 24 | 570 80 30 12
N RND 19 | 570 80 50 18
RND 18 | 570 80 50 21
RND 17 | 570 80 50 24
RND 11 | 570 85 65 21
RND 23 | 570 90 50 18
RND 28 | 570 100 50 18
RND 22 | 570 110 80 28
RND 25 | 570 110 80 24
RND 27 | 570 110 80 35
RND 15 | 570 130 100 35
RND 16 | 570 130 80 35
RND 33| 720 70 40 9
RND 34 | 720 70 40 20
RND 30 | 720 80 60 9
RND 31 | 720 80 60 12
RND 32 | 720 80 60 16
RND 26 | 720 80 60 20
RND 35 | 760 117 82 24

Maltoleranz + 3% < dimensional tolerance + 3% - Tolérance dimensionelle: + 3




High density pressed and moulded parts produced in clay-graphite and SiC
Pouring blocks Continuous casting dies Stoppers

Dimensions on request

Giefrinnen nach Zeichnung

G R Launders per drawing
Chenaux de coulée selon plan

No. | Tiegel | a | b | ¢ | d | e | f | g | h | i | k
GR 18 TP 287 215 | 150 | 170 85 90 50 40 60 - -
GR 19 TP 387 275 | 150 | 170 85 90 50 40 60 - -

TP 412 275 | 150 | 170 85 90 | 50 40 60 - -
GR 20 TP 587 275 | 200 | 220 | 120 | 130 | 70 55 60 = =

No. | Tiegel | a | b | ¢ | d | e | f ] g | h | i ] Kk

GR21 BU 200 400 | 140 | 190 85 | 130 60 260 50 90 | 140
GR 22 BU 350 460 | 140 | 190 85 | 130 60 310 50 90 | 140
GR 23 BU 600 460 | 140 | 230 | 120 | 150 80 400 70 130 | 180
GR 89 - 1100 | 170 | 170 | 110 | 110 70 - 40 95 95
GR 100 - 840 | 160 | 160 | 102 | 102 67 - 35 102 | 102

Aufsatze und Ringe auf Anfrage Tiegelhebegerat
AF Muffle rings on request LI FT Crucible lift
Rehausses sur demande Systeme de manutention
No.

1 BU 100 — 200
2 BU 210 -350
3 BU 500 - 600
4 BU 700 —800
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Instructions for the correct use of our Crucibles

Storage And Handling

— Crucibles should be stored in a warm dry place, preferably above 20°C, and kept on pallets,
never directly on the floor. Never roll crucibles on a hard floor as damage to the glaze could
adversely affect the performance.

— Tongs, carrying clamps etc. must be constructed in such a way, that the jaws fit evenly around
the circumference of the crucible and thus avoid uneven pressure

Pre-heating

- Ceramic crucibles, when put into use for the first time, must whilst empty, be brought to
working temperature.
— Crucibles must be heated slowly to adark red colour, then quickly to bright red.

Temperature (°C)
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Charging

— Assoon as the crucible has reached red heat, charge and melt immediately. Prolonged heating of
an empty crucible will result in shorter crucible life.

— Never introduce moist charge material into the crucible.
— Where possible, charge light scrap first to form a cushion for the heavier metal to follow.

— Use tongs to charge ingots or larger pieces of metal to avoid damage to the crucible. Place
vertically to avoid wedging the charge.

— Do not pack metal tightly in the crucible. Always allow sufficient space for the metal to expand.

During production

Take care that the crucible is always full of metal, otherwise oxidation takes place in the upper
part of the walls of the crucible which will result in cracks.

When using fluxes, care should be taken that these do not come into direct contact with the crucible
material. Pouring should take place as soon as possible after the fluxes have been added. Do not
overflux in any circumstances.

After the molten metal in the crucible has reached pouring temperature, casting should take place as
soon as possible, otherwise the life of the crucible will be reduced.

Maintenance

Every day when casting is finished, any slag adhering must be removed from the crucible, if possible
whilst still hot. Cleaning must be done carefully so that no damage is done to the crucible material. Use
suitable cleaning tools only.

The crucible should be completely emptied every night. No metal residue must be allowed to freeze.

If production is continuous then it is recommended that the crucible is cleaned every 24 hours.






