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Beiling JinMei Entrepreneur Co., Ltd.
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MMC - Metal matrix ceramic insert casting technology
installation and layout of Ceramic core
Molding / Smelting / pouring
Heat treatment / Inspection
Hardness / metallography
pouring and riser cutting
Cleaning/grinding/machining
Packing / Use effect
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Beijing JinMei Entrepreneur Co., Ltd (DJM) was established in 2006, Headquarter located in
Zhongguancun High-tech Park in Beijing, China. DJM was restructured into Joint-Stock
company & listed on NEEQ in 2016. DJM’s a research and development, production, export
sales of Internet + new materials manufacturing enterprises.

DJM is focusing on Metal Matrix Ceramic Composite (MMCC) material, wear-resistant and
heat-resistant material. -

Products: High chromium cast iron ceramic
composite castings, Martensite steel ceramic
composite castings, high manganese steel
ceramic composite castings, and Metal matrix
ceramic fibre composite casting materials, ZTA
ceramic mechanical parts. Products are widely
used in metallurgical industry, mining, cement,
Coal-fired thermal power plant as spare parts.
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Metal Matrix ceramic composite casting High Mn Steel Matrix ceramic composite casting
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Metal matrix ceramic particle insert casting Technology
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Metal-based ceramic composite casting process is to melt alloyed ceramic particles and matrix metal through metallurgical casting process to form a composite layer of ceramic
particles and metal, so as to realize the infiltration and composite of metal matrix and reinforcement phase. The metallurgical combination of ceramic particles and metal is realized
through the heat conduction of metal liquid. The microstructure characteristics of the reinforced phase make it have high strength and wear resistance, which can effectively control
the thickness of the reinforced phase and realize large-area composite, so that the reinforced phase and the metal matrix are fused together without obvious boundaries, and the
wear resistance life is improved. The heat and wear resistance of the composite layer is 3-4 times that of the high chromium material, and the thickness of the composite layer can
reach more than 1/3 of the thickness of the original part. The ceramic composite layer greatly improves the service life of the product, and the service life is several times that of the
traditional material.

Ceramic itself has high temperature resistance (sintering temperature 1700 degrees), high hardness (HV2100), high wear resistance, anti-oxidation properties, ceramic particles
dispersed in the metal matrix to solve the problem of inconsistent two-phase thermal expansion, alloyed ceramic particles and matrix metal to achieve metallurgical combination to
solve the problem of ceramic particles falling off. The composite layer composed of ceramic particles and matrix metal can give full play to the heat resistance, oxidation resistance
and wear resistance of ceramic and the mechanical properties of matrix metal, so as to meet the requirements of heat resistance, oxidation resistance and wear resistance under
harsh working conditions

The honeycomb structure of the ceramic composite layer maintains the original mechanical properties of the matrix metal, and can give full play to the mechanical properties of the
matrix metal, and the matrix metal and ceramic particles form a complementary composite layer. In the initial stage of use, the matrix metal in the ceramic composite layer will first
wear and form a depression, and the ceramic particles dispersed in the matrix metal will gradually protruding from the matrix metal. The raised ceramic particles will begin to form a
protective effect on the matrix metal, and use its own heat and wear resistance to block the grinding force and heat radiation transfer, changing the direction of the grinding force
and heat radiation transfer. Formation of shadow effect to reduce matrix metal wear.

The heat-resistant steel will form an oxide layer on the metal surface in a high temperature environment, the thickness of the oxide layer, the area of the oxide layer, the peeling time
determines its service life, each layer of the oxide layer of metal is lost until the complete failure, the ceramic particles dispersed in the matrix metal can properly strengthen the grain,
reduce the number of grain boundaries, And the oxide layer formed on the surface of the base metal is divided into smaller oxide layer regions, smaller oxide layer regions are easier
to form a relatively thin oxide layer, and smaller oxide layer regions each time the peeling layer is smaller, thereby slowing down the peeling time of the base metal oxide layer,
reducing the peeling area and peeling thickness, and improving the effective service life
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Metal matrix ceramic particle insert casting Technology
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High chrome ceramic insert composite wear-resistant castings
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Alloy steel ceramic insert composite wear-resistant castings
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High manganese ceramic insert composite wear-resistant castings
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Heat resistant steel Ceramic insert Wear/Heat-resistant castings

‘ WEEHEEE (ZBEE) HEMEBME (MC-B)

Bimetallic ceramic insert composite (three-phase composite) wear-resistant castings
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Hardness / metallography of Ceramic insert castings

The hardness of (MMC-Mn) the High manganese steel ceramic composite layer is distributed in steps:
Ceramic particles hardness= HV2100
Hardness of metal around ceramic particles = 60-65HRC
Basis material=High manganese steel =Hardness HB190-220
Impact hardness of High manganese steel = HB400-500
Metallography is austenite and carbide
It is suitable for use under high impact and high wear conditions
the service life of high manganese steel ceramic insert castings is more than 1 times of that of conventional high manganese steel

The hardness of (MMC-Cr) the High chromium iron ceramic composite layer is distributed in steps:
Ceramic particles hardness= HV2100
Hardness of metal around ceramic particles = 60-65HRC
Hardness of Basis material =High chromium iron = 58-62HRC
Metallography is Chromium-austenite and M7C3 eutectic carbide and chromium-troosite and M7C3 eutectic carbide
Suitable for use under low impact and high wear conditions

The biggest advantage of our Ceramic insert casting technology is that it greatly improves the service life of the product. The life span is several times of the
traditional material.

The hardness of the (MMC-M) Martensite Steel ceramic composite layer is distributed in steps:
Ceramic particles hardness= HV2100
Hardness of metal around ceramic particles = 58-63HRC
Hardness of Basis material =Martensite Steel = 48-53HRC
Metallography is Martensite, residual austenite and undissolved carbide composition
It is suitable for use under high impact and high wear conditions and can be welded

@ MMC-B - Bimetallic ceramic insert composite casting. The hardness of the three-phase complex shows a step distribution:

Hardness of matrix GGG = HB 130-180, tensile strength cb (MPa) : 2400, conditional yield strength ¢0.2 (MPa) : 2250, impact toughness value akv (J/cm2) : 210
Ceramic particle hardness = HV2100

Metal hardness around ceramic particles = 60-65HRC

High chromium cast iron inlay strip hardness = 58-62HRC

The metallographic structure of high Cr cast iron is chrome-austenite and M7C3 eutectic carbide, chrome-troosite and M7C3 eutectic carbide

Suitable for unit weight of castings over 3000kg. use under low impact and high wear conditions

MMC-H - Heat resistant steel ceramic insert casting
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Ceramics and metal interface metallography
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Ceramic Core for Ceramic insert casting
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Ceramic core technical specifications
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Ceramic insert castings - sand molding
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The ceramic cores can be applied to resin sand casting, water glass sand casting, vacuum casting, and lost foam casting., The sand
molding of ceramic insert castings is suitable for the conventional molding process, but the shape / position / size of the pouring cup /
sprue / runer / riser should be adjusted according to the technical requirements of DJM
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Ceramic insert castings-Smelting / pouring
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the technology is suitable for production of high manganese steel, high chrome cast iron, heat resistant steel and alloy steel wear parts.,
The molten steel smelting of ceramic insert castings is applicable to the conventional smelting process / pouring process of the basis
material, but the chemical composition of molten steel/molten steel temperature/pouring temperature should be adjusted

appropriately according to the technical requirements of DIM
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Ceramic insert castings- pouring and riser cutting/cleaning/grinding/machining
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The pouring and riser cutting/cleaning/grinding/machining of ceramic insert composite products applies to the conventional process of
the basis material, and the surface of the ceramic insert composite layer applies to the grinding process only. The ceramic layout should
be avoided in the machining position when designing the ceramic layout
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installation and layout of Ceramic core of Sand casting process
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DJM usually selects the shape type and size of the ceramic core according to the casting drawings. We will design the casting

process according to the casting drawings, arrange the ceramics, and choose the type and size of the ceramic core. The

ceramic core is very simple and convenient to use. According to the casting process designed by us, the ceramic core can be

fixed on the sand mold with nails or self-tapping screws.
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installation and layout of Ceramic core for Alloy steel ceramic insert casting Hammer of Sand casting process
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installation and layout of Alloy steel ceramic insert casting Ball mill liner of Sand casting process
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installation and layout of Ceramic core for high manganese steel ceramic insert casting Jaw Plate of Sand casting process
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installation and layout of Ceramic core for high manganese steel ceramic insert casting Mantle / Bowl! of Sand casting process

igh manganese steel ceramic -
high manganese steel ceramic insert

sert casting Cone 19:38 v casting mantle
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installation and layout of Ceramic core for high Chrome cast iron ceramic insert casting Liner of Sand casting process
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installation and layout of Ceramic core for high Chrome cast iron ceramic insert casting Liner of Sand casting process
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installation and layout of Ceramic core for high Chrome cast iron ceramic insert casting Blow Bar of vacuum casting process
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installation and layout of Ceramic core for high manganese steel ceramic insert casting Jaw Plate of vacuum casting process
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installation and layout of Ceramic core of Lost foam casting process for ceramic insert blow bar
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DJM usually selects the shape type and size of the ceramic core according to the casting drawings. We will design the casting
process according to the casting drawings, arrange the ceramics, and choose the type and size of the ceramic core. The
ceramic core is very simple and convenient to use. According to the casting process designed by us, the ceramic core is fixed
on the foam type with nails and glue, and then coated and Dry can be buried box casting
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installation and layout of Alloy steel ceramic insert casting Ball mill liner of Sand casting process of Lost foam casting process
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installation and layout of Ceramic core for high Chrome cast iron ceramic insert casting Roller of Lost foam casting process
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installation and layout of Ceramic core for high Chrome cast iron ceramic insert casting Liner of Lost foam casting process
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installation and layout of Ceramic core for high manganese steel ceramic insert casting Mantle / Bowl of Lost foam casting process




TR B E T M RNM R R SR KRR A 5 & 25

ceramic installation and layout of Heat resistant steel ceramic insert casting liner of Lost foam casting process
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installation and layout of Alloy steel ceramic insert casting Hammer of Sand casting process of Lost foam casting process
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installation and layout of Ceramic core of Lost foam casting process for Hammer
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. DJM usually selects the shape type and size of the ceramic core according to the casting drawings. We will design the casting
process according to the casting drawings, arrange the ceramics, and choose the type and size of the ceramic core. The
ceramic core is very simple and convenient to use. According to the casting process designed by us, the ceramic core is fixed
on the foam type with nails and glue, and then coated and Dry can be buried box casting
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Ceramic insert castings - Heat treatment
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The heat treatment of ceramic composite products is suitable for the conventional heat treatment process of substrate materials, but
the temperature rise curve/cooling curve should be adjusted according to the technical requirements of DJM
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Ceramic insert castings - Inspection
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The testing of ceramic composite products is applicable to the conventional Inspection process of the basis material, but the hardness,
metallography. Surface impact and Penetrant Inspection of the composite layer should be tested according to the technical requirements
of DIM

HEAMN: Penetrant Inspection according to 1ISO 3542 (or EN1371)

FARE Rl

basis material Penetrant Inspection, To meet the base material standard Penetrant test requirements
W B 52 & R A Rl

Ceramic composite layer Penetrant Inspection, To meet the base material standard Penetrant test requirements

TR Hardness testing according to 1ISO 6508
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basis material hardness, To meet the base material standard hardness test requirements
W) 5 J | 6 ) il

Hardness of metal around ceramics, To meeting DJM ceramic composite layer ladder hardness distribution requirements

SR : metallography testing according to ISO/TR 20580 (or ASTM E3F1ASTM E407)
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basis material metallography, To meet the base material standard metallography requirements
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Ceramic surrounding metal metallography, To meet the base material standard metallography requirements
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Ceramics and metal interface metallography, To meet the DJM ceramic composite layer metallography requirements

V& A EF a8l Testing of Ceramic composite layer Surface impact
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The impact hammer is used to continuously impact the surface of the ceramic composite layer for more than 1 minute, and the ceramic
composite layer cannot be broken, can not have ceramic particles fall off, can not have serious depression and other defects

Note:
BT G RSN 5 6 A 55 A T2 Jl 4

All metallographic inspection points, hardness inspection points do not paint
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MMC-Cr ( High Chromium cast iron matrix ceramic insert casting wear-resistant material)

MMC-Cr ( High Chromium cast iron matrix ceramic insert casting wear-resistant material)

That is, the reinforcement phase - ceramic particles are fused and cast in the easily worn parts of metal parts with high chromium cast iron as the base material.
The metal-ceramic composite layer is formed by the metallurgical combination of ceramic particles and casting alloy. The metallurgical bonding of ceramic
particles with metal is realized by the heat of metal liquid. The hardness of ceramic-ceramic composite layer formed by ceramic particles and matrix metal
shows a step distribution. The hardness of ceramic particles in the composite layer can reach 3-4 times of the hardness of high chromium cast iron material, so
as to achieve the anti-wear effect; Compared with ordinary high chromium cast iron, the service life of the product is greatly extended.

The hardness of the High chromium iron ceramic composite layer is distributed in steps:

Ceramic particles hardness= HV2100

Hardness of metal around ceramic particles = 60-65HRC

Hardness of Basis material =High chromium iron = 58-62HRC

Metallography is Chromium-austenite and M7C3 eutectic carbide and chromium-troosite and M7C3 eutectic carbide
Suitable for use under low impact and high wear conditions
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MMC-M (Martensite steel matrix ceramic Insert casting Wearparts)

MMC-M (Martensite steel matrix ceramic insert casting wear-resistant material)

That is, the reinforcement phase - ceramic particles are cast in the easily worn parts of the metal parts with martensitic steel as the base material. The metal-ceramic
composite layer is formed by the metallurgical combination of ceramic particles and casting alloy. The metallurgical bonding of ceramic particles with metal is
realized by the heat of metal liquid. The hardness of ceramic-ceramic composite layer formed by ceramic particles and matrix metal is distributed in a step: give full
play to the characteristics of high strength and high hardness of martensitic steel, reduce the plastic deformation of metal parts, and improve the impact resistance;
Combined with the high wear resistance of ceramic particles, the anti-wear performance of the working surface is improved. The result is a metal component that is
both wear resistant and impact resistant. Due to the selection of martensitic steel as the base material, so that the composite material has a good welding, and
processing properties, while the product is suitable for flame gas cutting, grinding wheel saw, shear, water cutting, plasma and other cutting methods, welding
without preheating or subsequent heating treatment; Compared with ordinary high chromium cast iron, the service life of the product is greatly improved.

The hardness of the Martensite Steel ceramic insert composite layer is distributed in steps:
Ceramic particles hardness= HV2100

Hardness of metal around ceramic particles = 58-63HRC

Hardness of Basis material =Martensite Steel = 48-53HRC

Metallography is Martensite, residual austenite and undissolved carbide composition

It is suitable for use under high impact and high wear conditions and can be welded
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MMC-Mn (High Manganese Steel Ceramic Insert casting wearparts)

MMC-Mn (High-manganese ceramic insert casting wear-resistant material)

That is, the reinforcement phase - ceramic particles are fused and cast in the easily worn parts of metal parts with high manganese steel as the base material.
The metal-ceramic composite layer is formed by the metallurgical combination of ceramic particles and casting alloy. The metallurgical bonding of ceramic
particles with metal is realized by the heat of metal liquid. The hardness of ceramic-ceramic composite layer formed by ceramic particles and matrix metal shows
a step distribution. In the casting engineering, alloy elements in composite ceramic materials are used to refine the grain of high-manganese steel, improve the
matrix properties of high-manganese steel, give full play to the work-hardening characteristics of high-manganese steel, reduce plastic deformation, and improve
the low-impact wear resistance. Combined with the high wear resistance of the ceramic material, the wear resistance of the working surface is improved, so that
the wear-resistant and impact-resistant material is obtained. The life of high manganese steel ceramic composite is greatly improved.

The hardness of the High manganese steel ceramic insert composite layer is distributed in steps:
Ceramic particles hardness= HV2100

Hardness of metal around ceramic particles = 60-65HRC

Basis material=High manganese steel =Hardness HB190-220

Impact hardness of High manganese steel = HB400-500

It is suitable for use under high impact and high wear conditions
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MMC-B Bimetallic ceramic insert composite (three-phase composite) casting Roller
MMC GGG + High Chrome Cast Iron + ZTA Ceramic particles
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DJM selects a ductile iron based high chromium ceramic composite material, namely: High chromium ceramic metal composite material layer is formed by casting ceramic particles in
high chromium material, ductile iron is selected as the matrix of roll sleeve, and high chromium ceramic composite layer is cast on the surface of roll sleeve. The wear resistance of this
composite layer can reach 3-4 times that of high Cr material, and the thickness of this composite layer can be made to reach 1/3 of the thickness of the original spare part, and can be
made according to the original wear curve. The average wear (wear depth) of the high chromium ceramic roller sleeve and liner is 2-4mm per 1000 hours, while the average wear (wear
depth) of the high chromium roller sleeve and liner is 5-9mm per 1000 hours, and the high chromium ceramic roller sleeve/liner is more than three times that of the high chromium
products.

The hardness of the three-phase composition castings shows a step distribution:

Hardness of matrix GGG = HB 170-230, tensile strength ob (MPa) : 2500, conditional yield strength ¢0.2 (MPa) : 2320, impact toughness value akv (J/cm2) : >9,

The metallographic structure of GGG is Pearlite + ferrite + spherical graphite

Ceramic particle hardness = HV2100

Metal hardness around ceramic particles = 60-65HRC

High chromium cast iron inlay strip hardness = 58-62HRC

The metallographic structure of high chromium cast iron is chrome-austenite and M7C3 eutectic carbide, chrome-troosite and M7C3 eutectic carbide

Suitable for Unit weight of castings over 3000kg, use under low impact and high wear conditions

High Cr cast iron Ceramic particles F
HRC58-62 B HV2100

Cast iron
GGG
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(MMC-HT) Heat resistant steel Ceramic insert Wear/Heat-resistant castings
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DJM uses heat-resistant steel as the substrate and ceramic particles composite casting to make heat-resistant steel ceramic composite heat-resistant
wear-resistant material. Heat-resistant steel will form an oxide layer on the metal surface under high temperature environment. The thickness of the
oxide layer, the area of the oxide layer and the peeling time determine its service life. The ceramic particles dispersed in the matrix metal can properly
strengthen the grains, reduce the number of grain boundaries, hinder heat conduction, isolate heat convection, disperse heat radiation during use, and
divide the oxide layer formed on the surface of the matrix metal into smaller oxide layer regions, smaller oxide layer regions are more likely to form a
relatively thin oxide layer, and smaller oxide layer regions each time the peeling oxide layer is smaller. Thus, the peeling time of the metal oxide layer is
slowed down, the peeling area and peeling thickness are reduced, and the effective service life is improved

the hardness of heat-resistant steel ceramic composite material is a step distribution:

hardness of matrix heat-resistant steel = <187HB, tensile strength cb (MPa) : 2590, conditional yield strength ¢0.2 (MPa) : 2295,

heat-resistant steel microstructure = Austenitic

ceramic particle hardness = HV2100

ceramic particles around the metal hardness = 58-62HRC

suitable for use in low impact and high temperature conditions
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use effect of ceramic insert casting wearparts
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Use effect of Metal matrix ceramic insert casting Roller of Vertical Grinding Mill

under normal conditions,

The average wear depth of the high-chromium ceramic insert casting Roller and Bimetallic ceramic insert composite (three-phase
composite) casting Roller of coal mill is 2-3mm per 1000 hours;

The average wear depth of the high-chromium ceramic insert casting Roller and Bimetallic ceramic insert composite (three-phase
composite) casting Roller of Raw mill is 4-6mm per 1000 hours;

The average wear depth of the high-chromium ceramic insert casting Liner of coal mill is 1-2mm per 1000 hours;

Bimetallic ceramic insert composite (three-phase composite) casting Roller is recommended when the weight of a single piece
exceeds 3000kg

FEIEFOLT, BRI % P B 6 P HR B ATOOL S J P e B2 15 (A 52 6 ) W 5 141 25 BE AR 5 92 ~ 3mm / 1000/ ;5
FHEES v B RS 5 B G AR AT ON SR B B R 15 (S R ) W I R 5545 1000 /N i ()1 35 BE IR 15 94 ~ 6mm;

P HROATL v % ) 6 2 5 4o 2431000/ B P 25 BE R L ~ 2mim;

AL R I 3000kg i, HEFAE NGB EE & (CEMHE S)FiEiRE

use effect of High
chromium cast
iron matrix
ceramic insert
casting vertical
grinding m S

High Cr cast iron Ceramic particles
HRC58-62 g HV2100
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the use of examples-Mill Liner

Yikl=4500 K~ HE (HGI=60)

HBERPRLEE = 30-50mm

PRI =157 M ST B S R B4 (grinding abrasion)

181 5 R %=1 I | ZGMO5G AL B B Il Ao AR

T Ve e S A e AR P 75 ir=1200-20000/)N s /N BERE=1-2mm
K Ye A RME F 75 = B T/ BEE#E=2-3mm




CREREE G L BRE
Roller of High Cr Cast Iron+ZTA Ceramic particles

Cr26 & Cr26 + Ceramic 8 &
1 FH 75 iy a3 15 FH 75 1 P

2000/MBF (M3 ) 3000-40000 /5 B4 £ 10/~ A BL_F 8000/) i 1200%%/%
2000-3000/)M i}

3000-40000i /4 B A 8000/NEf LA |

6000-8000 /)N Fisf 18000/NHf L |

K e AR 4000-6000/)N 12000/ LA |
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The service life of Ceramic insert Raymond mill-Ring-roller

Material: Clay + ceramic brick

the service life of conventional Ring
the service life of high mangane
the service life of high chromi

Ykk: R+ e A
R G R (Mn13) ) 4
TR
FERP R R AR
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using effect of Metal ceramic insert composite Ball mill liner

Cermet composite ball mill liner life comparison table
material use conditions |High manganese steel liner Itfe Ceramic composite liner life note
coal Coal-fired therm months _ 96 months _
Raw material (limest/cement plant 7-8 months _ 24 months _

concentrating mill 4-6 months _ 18 months _

78months | | 24 months [
concentrating mill 4-6 months _ 18 months _
goidore_____lconcentrating mill | 4-6months | | 18 months 4

£
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Metal ceramic insert composite shell liner of SAG mill

Cermet composite SAG mill liner life comparison table

material use condition | Alloy steel liner life _ Ceramic composite liner life
ironore |concentratingmi [ 46months | | = 12months |
copper ore_|concentratingmill | 4-6months | [ = 12months |

concentrating mill 4-6 months 12 months
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Use effect of Metal matrix ceramic insert casting composite Blow bar

under normal conditions,
the service life of the F60/5 + ceramic is more than 1 times of that of the common marteniste steel (F60/5)

the service life of the Cr27Mo + ceramic is more than 1 times of that of the common high-chromium
the service life of the Cr27Mo + ceramic is more than 1-2 times of that of the common marteniste steel
the service life of the Cr27Mo + ceramic is more than 2-3 times of that of the common high manganese steel

under normal conditions

Unit Feed size; over 500mm. selected high manganese steel + ceramic
Unit Feed size; max 550mm selected marteniste steel + ceramic

Unit Feed size; Max 350mm selected High Cr + ceramic

The type of material is uncertain, Materials contain metals, such as construction waste: selected marteniste steel + ceramic
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Use effect of Metal matrix ceramic insert casting composite Hammer

under normal conditions, the service life of high manganese steel ceramic insert casting hammer is more than 1
times of that of conventional Mn13 hammer

the marteniste steel ceramic insert casting hammer is more than 1-2 times of that of conventional Mn13 hammer
Bimetallic ceramic insert hammer is more than 2 -3 times of that of conventional Mn13 hammer

IEEREOLT, R b ik e B i A 13 FH 7 A 2 M MIn 34 (1 165 DA |
Ll AR M 25 6 5 1 i 2 s EMIN L3 ) 1-243% P |
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Use effect Of High Manganese Steel Ceramic Insert Mantle / Bowl Liner

Cermet insert MANTLE / Bowl liner life comparison table

Material Mn18Cr2 service life Mn18Cr2 + Ceramic service life

Iron ore HP500 25days Over 55days

Granite CH660 350-400hour Over 800hour

Copper ore HP4 500-600hour Over1000hour

Gold ore 16days Over35days




Material

Iron ore

Raw material
(limestone)

AR

re i TR AR+ EEET

93 Ju/mi

20000hour
(3year)

30000hour
(5year)

MMC-sHs <RI EE s REVRE ERMR

Use effect Of Metal ceramic insert composite roller of Rolling machine

R EHLERZE roller of Rolling machine

W BEeWRe sEwRLEs , T

TR T EAN+TiCAT

63 7c/Mi

20000hour
(3year)

22

22 4-54 A HESRE— K
E’%’;ufﬁﬁlg 1.8/M A HERA-5 YK

1207t/kg

8000hour 3000hour 4 x 3000hour

s
Pz

w
Y22

s

KHD #id+49 44 4]
1373 o/

20000hour
(3year)

(R e R
573 7t/mf

20000hour
(3year)

30000hour
(5year)




P B A5 T B 7 it (e / 0

Packaging / Color of ceramic insert casting wearparts

PAtde, SHEEED T2, HEERRMIRPIHE, I LREIRDHIHRE

Packing with iron pallet (each weight is less than 2 tons)/ Raw casting surface coating anti-rust paint, processing surface coating anti-rust varnish

| SEIBRE S EEMEMR (MC-Cr)

High chrome cast iron ceramic insert

composite wear-resistant castings

| SENERE A HEMATPEA (NC-) =
B’ t
Alloy steel ceramic insert composite ii:, y |
| wear-resistant castings %
' mamemeswmEmEE c-in Fl
High manganese ceramic insert composite q;'—_" 1 (e
| wear-resistant castings e B
I MARREES STIRAEIR (MC-HT)

Heat resistant steel Ceramic insert

I Wear/Heat-resistant castings

WEEBEEE (ZHEEE) HSMEMR (MIC-B)

Bimetallic ceramic insert composite (three-phase composite)

wear-resistant castings
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Beijing JinMei Entrepreneur Co., Ltd (DJM)

Tel: 86-10-8890 9291

Mp: 86-13901376361

WhatsApp: +86-13901376361

Email: info@djm-bj.com leegang@djm-bj.com
Web: www.djm-bj.com https://m.djm-bj.com/m/
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