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www.supersujata.com  www.supersujata.in

super swyala

% Govemnment of India Approved Star Export House *

CORRUGATED BOARD & BOX MAKING MACHINERY

Combined Rotary Creasing
Slotting & Slitting Machine

High Speed Bearing Mounted Die Cutting, Creasing & Embossing Platen
Fingerless Corrugation Machine

Automatic Five Layer

High Speed
Corrugated Paper Board
Production Line

Automatic Flexo Printer, Slotter and Die Cutter

Semi Automatic
Folding & Gluing Machine

Double Profile Single Face
Corrugation Machine

Fully Automatic Folder Gluer

An ISO 9001:2015 Certified Company

Phones : (+91-183) 2581186

Mobiles : +91 (981) 584 5454
e-mail : associat2003@yahoo.com

Rajan Sharma : +91 (982) 513 1316

INDUSTRIAL CORPORATION  Guijrat Office
271-A, EAST MOHAN NAGAR, 100 FT. ROAD, AMRITSAR - 143006 (Pb) INDIA
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Kevin Polymer Industry — J§ P )

Commitment to Promises of Innovation

Natural Polymers with fresh, new, innovative ideas
to build and nurture a GLOBAL REPUTATION
for providing exactly what companies want.

PRODUCTS APPLICATION g
= Manual and 3/5 ply = Adhesive for Corrugation, é

Auto Machine Adhesives. Paper bag, Paper drum, %
= Raw and modified Dextrin Paper gum tape. E

for adhesives and binders. = Binders for Foundry, 3
= Raw and modified Coal and Ore Industry. %

Pre-gel Starches. = Textile. E
= Thin Boiled Starches. = Qil Well Drilling.
= Synthetic Polymers. = Construction.

= Pollution control.

Block No. : 1085, Behind Karan Paper Mill, Kadi-Chhatral Road, Chhatral, North Gujarat, India.
Phone : +91 9824272934, 9978906853 Email : kevinpolymerindustry@gmail.com
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C/0. Radhe Packaging
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Packaging Solutions
which are really

out of the box.

J S CORRUPACK PVT. LTD.

MFG. OF CORRUGATED BOXES, ROLLS, SHEETS OF ALL TYPE OF FLUTES

FULLY AUTOMATIC PLANT
AN 1S0 3001-2008
14[][]1 2[][]4 I}l]MPANY FACTORY :
At Village Bahutha, Nr. Bahutha Bus Stand,
Vadodara-Savli Rd., Tal.Savli, Dist.Vadodara, Gujarat, INDIA
NABCB NABCB Email : pnshah@jscorrupack.com
v D‘“"’ Mobile : +91 98256 04443, 96877 04443

Web : www.jscorrupack.com
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Adhesive Viscosity

Adhesive viscosity can have a significantimpact on starch consumption, bond strength, combined
board warp, and corrugator performance, so maintainingoptimalandstable adhesive viscosity is
essential to efficiently producing quality board.

What is Viscosity

The dictionary defines viscosity as “the property of a fluid that resists a force causing the fluid
to flow.” More simply, it is the measure of fluid’s resistance to flow—motor oil has a higher
viscosity than water.

Starch-based corrugating adhesive is typically composed of 20% - 30% solids and 70% - 80% water. To
make corn starch-basedadhesivewithastableviscosity (i.e., resistant to loss of viscosity over time), a
portion of the starch is completelycooked,which sets the viscosity of the adhesive. The cooked
portionisreferredto as carrier starch because it keeps the raw starch in suspension and carries
the uncooked starch through the pipes and to the glue line for gelatinization by heat on the
corrugator. Making adhesive this way is called the Stein Hall method and has been the basisfor most
corrugatingadhesives sincethe 1940s. The carrier portion of the adhesive is generally only 3% - 6% of
the total adhesive, but it is key to the process. This factis very evidentonautomatichigh-shearstarch
mixers, where the amount of carrier is easily changed, and the resultant change in the finished batch
viscosity is easily observed.

Measuring Viscosity

There are two main methods to measure starch adhesive viscosity in a box plant: Love cup and
Stein Hall cup. Both methods measure the time for a defined amount of adhesive to flow through a
specific-sized orifice. To get an accurate result with a Stein Hall cup, the cup must be pre-heated
with adhesive before the actual measurement is performed. The cup has a wall of 3/16” solid brass
that, if colder than the adhesive being measured, will cool the sample and alter the viscosity before
the measurement is completed. When filling the Stein Hall cup, the adhesive must first be strained
to remove any debris that could plug the 0.10” hole which the adhesive passes through. Failing to
strain the adhesive can yield a viscosity measurement that is higher than the true viscosity. The
viscosity is measured by the time it takes for the adhesive level in the cup to drop from the top
pin to the bottom pin. This time is recorded as “xx seconds Stein Hall.” The Love cup method is
similar but does not require preheating the cup or straining the adhesive because the cup
construction, wall thickness, and orifice size are designed to simplify the measurement process.
For calibration and reference, the viscosity of water is 15 seconds Stein Hall (+/- 0.5 seconds), or
7 seconds Love cup.
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How Does Viscosity Affect Corrugator Performance.

Changes in adhesive viscosity can influence the application rate, penetration into the paper, bond
strength, and ultimately, corrugator speed and board quality. An increase in viscosity will increase
the amount of adhesive carriedonthegluerollandconsequentlyappliedtotheflute tips—evenifthe
gap betweenthegluerolland meteringroll remains constant. This potential variability increases the
importance of maintaining consistent and stable viscosity.

The viscosity of the adhesive can also affect the penetration of the adhesive into the paper,
which has a significant impact on the strength and quality of the bond. Viscosity can be used
to compensate for the absorbency of the papers, particularly when the liners and medium
exhibit similar tendencies. When running unbalanced papers (e.g., a very absorbent medium and a
highly sized liner), it is difficult to achieve the appropriate absorption simply by adjusting the
viscosity. In these situations, it is far more effective to adjust the adhesive chemistry through the
use of appropriate additives.

Because adhesive viscosity can have a direct impact on the application rate and the absorption
into the papers, it ultimately can have an impact on corrugator speed and board quality. Too
little adhesive can lead to a poor-quality bond. Too much adhesive can lead to a green bond,
warp, and havingto slow down the corrugator.

Optimal Viscosity

The optimal adhesive viscosity depends on the specific design and condition of the corrugator, the
starch system, and the papers being run. For example, glue machines (double backerandsingle
facer) with restrictive piping may require lower viscosity to ensure sufficientadhesive supply during
high-demand operating conditions. An anilox glue roll with cells may need an adhesive with a
different viscosity than one with a sandblasted surface. Single facers can tolerate (and
sometimes benefit from) lower viscositiesthandoublebackergluemachines. Thisispartly due to the
difference in how the bond is made, with higher pressure and temperature. Older, fingered

)




G GCBMA TIMES

corrugators run better with lower viscosity adhesives that can flow and bridge the gaps left by the
fingers (i.e., the finger lines).

There are indicators and diagnostic tools that can aid in determining whether the adhesive
viscosity is optimal. Glue line iodine stains are particularly useful in identifying viscosity related
problems because glue line integrity is compromised by improper viscosity. Other indicators are
slinging, foaming, and glue pans that run out of adhesive when the corrugator is running at
high speeds.

Viscosity Changes

Viscosity can easily be manipulated through formulation, but achieving consistent viscosity
requires good process control and a starch kitchen that is clean and in good mechanical condition.

The starch kitchen must deliver precise and repeatable amounts of each ingredient in every batch.
Variability in the ingredient addition amounts will lead to inconsistent viscosities. Steam leaks,
water leaks, dirty or clogged hoppers, and scales that are not calibrated can all lead to imprecise or
varying formulations. Furthermore, bacteria in the starch system will affect the stability of the
viscosity as the bacteria attack the starch over time.

Viscosity will change significantly with even small changes in temperature. For every 2°F drop
in adhesive temperature, there is ~10% increase in viscosity. Additionally, an adhesive with a
lower temperature will require more time to gel because of the larger temperature differential
between the starting temperature and the gel temperature. The higher viscosity will
also cause excess glue application which further exacerbates the time to gel.

The mechanical design and setup of the starch system can also affect the viscosity of the
adhesive. Older mixing equipment with marine-type propellers will make adhesive that will lose
viscosity due to mechanical stresses. Adhesive loops with constant circulation, numerous
elbows, or gear-type pumps will shear adhesive over time and lead to decreased viscosity.

Correcting Viscosity Issues

If you are seeing changes in viscosity, it is important to identify and remedy the source of the
problem. Don’t simply compensate for the problem by altering the formula. The most likely
causes are temperature changes, dilution from a water leak, and bacteria attacks.

Every plantshould have proceduresin place that prescribe what actions to take when a batch of
adhesive has the incorrectviscosity. A batch with a small deviation fromthe standard may still be
runnable with special attention from the operators and adjustments to the application rate. A larger
deviation may require making a new batch and mixing the bad batch with it to yield a more
acceptable viscosity. Although high viscosity can be corrected with the addition of water, care should
be taken to avoid major additions because the water dilutes the chemical properties and may
lead to bonding problems. There is no acceptable way to correct low viscosity adhesive other
than to mix it with a higher viscosity adhesive. Adhesive that is out of spec because it is several
days old (e.g., it was made on a Friday and sat unused over the weekend) is often segregatedina
separatetankandslowlymixedinwithfresh adhesive as the machine runs. If you adopt this practice,
take care to avoid blending it when running challenging board combinations, such as heavyweights
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or double wall. To assist the operators and ensure consistent practices, the procedures for
correcting out-of-spec adhesive should be formally documented along with the viscosity ranges at
which each corrective action should be taken.

Summary

Adhesive viscosity is one of the many factors that can significantly impact the performance of a
corrugator and the quality of the board produced. Changes in viscosity will affect application,
penetration, and bonding, and will adversely impact overall corrugator performance. Maximizing
corrugator performance and board quality requires determining the optimal viscosity, accurately
measuring the actual viscosity, and addressing the plant conditions that can adversely affect
consistency and stability.

Temperature / Viscosity Control Systems

Maintaining the viscosity of starch adhesive at a constant level is critical for consistent application and
performance. Because the viscosity of starch adhesive changes dramatically with temperature, it is
important to control its temperature with a TVC (Temperature/ Viscosity Control) system. To ensure
optimal corrugator speed and to maintain steady viscosity, most corrugating plants try to maintain
starch between 100°F and 105°F in storage. The starch temperature is usually maintained by running
heated water through a series of coils located inside the storage tanks. These coils are typically made
from 2” inside-diameter carbon-steel or stainless-steel tubing connected to a steam-heated
open water tank or an industrial water heater. TVC systems are controlled by a temperature sensor in
the storage tank, and a setpoint is entered for the desired temperature. If the temperature drops
below the setpoint, a centrifugal pump pushes heated water through the coils while the storage tank
agitator circulates the adhesive. When the setpoint is reached, the pump is stopped. The heated water
is maintained at a temperature ~15°F below the gel point of the starch to prevent gelling near the coils.
Most TVC systems also have controls and timers to run the agitators intermittently. It is important to
keep the heating coils clean and free of encrusted starch because the hardened starch acts as an
insulator and sharply reduces heat transfer from the coils to the adhesive. It is also important to
ensure there are no leaks in the TVC system because leaking water will dilute the adhesive and
adversely affect the viscosity. If you suspect a leak in the TVC system, you can add a dye to the water
to help troubleshoot the issue.

Courtesy Harper Love
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M AN(SH  Cutting Edge Technology for

. wmacHinery pvr. . Performance Par Excellence.

High Speed Rotary Paper
Corrugated Sheet Cutting Machine

www.manishindustries.com

MANUFACTURERS OF CORRUGATED BOX MAKING MACHINERY.

D-5 & 6, Chinaibaug Industrial Estate, Ph. : +91 79 25622081/2/3
Nr. Water Tank, Dudheshwar Road, Fax : +91 79 25622083
Ahmedabad - 380 004. INDIA Cell : 9879231212 /99250 25825

Email : info@manishmachinery.com
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FEFCO

TESTING

GCBMA TIMES

METHOD N 1

July 1984

Sampling procedure

To define a procedure for sampling from a batch of corrugated
fibreboard in sheets, or from corrugated containers, for the
purpose of obtaining a representative sample for testing. The test
is applicable to all kinds of corrugated fibreboard.

B References

From each batch a number of bundles or pallets will be selected at
random. Random means that any item shall have an equal chance
of being selected as part of the sample. From each of the bundles
or pallets a specified number of individual samples will be
picked. From individual samples the test specimens for the
various tests will be cut with adequate dimensions.

A batch is a quantity of corrugated fibreboard of one sort or type
which may be considered homogeneous, and may consist of one
or several bundles or pallets.

A sample is the total number of individual samples from one
batch.

An individual sample is a sheet of corrugated fibreboard, or a
case, taken from a bundle or pallet.

A test specimen is a piece of corrugated board cut from an
individual sample.

3] Principle |

EEM Determination of the total number of
individual samples

The number of individual samples to be taken, as a minimum, from
a batch will be determined by the formula :

n=3 N
Where:
n = total number of individual samples, and
N = total number of sheets or cases in the batch.

For convenience, the following table may be used:

N n
1,000 or less 10
1,001 to 5,000 15
5,001 to 10,000 20
10,001 to 20,000 25
20,001 to 30,000 30
30,001 or more 40

(the minimum in any case will thus be 10, and the maximum 40).

EFM Selection of individual samples

Each of the bundles or pallets selected according to Clause 3 will
be handled as follows :

After removal of the wrapping or strapping materials at least five
topmost sheets or cases will be eliminated. Thereupon, so many
individual samples will be picked at random from the bundles or
Dpallets that the total number of individual samples thus obtained
from the batch will equal n as defined in Clause 3.1. An
approximately equal number of individual samples shall be taken
Jrom each bundle or pallet selected.

EEM Handling of individual samples

Keep the samples flat, without compression, and protect them
from direct sunlight, liquids, or anything liable to alter their
condition.

EXM Marking of samples

Individual samples will be marked in a corner in such a manner as
to ensure perfect identification.

EEM Repeated sampling

If repeated sampling is necessary, it will be done in accordance
with the method. Unless it is otherwise specified, and if it is

possible, samples shall not be taken from bundles or pallets which
have been used for the first sampling.

4l Report

The report will contain the following information :

Bl Date and place of sampling

[ Inspectors name

@ Manufacturers name

ElSize of batch

B Number and type of bundles or pallets

B Number of individual samples pursuant to clause 3.1.
Ed Identification marks on the samples

A Details of any deviation from this sampling method

B Any other information which may assist in the evaluation of the
sample.
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Cardboard Hospital Bed

With absolute Basic features of Hospital Bed

Cardboard bed features: LOW COST
Bed Size: 6’ X 3' X 1.5’

Withstand 250 to 300 Kg. Load

Made from biodegradable, recyclable
light weight cardboard

Unique design of engineering

Strong compact structure

Easy to assemble

Foldable, Transportable

Laminated wall to protect from moping
Hospital bed feature:

Fix Footboard & Headboard pvc pipe
Detachable side rail Guard pvc pipe
Inclined tilted headboard 0-30 degree
Infusion stand pvc & urine bag hanger
Movable ( Extra Feature)

Designed & Developed by: Mr. Dharmendra Pandya
M/s VIVA PACKAGING PRODUCTS, Ahmedabad, Gujarat, India
Email: vivapkg@yahoo.co.in and geomaitri@gmail.com

(M) 9998066609

Also available Basic Bed model for use at Home, Hostel, Shelter
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Mfg. Corrugated Box, Sheets & Board

VRAJ PACK INDUSTRIES

8-A, National Highway,
Haripar Kerala Road,

Near Lemica Paper Mill,
Morbi-363642 (Guj.) INDIA

e . info@vrajpackindustries.com
w - www.vrajpackindustries.com

An IS0 9001:2008 Certified Co.
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Padma

Paper Agencies
Urvish Shah Krutish Shah
98790 53055 95868 07277

G2, Purneshwar Chamber, Opp. Dinesh Hall, Incom-tax,
Ashram Road, Ahmedabad-380 009. Phone: 27546038

Godown: 209, GVMM, Odhav, Ahmedabad-380 024.
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Why Fluting paper should be a different grade ?

Presented by

Ram Kumar Sunkara,
R & D Chairman, FCBM

¢ E-mail ID; ramkumarsunkara @ hotmail.cc
* Phone: +91 98200 86841
* Web site: www.ramkumarsunkara.com

The human mind is like a parachute, it only works when it is open.

Schematic diagram of single facer forces and material factors

Friction 5
Wetting

L Friction
. _ bl f v\ Medium
- \I\ /Q _Splicer } web
Q, TR hepific Friction
— e Friction
\ Pra- = Fluuer
( ) Aﬁeﬂw m?QH!j
&M[ Brake Setting
Drying Material Roll Diameter
Heating Caliper Out-Of-Round Roll

Labyrinth Friction
Labyrinth Flexing
Labyrinth Compression
Top Gorrugator Roll teeth

MD Tensile Uneven Roll Hardness
MD Stretch
Elastic Moduli

Coef. Of Friction

Medium

Fluting medium is not considered as important part of
corrugated board.

Important or not, the fluting medium is what makes the board
perform.

The corrugated board is a sandwich structure in which the
medium is the “meat of that structure”

¢ The medium must maintain the separation of the liners to
form the sandwich.

Medium

* It must do this after:-
—Being burned on the pre-heater drums.
—Punished with steam shower.
—Pulled, bent, and squashed in the corrugating rolls.
—Doused with a watery starch mixture.
—Flat crushed compressed in the hot plate section.
—And, finally in the finishing section.

Stresses and Strains

Corrugating process imposes sufficiently large stresses
and strains on the medium while forming and moulding
medium to the shape of flute under conditions of
—Elevated temperature

—Elevated pressure

—Elevated moisture.

Stresses and Strains

* The stress and strain in medium during formation of
flute consists of two parts:
—The tensile stress and strain acquired during transportation
of the medium from parent roll to the point where the flute
is formed.

—The stress and strain of forming resulting from severe local
deformation of the medium as it attains the fluted shape.

Tension in the medium

* The tension in the medium is largely dependent on the:
—Force required to unwind the paper roll

—Overcome friction between the medium and the pre-heater
drum.

—Overcome the friction at the reel brake.

Bending and shear strains

* Analysis of bending and shear strains show that:

—Failure due to bending strains manifest itself as rupture of
the surface fibres. (type 1)

—Shear failure would result in delamination at or near the
centre of the medium. (type 2)
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Type 1
Type 1 .
y.p failure
failure
9 10
Medium properties
* A medium which is being punished and abused like this, what
properties are your specifying?
Type 2 * GSM
failure * BF
* Cobb
* Now a days RCT
11 12
Medium Properties . -
b Medium Runability
* The medium properties that have been related to medium
runnability are:-
=MD Tensile. « Medium should have a “Good Runability”.
- MD_ Stretch. * Runability is defined as the ability to run corrugator at
— Caliper. maximum permissible speed with out affecting flute quality.
— Co-efficient of friction.
— MD Modulus of elasticity.
— ZD modulus of elasticity.
— Compressibility and Abrasiveness.
— Porosity
13 14
Medium performance Medium performance
* The term runability encompasses two major *» Both defect categories are influenced by the:-
performance criteria: —Medium Physical properties.
— Flute formation. — Corrugating process settings.
—Bonding. — Mechanical condition of the corrugating equipment.
e The flute formation criteria includes: * Up to 10% loss in compression strength due increase
_Fractured flutes percentage of high /low flutes and 30% drop in flat crush due
. to fractured flutes.
—High / Low flutes.
f1i5
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High / Low Flutes

* The term high / low flutes refers to the variation in the height
of the fluted medium component of the single face web.

* The high / low flute defect is important because of its adverse
effect on the combined board strength properties and
package performance.

* For example, there will be loss of compression strength up to
10% due to decrease in ECT as the percentage of high / low
flutes increases.

Material factors affecting High/low flute defects

Variable Change needed to reduce
high / low flutes

Basis weight Decrease

Calliper Decrease

Co-eff of friction against heated steel Decrease

Formation Uniform

MD Stretch Increase

17 18
Fractured Flutes Material factors affecting the flute fracture defect
* The term “Fractured flutes” refers to the physical separation of Variable Change needed to reduce flute fracture
the corrugating medium fiber network during the flute forming Moisture content Increase
process in the single facer. MD tensile Increase
* There will be a drop in ECT as well as flat crush due to
MD stretch Increase
fractured flutes.
Calliper Decrease
Co-eff of friction Decrease
Formation Uniform
Porosity Decrease

retention after fluting

Tensile strength Increase
MD tensile stretch Increase
Density Increase
Calliper Decrease

19 20
Medium properties affecting medium strength .
prop ) g m g Flexural stiffness of board
retention after fluting
Variable Change needed to improve the strength * Flexural stiffness of board is adversely affected by flat crush

strength of board.

* A 10% reduction in board calliper will cause
—20% loss in CD flexural stiffness
—50% loss in MD flexural stiffness.

21 22
Flat Crush Test—FCT Flat Crush Test—FCT
* Describes the strength of the  Flat crush is a measure of the flute rigidity of corrugated
corrugating medium and the success board.
of the corrugating. * A high flat crush value indicates a combination of good flute
¢ The flat crush test is a measure of formation and at least adequate strength medium.
the resistance of the flutes in * Low flat crush indicate a number of conditions,
corrugated board to a crushing force FCT — Low strength medium
applied perpendicular to the surface — Leaning flutes
of the board. — Crushed flutes, or poorly formed flutes.
23 24
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CMT Vs FCT for B flute board

550
FCT FCT = 1.0115xCMT + 36.796 P

400 ‘//'///‘,

350 /
* CMT stands for “Concora Medium test” /
* There a direct relation between CMT of paper and FCT of the

board. 250 /

-

¢ Assuming that, we do everything right during flute formation,
the FCT depends to a large extend on the property called CMT
of paper.

FCT of Board in kPa

175 225 275 325 375 425 475 525
CMT in N/ 10 flutes

25 26
Conclusion for medium Conclusion for medium
* Following properties must be considered: * Following Properties must be considered:-
—GSM — MD Tensile
—BF — MD stretch
— Cobb — Formation
—RCT — Caliper (Low bulk)
—CMT — Porosity
* Besides the above you must also consider — Cobb
— Co-efficient of friction.
27 28
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ARICON

Papers Pvt. Ltd.

ARICON PAPERS PVT. LTD.

PRODUCT SPECIFICATION
PRODUCT : HIGH GRADE KRAFT WITH GOOD R.C.T. VALUES
BURSTING FORCE : 16 TO 24
G.S.M. RANGE : 100 TO 250
TRIMMED DECKLE : 3800 MM
SHADE : NATURAL, GOLDEN YELLOW

SR NO.402/p2,
MORBI KANDALA HIGHWAY,
HARIPAR KERLA ROAD,
NAVA SADULKA - 363642
email address : ariconpapers@gmail.com

CONTACT :
HARSH BHALODIYA : +91 70162 75524 / +91 99789 44450

ARJUN SITAPARA  :+9180004 77777 /| +91 97277 97377
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Sanjubhai Patel Vipulbhai Patel
+91 99780 98460 +91 98250 37836

SOPAN Ry REAIRE

—PAPERMILL—/

MEG : KRAFT PAPER

PLANT:

Survey No. 225/P Nr. Tita Chokdi, B/h. Tita Sanitary, Sartanpar Road,
Ta. Wankaner, Dist. Morbi - 363 642. Gujarat, INDIA.
Email : sopan.papermill@gmail.com
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Wity Gost Conpliments
SATISH CHEMICALS

Ahmedabad

Mr. Satish
98250 36943
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. SADGURUKRUPA

- —— PAPER INDUSTRIES LLP—

MANUFACTURING VOF KRAFT PAPER

406, SAKARDA BHADARVA ROAD, OPP. SHAILY ENGINEERING,
AT RANIYA VILLAGE, TA. SAVLI, DIST. VADODARA - 391 780.
MOBILE : 94295:35753, 99258 07786
EMAIL: sadguruind4@gmail.com
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SAYAJI

N— L=

SAYAJI PAPER PVT. LTD.

Mfg. of Multilaye High BF Kraft & Board

Sakarda Bhadarva Road, At Po.: Poicha (Rania)
Tal.: Savli, Dist. Vadodara - 391 350.
Tel.: 02667 244844
Email : sayajipaper@yahoo.co.in
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BELLONA

APERS

BELLONA PAPER MILL PVT LTD

Survey No. 194, Near Racy Sanitaryware,
Dhuva - Matel Road, At. Matel,

Ta. Wankaner, Dist. Morbi, Gujarat, INDIA.
Postal Code :- 363 621

+91 95123 90011 |1 +91 99741 82082
www.bellonapapers.com

info@bellonapapers.com | sales@bellonapapers.com
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QUALITY
| (C€
INNOVATION

THrouGH
Precision

EVEREST-GIANT

65" x 110”

Salient Features:

« Pneumatic Clutch &
Spring Operated Brake.

« Brake itself works as
Fail-Safe-Brake.

« Pneumatic Plate-Lifter
(Optional).

« Variable Speed Control
(Opf:ional}J

+ German “Make-Ready” Steel
Cutting Plate (Optional)

+» Micrometic Pressure Adjustment.

+ Frame Drilled for Chaseless Die.

« Automatic Lubrication. www.sondengg.com

» Any Special Accessories on
Request.

Excellence that is Internationally Recognized

EVEREST

PLATEN ABOVE THE PLANET

Wide Range:
25"x36" 28"x41" 35"x47" 40"x55"
45"x65" 55"x76" 55"x86" 65"x110"

Next 65”x126" Under Process

EVEREST-GIANT

65” x 110” N 7l Phone :+91-183-258 3636

s+ I1-183-258 5735
Mobile :+91-98158 04604
1491 - 9592363636
:+91 - 92573 63636
Manufacturers & Exporters e-mail :sondexim@gmail.com

s SOND ENGINEERING WORKS
SOND ASSOCIATES (ENGG.) PVT. LTD.

m 442/8, G. T. Road, P. O. Golden Temple, AMRITSAR - 143 006 (INDIA)
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I'l'l Optimized Engineering For Paper Making !!!

O

SPM ENGMECH (INDIA) PVT. LTD.

(AN 1SO 9001:2008 CERTIFIED COMPANY)

VIJAY PATEL MOB: 98250 84575

email: vijayspm@hotmail.com
website: www.spmengmech.com

: MFGRS. EXPORTER :
PULP & PAPER MACHINE EQUIPMENTS FOR KRAFT,
HIGH B. F. KRAFT, MULTILAYER KRAFT, KRAFT BOARD,
ORDINARY DUPLEX & COATED DUPLEX BOARD

: PLANT CAPACITY :
10 TPD - 300 TPD WITH SINGLE, TWIN & TRIPLE WIRE

OPTIMIZED ENGINEERING FOR PAPER MAKING
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