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HOBOKPAMATOPCKUN MALUMHOCTPOUTEAbHbLIN 3ABOA

YBaxaemble NnapTHepb!!

Boaee cemmaecsamm AeT HO HOBOKPAMATOPCKOM MALLIMHOCTPOUTEABHOM 30BOAE POPMUPO-
BAANCH COBCTBEHHBIE MPOEKTHO-KOHCTPYKTOPCKAS N TEXHOAOTMYECKAS LUKOAbI CO3AQHNS YHU-
KQABHbBIX 1 CEPUIHBIX MALUMH, MHOTUE 13 KOTOPbIX NPEACTABASIOT COBON LIEAEBPbLI MUPOBOTO
MALLMHOCTPOEHMS.

Tak, ewe B anoxy CCCP, npeanpusTME BbIMOAHSAO OTBETCTBEHHBIE 3AKA3bI - M3rOTABAVBAAO
rPEBHbIE BAALI ATOMHBIX ACAOKOAOB, MOABOAHBIX AOAOK 1 OBMOHOCLIEB.

HKMS3 ocyLleCTBASET NOCTABKY LUMPOKON HOMEHKAQTYPbI USASAUIA AASI OTOMHBIX SAEKTPOCTOH-
LM, BETPOCUAOBbIX YCTAHOBOK, SAEKTPOTEXHNYECKOW MPOMBILLAEHHOCTU, CYAOCTPOEHMS.

MOCTOSIHHO COBEPLUEHCTBYS NPOAYKUMIO CBOEN TPAANUMOHHOM HOMEHKAATYPbl, HKM3 obe-
cneuvBaeT PbIHOK LIMPOKUM CNEKTPOM HOBbIX PA3PABOTOK.

McnoAb3OBOHVE HOBENMLWMX TEXHOAOTUN, PEAAM3OBOHHBIX B CTOAENAOBWABHOM, KOBOUHOM,
TEPMMUYECKOM NMPOU3BOACTBAX, MO3BOASIET N3rOTABAVBATH BBICOKOKAUYECTBEHHBIE Y HOAEXKHbIE!
AETAAU N 3ArOTOBKM AETAAEN BETPOreHEePATOPOB;

BAAbI 1 30rOTOBKM BOAOB KPYMHBIX SAEKTPOABUrATEAEN N SAEKTPOrEHEPATOPOB;
BQAAbI 1 30rOTOBKM BAAOB TYPBUH MMAPO- 1 TENAO- SAEKTPOCTAHLNI;

SAEMEHTbI KOHCTPYKLUMI U Y3AOB TMAPOSAEKTPOCTAHLMIA;

SAEMEHTbI TPYBONPOBOAOB ATOMHbIX M TENAOBBIX SAEKTPOCTAHLNIA;

AETAAU 1 3ArOTOBKM AETAAEN AASI CYAOCTPOEHMS

AETAAM AAS OBLLETEXHNYECKOTO MALLMHOCTPOEHWS U AP.

Bc4 BbinyckaeMas npoAyKUMS SHEPrETMYECKOro 060PYAOBAHMS 1 OBOPYAOBAHMS AN CYAO-
CTPOEHUS CEPTUOULNPOBAHA MEXAYHAPOAHBIMU HOA3OPHBIMK ObLlecTBamMu «Lloyd's Register»
1 «Bureau Veritas».

ExxeroaHbIn 06bEM NPOM3BOACTBA SHEPTETUYECKOTO OBOPYAOBAHMS COCTABASET CBbiwe 5000
TOHH.

Dear partners,

Over the period of 70 years its own design - and-engineering as well as processing schools
for production of one-of-a-kind and serial machines, many of which being the masterpieces
of the world machine-building, have been formed at NKMZ.

Thus, as far back as the USSR period the enterprise fulfilled the critical orders - manufactured
propeller shafts for atomic icebreakers, submarines and aircraft carriers.

NKMZ supplies a wide range of products for nuclear power plants, wind-driven generating
plants, electrical engineering industry, ship-building.

Constantly improving the products of ifs traditional nomenclature, NKMZ provides the
market with a wide range of new advanced developments.

Application of innovation technologies implemented in steel-melting, forging, heat
freatment productions enables us to produce the high-quality and reliable:
wind power generators parts and workpieces;
large-sized electric motors and electric generators shafts and shaft workpieces;
hydroelectric and thermal power plants furbine shafts and shaft workpieces;
hydroelectric power plants constructions and units elements;
nuclear and thermal power plants pipelines elements;
ship-building parts and workpieces;
general engineering parts and etc.

All power-generating and ship-building equipment products are certified by the
international supervisory societies «Lloyd's Register» and «Bureau Veritas».

The annual output of power-generating equipment makes more than 5000 tons.




NOVOKRAMATORSKY MASHINOSTROITELNY ZAVOD

FTOPHOPYAHOE ORE-AND-MINING
OBOPYAOBAHME EQUIPMENT
W YIOABHOE COAL MINING
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AETAAU N BATOTOBKU AETAAEA BETPOTEHEPATOPOB

PARTS AND PARTS' WORKPIECES OF WIND GENERATORS

C 2006 ropa NOCTOBAEHO 527 3QrotoBOK MACBHBIX
BOAOB BETPOSAEKTPOCTAHUMM MOLHOCTLIO 1,5MBT 1
2MBT ang drpmbl GENERAL ELECTRIC WORKS, a Tok-
e NOCTABAEHbBI KAK 3ArOTOBKM, TOK W MOAHOCTBIO M3-
FOTOBAEHHbIE TAQBHbIE BOAbI BETPOIAEKTPOCTAHLUMN
Mg drpM DeWind, NORDEX 1 SIEMENS. Kpowme T1oro,
TOAbKO B 2011 roay noctaBAeHO 180 30rotoBokK onop-
HBIX MAUT BETDOIAEKTPOCTAHUNN AN rPMbI SIEMENS.

527 workpieces of main shafts for wind power
stations with capacity of 1,5MW and 2MW have
been supplied for General Electric Works since 2006
as well as completely finished main shafts for wind
power statfions for DeWind, NORDEX and SIEMENS
companies. Besides, 180 bed plates’ blanks for wind
power stations for SIEMENS Company were supplied
only in 2011.




BAAbI U SATOTOBKU BAAOB KPYTHbIX DAEKTPOABUIATEAEN U DAEKTPOTEHEPATOPOB
SHAFTS AND SHAFTS' WORKPIECES OF LARGE ELECTRIC MOTORS AND GENERATORS

C 2006 ropa ans duvpmel SIEMENS ms-
FTOTOBAEHO 38 BOAOB OOAbLUMX 3AEKTPO-
ABUrQTEAEN BECOM OT 25 AO 46 TOHH, A TAK-
XEe W3rOoTABAMBAIOTCSI BAAbI T€HEPATOPOB
1N KPYMHBIX DASKTDOABUrATEAE AAS GUPM
ABB, JEUMONT ELECTRIC, VEM, OAO CW-
NOBbIE MALLUMHbI, HNO SACKB.

38 shafts of large electric motors weigh-
ing from 25 to 46 tons have been manu-
factured for SIEMENS Company since 2006.
Shafts of generators and large electric mo-
tors are also manufactured for ABB, JEU-
MONT ELECTRIC, VEM, POWER MACHINES
OJSC, ELSIB NPO.




BAAbI U SATOTOBKU BAAOB TYPEUH TMAPO- U TENAO- SAEKTPOCTAHLIUIA
SHAFTS AND SHAFTS' WORKPIECES OF TURBINES FOR HYDRO- AND THERMAL POWER STATIONS

C 2006 ang drpmbl ALSTOM M3roTOBAEHO
54 uNCTOBbLIX BAAQ TYPOUH U 32 30rotoBKM
BAAOB TypobuH. Kpome atoro, HKM3 pery-
ASIPHO M3rOTABAVBAET 3QrOTOBKM BOAOB Typ-
6uH anst OAO TYPBEOATOM u HIMNO SACKB.

54 finishing shafts of turbines and 32
workpieces of turbine shafts have been
manufactured for ALSTOM since 2006.
Besides, NKMZ regularly produces shafts’
workpieces of turbines for TURBOATOM
OJSC and ELSIB NPO.




SAEMEHTbl KOHCTPYKUUN N Y3AOB TMAPOSAEKTPOCTAHLUNN
COMPONENTS OF HYDRAULIC STATION STRUCTURES AND UNITS

B 2011 roay NOCTABAEHO 3 KOMMAEKTA 3AroTOBOK Y3AOB M-
ApoarperaroB CasHo - LWyweHckon M3C ang OAO |, Cuno-
Bble MALWMHBI” 1 & KOMNAEKTOB AAS XKuryaesckom 2C. Tok-
XEe W3rOTABAMBAIOTCS 3QrOTOBKM AETAAEN DAEKTPUUECKUX ;
MawmH aag OAO TYPEOATOM, HINO SACKB, Pycoalpom ; l'_

B
1N DASKTPOTIKMALLL,
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5 sets of workpieces for hydraulic units of Sayano-Shush-
enskaya hydroelectric power station for OJSC ,Power
Machines” were supplied in 2011. Workpieces for parts of
electric machines for OJSC TURBOATOM and NPO ELSIB
are manufactured as well.




SAEMEHTbI TPYBOMPOBOAOB ATOMHbBIX U TEMAOBbBIX SAEKTPOCTAHLUUIA
PIPELINE COMPONENTS OF NUCLEAR POWER PLANTS AND THERMAL POWER STATIONS




SAEMEHTbI KOHCTPYKLUUN U AETAAEN AN CY AOCTPOEHUS
COMPONENTS OF HYDRAULIC STATION STRUCTURES AND UNITS

Hawwe npeanpusgtie MMeeT AAMTEAbHBIN OMbIT U3rOTOB-
AEHWNS AETAAEN AASI CYAOCTPOEHMS. TOK, B MOCAEAHME
roabl HOMU OCYLLECTBASAMCH MOCTABKM MPOAYKLMN AAS
Becker marine systems, DCNS, WARTSILA, AAMUPAATEN-
ckne Bepdu; VM3amManaoBckmn CyAOPEMOHTHbIN 3ABOA;
Hukonaesckas Bepdb; CEBEPHAS BEPOb, LIC «3BE3-
AOYKAN»,

Our company possesses the
long-term experience in manu-
facturing parts for ship-building.
Thus, over the last years we sup-
plied products for Becker Marine
Systems, DCNS, WARTSILA, Admi-
ralty Shipyards; Izmailovskiy ship-
repair yard; the Mykolaiv Shipyard
company;  Ship-building  plant
.Severmnaya verf”, Ship-repairing
center ,Zvyozdochka”.
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OBLETEXHUYECKOE MALUNHOCTPOEHUE
GENERAL ENGINEERING

HKM3, nmes AOArOAETHUM OMbIT NAOAO-
TBOPHOTO COTPYAHWUYECTBA CO MHOTUMU M-
POBbLIMU AMAEPAMU MALLMHOCTPOEHNS N 06-
AQAQS YHVUKAABHBIMY TEXHOAOTUYECKNMUI BO3-
MOXHOCTSIMM, TOTOBO K MOCTABKAM MPOAYK-
LM AAS NOTPEBHOCTEN Balwero 6usHeca.

NKMZ having the long-standing experi-
ence of effective cooperation with a great Macca Baanos A0, T
number of worldwide leaders of machine- Shafts with weight up to, t
building and possessing one-of-a-kind tech-
nological capabilities, is ready for products
supply to meet the requirements of your

business. MAKCUMAAbHbIN

AMameTp, MM

Maximum
diameter, mm

o6was AAMHA, MM Total length, mm
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TEXHOAOTMMECKUE BO3MOXXHOCTU
TECHNOLOGICAL CAPABILITIES

HOBOKPAMATOPCKWUA
MALUMHOCTPOUTEAbHBIA 3ABOA

NOVOKRAMATORSKY
MASHINOSTROITELNY ZAVOD

Bbicokoe kauecTBo npoaykumr HKM3 rapaHTUpYyEeTCsl CASAYIOLLMM:

BHENEYHbIM PAGUHUPOBAHMEM CTAAN HO YCTAOHOBKE «KOBLL-MEYb» U €€ POA3AUB-
KOW B TAYBOKOM BAKyyMe, O6EeCneuMBaeMOM NUCTMOAb3OBAHMEM MAPOIKEKTOPHOIO
Hacoca;

COBPEMEHHBIM  OBOPYAOBAHNEM AN TEPMUUYECKON OBPABOTKM, obec-
NEYNBAIOLLMM BbICOKYIO TOYHOCTb, PACYETHBI PABHOMEPHbIV HAFPEB U TPEBYEeMYIo
CKOPOCTb OXACKAEHMS;

NPUMEHEHMEM BbICOKOTOYHOrO CTAHOUYHOTO NAPKA, MO3BOASIIOLLErO 06eCneunts
TPEBYEMYIO 3AKA3UMKOM TOUHOCTE MEXAHOOBPABOTKM.

High quality of NKMZ products is ensured by the following:
performing of steel refining in ,Ladle-furnace” unit with the subsequent pour-
ing under high vacuum provided by using steam-jet pump;
up-to-date equipment for heat freatment which ensures high accuracy, rated
uniform heating and required rate of cooling;
using of high-precision machining equipment ensuring machining process ac-
curacy required by a Customer.




MPOLIECC NOAYYEHUSA KAYECTBEHHOWN CTAAU

HIGH-QUALITY STEELMELTING PROCESS

YKIM + pasaneka

YKM + VD + pasAveka

YKIM + aABovHOE

BakyyM-KMCAOPOAHOE

B BAKYyMe CUPOHHBIM CMOCOBOM BAKYYMWPOBAHNE 06e3yrAepOXMBAHNE
LF + teeming in vacuum LF + VD + teeming from the bottom LF + double vacuum freatment Vacuum oxygen decarburization
Ve (VOCL\,I/L?mOE)\éCg:ODSSing) VD =+ VC or (VOCULYIT? I(3)xygen
(Vacuum Casfing) (Vacuum Carbon Deoxydation) VED+VC Decarburization)
02

m Ar

Macca cantka
87..1707
Ingot weight

Macca cantka
3.6.7411
Ingot weight

Macca cantka
45.711
Ingot weight

CAUTKIN U3 HU3KOYTASPOANCTbIX
BbICOKOAETMPOBAHHbBIX
MAPOK CTaAeN A0 51,6 T
Ingots from low-carbon
high-alloyed steel
grades - up to 51,6 tin weight

TEeXHOAOTMUECKINIA KOMNAEKC CTAAENACBUABHOTO MPON3BOA-
c18a HKM3, NOAHOCTbIO OBHOBAEHHbBIN 11 CHOPMUPOOBAHHDIN
NO COBCTBEHHOMY UHXUHUPWHIY, BKAIOUQET:

B 1 anextpoayrosas nevb ACIH eMKocCTbio 50 TOHH;

B 2 spektpoayrosble neun ACI eMKOCTbIO MO 12 TOHH;

B 2 yCTOHOBKM BHENEYHON OBPABOTKM CTOAM ,KOBLL-
neub”;

B yyacToK BAKYYMHOW OBPABOTKM CTOAM HA 6a3e
NAPO3XEKTOPHOTO HACOCA N 4 BAKYYMHbIX KAMEP, B T.u.
BAKYYMHYIO KOMEPY AAs npoBeaeHNs npoueccos VD 1 VOD.

Technological complex of NKMZ steel-melting produc-
tion completely upgraded and developed based on its
own engineering, includes the following:

B 1 electric arc furnace EAF having capacity 50 t;

B 2 electric arc furnaces EAF having capacity 12t each;

B 2 units for after-furnace ladle heat treatment ,Ladle
furnace units”;

B steel vacuum treatment area including steam jet
pump and 4 vacuum chambers as well as vacuum cham-
ber to perform VD and VOD processes.

BbINAGBKO METAAAD MPOU3BOAUTCS B CTAAENAC-BUABHBIX
ArperaTtox C MUMHUMOABHBIMW 3ATPATAMW BPEMEHMU, 30TEM
METAAA MOABEPIrAETCS BHENEUHON OBPABOTKE HA YCTOHOB-
KOX , KOBLLU-NEYL” 1N FAYOOKOrO BAKYYMUPOBAHNS CO3AQHHbBIX
Ha HKM3.

B 30BMCUMMOCTM OT 3QAQHHOTO XMMWYECKOro COCTABA U
TPEBYEMBIX CBONCTB CTAAN, PA3AMBKA MOXET NPON3BOANTLCS
B BOKYYME - CBEPXY AU HA BO3AYXE - CUGOHHBIM CIOCOBOM.

TexHNYeCcKkMe BO3MOXHOCTM CTOAENACBUMABHOIO MPOU3-
BOACTBQ MO3BOASIOT MOAYUNTb KY3HEUHBIE CAUTKM MACCOWN OT
3.6 A0 170 TOHH 1 A0 200 TOHH XMAKOTO METAAAQ AAS MPOU3-
BOACTBQ CTOAbHbBIX OTAVBOK.

Steel-melting is performed in steel-melting units with
minimum fime consumption, then metal is subject to after-
furnace ladle heat freatment in ,Ladle furnace units” and
vacuum degassing units made by NKMZ.

Depending on preset chemical composition and re-
quired properties of steel the casting can be performed in
vacuum from the top or in the air from the bottom.

Technical capabilities of steel-melting production allow
to obtain forging ingots weighing from 3.6 up fo 170t and
up to 200t of molten metal to produce steel castings.



YCTAHOBKA , KOBLU-MEYL” OCHALLEHA LWNMBEPHBIMN CTAOASPA3AMBOY-
HbIMW KOBLLOMW ABYX TMNOpa3mMepos: 60, 90 TOHH, UTO NO3BOASET NOA-
BEPraTh BHENEUHOM 0BPABOTKE A0 85 TOHH XMAKOWM CTAAN 1 NO3BOAS-
€T 30AMBATb CTAABIO KY3HEUHbIE CAUTKM Maccom A0 170 TOHH. B xoae
NpoLEeCcCA BHENEYHOTO PAPUHMPOBAHMSI CTAAN MPOUIBOASITCSI KOP-
PEKTUPOBKA XMMUUYECKOTO COCTABA, NMOAOTPEB, OBPABOTKA NOPOL-
KOBOW NPOBOAOKOW C MOMOLLBIO TPAMBANNAPATA, NPOAYBKA METAAAC
QProHOM, UTO OBECNEUMBAET CHIMKEHNE COAEPIKAHMS HEMETAAMMYE-
CKNX BKAtOUeHUn (HB) 1 ra3oB B METAAAE.

BHeneuHas o6paboTKA CTOAM HA YCTOHOBKE «KOBLU-Neub» (YKIT)
obecneumBaeT NoAyYeHne CTOAM C BbICOKOM TOYHOCTBIO MO XMMCO-
CTOBY M TEMNEPATYPE, NO3BOASIET MPOUIBECTM AECYALDYPALMIO ME-
TAAAG AO 30ACQHHbBIX TAPOMETPOB, CHU3UTb KOANYECTBO HEMETAAMYE-
CKMX BKAIOUEHUI, O TAKXKE CAYXUT HOKANAMBAIOLLMM U AEMNPUPYIO-

Ladle furnace unit is equipped with slide gate type ladles of two
standard sizes: 60 and 90 fons that allow performing secondary
freatment of 80t of molten steel as well as casting of 170t forging
ingots. During secondary refining process the chemical composition
is being adjusted along with heating, freatment with flux cored wire
by means of wire feeder and argon blow that allow reducing the
non-metallic inclusions and gas content in the steel.

After-furnace ladle steel tfreatment in a ladle furnace unit (LFU)
provides steel with high accuracy of chemical composition and
temperature and allows performing metal desulphurization up to
target values, as well as reducing of non-metallic inclusions content,

MM YCTPOWCTBOM MEXAY MAOBWUAbHBIM arperatom (ACT) n pasave-
KOW CTOAU.

AAs obecneyers BhICOKOW CTENEHW Aerasaumm, PACKUCASHUS,
AecynbdypaLmM, 0BE3YTASPOXMBAHMS U YACQAEHUS HEMETAANYEC-
KUX BKAtOUEHNN coBmMecTHO € YKIT yCTAHOBAMBAETCS OH60PYAOBAHMNE
AN BOKYYMUPOBAHMS CTAAM B KOBLLE C MPOAYBKOW QPrOHOM, NPW He-
OBXOANMOCTN KMCAOPOAOM, HA 6a3e NAPO3XKEKTOPHOTO BAKYYM-
HOro Hacoca.

OB6pABOTKA METAAAC B BAKYYMHBIX KAMEPAX MO3BOASET NPON3BO-
AVTb 30AMBKY B BOKYYME CAUTKOB MACCOM OT 87 A0 170 TOHH.

Bakyym-kamMepa OCHALLEHO CUCTEMOW MOAQUM QPrOHA, KNUCAO-
pPoAQ, A30TA, TPANBANNAPATAMU AN MOAMOULMPOOBAHNS CTAAN NO-
POLLKOBBIMW MATEPUAAAMM, HOKATHOM KPBILLKOW C CUCTEMOWN BUAE-
OHABAMOAEHMSI, BOAOOXACDKAOEMOWN KUCAOPOAHOW GYPMON, YCTPON-

and also serves as accumulating damping device between melting
unit (EAF) and steel feeming units.

To provide high degree of degassing, deoxidation, desulphu-
rization, decarburization and non-metallic inclusions removal the
equipment for ladle degassing freatment with argon blow and if
required oxygen blow is installed jointly with LFU on the basis of a
steam jet vacuum pump.

Metal freatment in vacuum chambers permits o perform teem-
ing of the ingofts in vacuum with weight from 87t up to 170f.

Vacuum chamber is equipped with argon, oxygen, nitrogen
feeding systems, wire feeders for steel modification with powder

CTBOM OTBOPA MPO6 AN ONPEAEAEHNS XMMNYECKOrO COCTABA CTA-
AV Y COAEPXAHMS ra30B, 3aMepa TeMNEPATYPbl METAAAD B BOKYYME.
AOQHHOE 0B6OPYAOBOHME NO3BOASET OCYLLECTBAITH OBPABOTKY CTAAM
no cxemam VD n VOD.

materials, rolling cover with video control system, water-cooled
oxygen lance, sampling device for determination of chemical
composition and gas content, metal temperature measurement in
vacuum. This equipment allows performing steel freatment accord-
ing fo VD and VOD schemes.




TEXHOAOIUS1 CBOBOAHOW KOBKU
OPEN DIE FORGING TECHNOLOGY

TexHnueckme BO3MOXHOCTH Ky3HEeuUHo-
NPECCOBOro NMPOWN3BOACTBA MO3BOASIIOT obecne-
UYnTb BbINYCK NOKOBOK MACCOM 0T 0,2 A0 110 TOHH 13
KY3HEUHbIX CAUTKOB OT 3,6 AO 170 TOHH 13 YTAEPOAU-
CTbIX, KOHCTPYKUMOHHBIX, MHCTPYMEHTAABHBIX 1 Bbl-
COKOAETVPOBAHHBIX MAPOK CTAAW.

Technological capabilities of press and forging
facilities enable to provide the manufacture of
forgings having weight from 0.2 up to 110t from
forging ingots weighing from 3.6 up to 170t from
carbon, structural, instrument and high-alloyed
steel grades.

HarpesaTteAbHble neun
C BbIKATHBIM NOAOM
Heating car-bottom furnaces

MAaKCHMAAbHbIE PA3MEPSI
NMEYHOro NPOCTPAHCTBA, M 5% 12
Max dimensions of furnace
space, m
MakcrMaabHas Mmacca
COAKN, T
Charging max 28l
weight,
AVanAa3oH patoumx
TeMmneparyp, °C 400...1250
Range of operating
temperatures, °C

%10

TemneparypHas

HEPOBHOMEPHOCTL  Pabo-

yero

NPOCTPAHCTBA neun, °C L
Temperature non-uniformity

of furnace operating

space, °C

VIMnyAbCHbIE
Kromschroder
[openkun fepmaHug
Burners Impulse burners
Kromschroder,
Germany

QyTepoBka KepamBOAOKHO
Lining Ceramic fiber

TOKOBKM M3rOTABAVBAIOTCS K MALUMHAM CO6-
CTBEHHOTO MPOW3BOACTBA, O TAKXKE AAS ARYMMX
NOOU3BOAUTEAE  CNELNAABHOTO  OBOPYAOBO-
HUS:  TMAPOTEXHUUYECKOTO,  SHEePreTMyeckoro,
NPOKATHOTO, METAAYPIMUECKOTO, CYAOCTPOU-
TEABHOTO, QBTOMOBWABHOTO U CBUALMOHHOMO
NPON3BOACTBA.

Mpouecc CBOBOAHOW KOBKM MPOUCXOAUT HA
OBTOMATU3MPOBAHHBIX  KOBOYHbBIX ~ KOMMAEKCQOX
B TEXHOAOTMYECKOW B3AMMOCBS3M C HArPEeBa-
TEAbHbIM, TEPMUYECKMM U MOABEMHO-TPAH-
CNOPTHbIM OBOPYAOBOHMEM MOA YNPOBAEHUEM
QBTOMATU3NPOBAHHBIX cuctem (ACY TI)

Forgings are manufactured for machines of
our own production as well as for other pro-
ducers of special-purpose equipment for hy-
drotechnical, power-generating, rolling mill,
metallurgical, shipbuilding, automobile and
aeronautical industries.

Open die forging process is effected on au-
tomated forging complexes in technological
interconnection with heating, heat-treatment
and liffing and handling equipment under
control of automated process control systems
(APCS).

MOKOBKN
FORGINGS




OCHOBHbIE MAPAMETPbI M3rOTABAMBAEMBbIX TUMOBbLIX MOKOBOK
BASIC PARAMETERS OF STANDARD FORGINGS BEING MANUFACTURED

Tvn BaAbl Baakm
Type Shafts Rolls
[a6apwut, m Dmax=0,3...1,6 Dmax =0,15...1,8
Size, m L=25..22 L=15.12
Macca, TOHH 52105 25 85
Weight, t o o
BaHaaXM KoAbua AVCKU. AVCKM C OTBEPCTUEM
Shells Rings Discs. Discs with a hole
D=08.35 D=0,5.48 _
L=15.45 H=045.15 DUl
D-d D-d H=0,12.14
— >0,2 —— >0,1 d=0,08...0,85
2 2
3.2...65 3.2...65 0,2..85

Baabl ¢ daaHUEM
Shafts with a flange

LInAnHApPSBI C oT1BEPCTUEM
Cylinders with a hole

Dmax < 2 D e
L=1.3 L=06..9
oo d>0,23
5..25 0.2..105
MANTBI Kyoukun KoaeHuarTble BAAbI
Plates Blocks Crank shafts
L=15..7 L=0,25.1.8 _
B=08.35  B=025.16  , £ 2%2
H=0,2.15 H=0,25..1,5 S
3.2..110 0.4...40 3...105

OCHOBHbIE XOPAKTEPUCTUKN KOBOYHBIX KOMNAEKCOB
Basic parameters of forging complexes

ABTOMATU3NPOBAHHLIN ~ YCUAnE

KOBOYHbIV KOMMIAEKC

Automated forging
complex

AKK10000/120
AKK5000/70
AKK3000/30

TMAPOBANYECKOTO
npecca, MH

Force of hydraulic
press, MN

100
50
30

[py30noAbEMHOCTbL
KOBOYHOTO MAHUNY-
ASTOPQA, T

Forging manipulator
capacity, t

120
70
30

Passec cAnTKOB, T

Ingot weight, t

min

47
20
3.6

max

170
50
25



TEPMUYECKOE NPOU3BOACTBO
HEAT TREATMENT FACILITIES

TexHnyeckmne BO3MOXHOCTM TEPMUUYECKOTO MPON3BOACTBA MO-
3BOASIOT BbITOAHUTE MHOTME BUAbBI TEPMUYECKON OBPABOTKN 1 0be-
CNeyunTb MBAEANSIM TPEBYEMbIE DU3NYECKME N MEXAHNYECKME CBOW-
CTBA.

ABTOMATU3MPOBAHHBIE CUCTEMbI YNPABAEHUSI TEXHOAOTNUYECKM-
Mu npoueccamu (ACY TIM), NPOU3BOASIT NOAHOE BEAEHNE U CTABU-
AM3ALMIO TENAOBOTO PEXMMA B NEUM COTAACHO 30ACHHbBIM MPOrPAM-
MOM PEXMMOB HArPEBA, OXACXKAEHWSI U DHEPrOCOepeeHNs, obe-
cneunsas nepenaa Temneparypsl A0 +5°C.

BOAbLION NAPK HOBbIX TEPMUUYECKUX NEYUEN U ArperatoB OCHA-
WeH:

B 50 DEKTNBHBIMN UMMYALCHBIMA CUCTEMAMU HAMPEBA 1 OXACXK-
AEHVSI HO 603€ CKOPOCTHBIX FA30BbIX FOPEAOK, O6O0PYAOBAHHbIX
SAEKTPOPO3XKNIOM, KOHTPOAEM GAKEAQ N BCTPOEHHDBIX B GYPMbI NO-
ACUN OXACKACIOLLLErO BO3AYXQ.

B dyTEPOBKO 13 COBPEMEHHBIX KEPAMOBOAOKHNCTLIX MOAOUHEP-
UMOHHBIX OTHEYMOPHbIX 1 TENAOU3OASILMOHHBIX MATEPUAAOB NPOM3-
BOACTBA durpMm Parok (DuHAsHaKs) 1 Keratech (Yexus);

B CKOPOCTHBLIMU TOPEAKAMM C UMMYACHOV CUCTEMON CXKUrHIS F3Ql.

MoBEpPXHOCTHAS

Surface heat treatment

Technical capabilities of heat treatment facilities enable to per-
form a wide range of heat freatment and provide the required
physical and mechanical properties of the products.

Automated process control systems effect the complete mainte-
nance and stabilization of heat tfreatment conditions in a furnace
according fo specified program modes of heating, cooling and
energy-saving providing the temperature difference up to + 5°C.

A big fleet of new heat freatment furnaces and units is equipped
with:

B efficient impulse systems of heating and cooling on the basis
of high-speed gas burners furnished with electrical ignition, torch
control and are installed into cooling air feed tuyeres.

B lining from update ceramic-fiber fast response refractory
and heat-insulating materials made by companies Parok (Finland)
and Keratech (Czech Republic);

B high-speed burners with pulse gas burning system.

Pecypc HKM3

Resource HKM3
on kinds of thermal processing

no BUAOM TEPMNYECKOM OBPABOTKM

Volume heat treatment

e —— ——

BropunuHas
Secondary heat treatment

'

MNMepBryHas
Primary heat treatment

‘y

Omxur
Annealing
Hopmaansaums
Normalizing
YAyuweHve
Martempering
3aKaAKa
Hardening
Otnyck
Tempering
Isothermal hardening

V3otepmMmyeckas 3aKAAKa




TexHuyecKkne BO3MOXXHOCTU TePMUYECKUX neven

AnanasoH
Pasmepsl pabouero
MaKkCManbHas! padoumx
NMPOCTPAHCTBA, M
(WMDVHO, AMHG, BHICOTQ) MOCCQ COAKM, TeMnepanyp,

(AMameTp, BbIcOTa) ™H oC

The sizes of the Maximal

worker spaces, M weight caaku,
(Width, length, height) TH

Range
the workers

( Diameter, height) oc

Technical opportunities of thermal furnaces

TemnepartypHas
HEPABHOMEPHOCTb

temperatures,

B paboyem

NPOCTPAHCTBE

neuu, °C

Temperature non-

uniformity

in working space

furnaces, °C

HasHaueHne
neun

Purpose
furnaces

3aKaAOUHAOS
cpeaa

Hardening
environment

[OpPU3OHTAALHbBIE NeUn C BbIKATHBIM NOAOM  Furnaces horizontal with sliding noaom

3,2x8 100 250-1000

3,9x10,5 150 200-1300
3,9x10,5 180 200-1000
4,5x13,5x4,6 250 200-1000

5,4x16x5 450 200-1000

LLloxTHbIE BEPTUKAABHBIE NEUn

22,7x4,5 150-1050

@2,6x8 150-1050
23,2x8 150-1050
@2,6x10 150-1050
@2,5x16 200-1100

@2,5x32 200-1100

BaHAOXKHbIE Neun  Mine 6aHACKHAS the furnace

200-1250

250-950

+5

+5

U3otepmu-
YECKUIN OTXKMUT,
HOpMaAU3aUNS,

OTNyCcK

Isothermal
OTXMWr,
normalization,
holiday

Mine vertical furnaces

E)

100-400 =10
400-1150 =5

100-400 =10
400-1150 %5

100-400 =10
400-1150 =5

100-400 =10
400-1150 =5

100-400 =10
400-1150 =5

=10

3aKaAKQ,
oTnycK,
HOPMOAM3ALMSI

3aKaAKQ,
holiday,
Normalization

3aKkaAka,
oTnycK
HOpMaAU3aums
3aKkaAka,
holiday
Normalization

WHTEeHCUBHBIN
06AYB B neuu
VAU 06AYB
asparopamu
(BoAQ +
BO3AYX)

Intensive
06AYB in
the furnace
or o6ayB
asparopamm
(water + air)

Boaa: Water:
@1,7x4.,8
@2,5%6,0

Macno: QOil:
1,5x2,6x5,2
@2,79x6,0

Boaa: Water:
@2,6x27
Macno: Oil:
D1.,6x26

Boaa: Water:
23,0x11,2
Macao: Oil:
24,3x12,0




MPON3BOACTBO METAAAOKOHCTPYKLUUN
METAL WORKS FABRICATION

MPOV3BOACTBO METAAMOKOHCTPYKUM HKM3 XapaKTepusyeTcs BbICOKOM MOBUABHOCTBIO U YHUKOAL- Metal works fabrication of NKMZ is characterized by high portability and unique technical ca-
HBIMWN TEXHUUYECKMMU BO3MOXHOCTAMU NO NPON3BOACTBY MPOAYKUMN M CNOCOBHO BbIMOAHUTL AIOBbLIE pabilities for manufacturing of products and is capable to make any orders for metallurgical, steel-
30KA3bl AN METOAYPIMUYECKOTO, CTAASMNAOBUABHOIO, MPOKATHOTO, AOMEHHOTO 1 ARYMVX NPON3BOACTB, melting, rolling mill, blast-furnace and other facilities and at the same time we guarantee the ex-
NPV 3TOM rAPAHTUPYETCS UCNOAHEHME TPEOOBAHUIN B COOTBETCTBMM CO cTaHAapPTAamMm DIN, EN, ISO. ecution of requirements in accordance with the standards DIN, EN, ISO.

Kopnyc 06paTtHOro KAanaHa
(no 3akazy ATOMMALLA)
Anametp...1060 mm
Macca..3.51

LELRFITIIFF

Check valve body

(as per order of ATOMMASH)
Diameter... 1060 mm
Weight... 3,561

MexXaHM3MPOBAHHAS SAEKTPOAYTOBASI CBAPKA B Cpe-
A€ 3ALLNTHbBIX TA30B (YTASKUCABIA FA3, APrOH, F’eAuin 1 cme-
CW 3TNX TA30B).

OCHOBHOW NAPK 06OPYAOBAHMS - BHICOKOMPON3BOAN-
TEAbHbIE  YHMBEPCOAbHbIE  CBOPOUHbIE  MOAYABTOMA-
T drpm MESSER n LORCH EWM, (FepmaHus), OCHO-
LLIEHHbIE VHBEPTOPHbLIMN UCTOUHNKAMM MUTAHUS C MUKPO-
NPOLECCOPHbLIMN CUCTEMAMN YNPOABASHWS.

[AOBHOE MPEVMYyLLECTBO 3TUX ANMAPATOB COCTOUT B
LUNPOYANILLNX BO3MOXHOCTSIX, KOTOPbIE OTKPbIBAOTCS AAS
QABTOMATUYECKOTO YNPABASHNS BCEMWN CTAANSIMU CBAPOY-
HOro NPOLEeCCA, BKAIOUAS NEePeHOC METAAMA, ABUXEHNE
METOAAQ B CBAPOUHOM BAHHE, KOUCTAAMZALMIO LIBA W
ero Aerasaunio, NPUAGHNE HEOBXOANMON GOPMbI N KO-
YeCTBA NOBEPXHOCTY LLBA.

Mechanized electric-arc welding in carbon dioxide,
argon, helium and in mixture of these gases.

The main fleet of the equipment - high-duty univer-
sal semi-automatic welding units produced by MESSER Maximum length of the parts
and LORCH EWM (Germany) furnished with the inverter being welded, mm
power supplies having microprocessor control systems. 5 Kopnyc cratopa rmaporeHeparopa
The main advantage of these units consists in the wid- MaKCMMOAbHbIV BEC, T BbicoTa...3695 MM
est capabilities opened for automatic control of all the Maximum weight, f Macca...98 1
stages of the welding process including metal fransfer, TOALLMHO CBAPUBAEMOrO
metal movement in a molten pool, weld joint crystal- METAAAQ, MM Hydro generator stator

lization and degassing. giving the required shape and Thickness of metal Height... 3695 mm
ensuring the required quality of the weld joint surface. being welded, mm Weight... 98 t

MaKCUMAAbLHAS AAVIHO
CBAPMBAEMbIX UASAUA, MM




YHWKOAbHQAS YCTAOHOBKQ MO3BOASIET Bbl-
NOAHSTb CHOPKY M ABTOMATNYECKYIO CBAP-
KY NOoA GAIOCOM TOACTOCTEHHBIX LMAMHAPW-
YecKknX MU3AEAMI TUNA BAAOB, TMAPOLMANH-
APOB, MAYHXEPOB, 6APAOAHOB.

One-of-a-kind unit allows to perform
assembly the fabrication and automatic
submerged arc welding of thick-walled cy-
lindrical parts of the shaft, hydraulic cylin-
ders, plunger and drum - type.

[opTaAbHbIE FA30PE3ATEABHBIE MALMHDI
c Uny «OMNIMAT» (fepmanms), «OMNICUT»
(Mexms) 1 NOPTAAbHAS MALUVHA NAO3MEHHON
pe3kn  «CORTINA DP» (Yexus) nO3BOASIOT
BECTV PACKPOM METAAAQ B AMANA3OHE PAa3-
pe3aembIx TOAWMH oT 5 A0 300 Mm B raba-
puUTax paspesaeMbix AMCToB 2500x92000 Mm
C TOYHOCTbIO MO3NUMOHNPOBAHWS * 0,5 MM.

CNC portal cutting machines ,OM-
NIMAT”  (Germany), ,OMNICUT" (Czech
Republic) and portal plasma cutting ma-
chine ,CORTINA DP” (Czech Repubilic) al-
low to perform laying-out of metal in the
range of thicknesses being cut from 5 up to
300 mm in dimensions of plates being cut
2500x9000 mm with positioning accuracy
+0,5mm.

MAKCHMAOAbHbBIN AMAMETP, MM
Maximum diameter, mm

AAVHQ, MM
Length, mm

CBapuBaAEMAs TOALUMHA, MM
Thickness being welded, mm

Bec, 1
Weight, t

HKM3 octaetcs AMAepOM B OCBOEHUU U NMPUMEHEHNN TEXHOAOTUN SAEKTPOLUAQKOBOM
cBapkn (SLUC), no3BOASIOLLEN NITOTABAMBATL AETAAM MACCOMN A0 300 T 13 KOBAHbIX 1 AUTBIX
3ArotoBOK, A TAKXXE TOACTOAMCTOBOIO MPOKATA N KOMOUHUPOBAHHBIX 3AroTOBOK.

MexaHuyeckmne CBONCTBA WBOB HE YCTYNAIOT CBOMCTBAM OCHOBHOTO METAAAQ.

My HEOBXOANMOCTN B HOMBOAEE HAMPSXKEHHBIE YUYACTKM KOHCTPYKLUMM BBAPUBAIOTCS
SAEMEHTHI N3 BOASE MPOUYHOM CTAAN.

TexHoAOTMS 1 060pPYAOBaHME DLLUC NO3BOASIOT CBAPUBATL M3AEAUS ceveHmem 4500 x 5500
MM (TOALLMHO CBAPUBAEMbIX SAEMEHTOB X BEPTUKAABHAS MPOTSKEHHOCTb LLBOB).

NKMZ remains the leader in mastering and employing the technology of electroslag

| welding (ESW) that enables to produce parts weighing up fo 300t from forged blanks and

castings as well as from plate rolled products and combined blanks.

The mechanical properties of the weld joints are as good as the same of the base metal.

If required, high-strength steel elements are welded in the most stressed areas of the
structure.

The procedure and the equipment of ESW make it possible to weld the products with
the section of 4500 x 5500 mm (thickness of elements being welded x vertical length of
weld joints).




MEXAHOOBPABOTKA
MACHINING FACILITIES

Mapk MeTanropexyLlero 060PYAOBAHMS  HACUM-
TbIBAET OKOAO 730 CTAHKOB, B TOM UNCAE OKOAO 190 06-
POBATLIBAOLMX LEHTPOB MNPOU3IBOACTBA dMPM Nepma-
Hun, Ntaamm, LLsenuapum, SINOHUA U T.A.

Peaansylorcs TexHoAorum, obecneumsaiome obpa-
BOTKY AETAAEN MACCOM OT HECKOABKMX TPAMMOB AO 300T.

HKM3 He ncnbiTbiBOET NPOBAEM NPU MEXAHOOBPABOT-
K& CAOXHbIX KOPMYCHbIX 1 6A30BbIX ASTAAEN.

MowHoctr HKM3 1 ero nHXeHEepPHO-TEXHNYECKIUIA NO-
TEHUMOA NO3BOASIIOT U3rOTABAMBATL NPAKTNYECKN AIOBbIE
M3ASAMS MALLMHOCTPOEHMS, OTBeUaioLE TPEBOBAHNIM
MEXAYHAPOAHBIX CTAHAQPTOB U XEAQHWSIM CAMbIX B3bl-
CKATEAbHbIX 3AKA3UYNKOB.

TAy6oKOoCBEPAMALHBI CTAHOK KXK 1920, «K3TC», (YKparHQ).
Deep hole drilling machine KX 1920, ,KZTS”, (Ukraine).

BbICOKOTOUHOS OBPABOTKA AETAAEN MO YNPABASIOWMM
NPOrpPAMMaM Ha Gpe3epPHOM OBPABATLHIBAIOLEM LEH-
TPpe «Waldrich Coburg» (fepMaHus).

High-precision machining of parts according to con-
trol programs in the milling machining centre «Waldrich
Coburg» (Germany).

BHeApsembir B TEXHOAOTMYECKYIO Lenb CTAHOYHOro
NAPKA NOPTAABHBIN OBPABATLIBAOWMNM LEHTD GUPMbI
.Waldrich Coburg” moaean PowerTec7500 AG-S2 ¢ xa-
POKTEPUCTUKAMMU:

Portal machining centre of PowerTec7500 AG-S2
model produced by ,Waldrich Coburg” being inte-
grated intfo the manufacturing chain with the follow-
ing characteristics:

BbICOTA OBPABOTKM, MM

machining height, mm DL

LUIVPUHA, MM

width, mm 990y

AAVHA XOAQ NOPTAAQ, MM

portal stroke length, mm 70

ANAMETP NAQHLLAVBbI, MM
faceplate diameter, mm

ObecneunBaer 0bpaAbOTKY AeTaAen TMna «BeHel
3y6uaTbin» Anametpom A0 12000 mm.

Provides machining of the parts of ,Gearring” - type

6500

with the diameter up to 12000mm.

The stock of metal-cutting equipment counts about
730 machines including about 190 machining centers
produced by the companies of Germany, Italy, Switzer-
land, Japan efc.

The technologies are applied which provide machin-
ing the parts weighing between several grams and 300t

NKMZ has no problems while machining box-type
parts and base components.

NKMZ facilities and its engineering and technical po-
fential allow practically for manufacturing of any engi-
neering products meeting the requirements of interna-
fional standards and satisfying the desires of the most
demanding customers to be made.

Arer 'J:-I'UJ
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OBPaBOTKA AETAAEN AAMHOW
AO 25 M HO TSKEAbIX TOKAPHbIX
CTOHKQOX.

Machining of parts having
length up to 25 m on heavy-
duty turning lathes.
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KOHTPOAb KAYECTBA
QUALITY CONTROL

McnbitatenbHsin LeHtp HKM3 obecneunBaet Bech
KOMMAEKC KOHTPOAbHbIX UCMBITAHUM WU3rOTABAMBOEMOW
NPOAYKLMK, B YUOCTHOCTH: ]
B onpeaereHVEe XMMUUYECKOTO COCTABA CTAAM, Uy- \i-_-...:,_':
r'YHQ, UBETHbIX CNAQBOB B NpoLecce VX NPOU3BOACTBA; Sz,
B BecCb CNeKTp UCMLITAHWUS MEXAHNUYECKNX CBOMCTB
METOAAC NOKOBOK, OTAVBOK U T.A.;
B u3yuyeHmne COCTOSIHUSI MAKPO- U MUKPOCTPYKTYPbI
METAAAQ;
LleHTp aTTectoBOH HA MNPABO MPOBEAEHUS KOHT-

POAbHbIX UCMBITAHUI 3KCNEPTHbIMU KOMUCccuamu  Ko-
MUTETA NO MPOMbBILAEHHOW 6€30NacHOCTM U MUHU-
CTEePCTBA  SHepretmkn YKpaAuHbl. KoMNeTeHTHOCTb
VHXEHEPHO-TEXHUYECKMX PABOTHNKOB LIeHTpa noA
TBEPXAEHA YYEOHO-ATTECTALUNOHHBIMU CTPYKTYPOM
YKPQWHBI.

Test center of NKMZ provides the
whole complex of manufactured prod-
ucts check testing, including:

B determination of steel, iron, nonfer-
rous alloys chemical composition in the
process of their manufacturing;

B The whole range of mechanical
properties tests of forgings and castings;

B Examination of metal macro- and
microstructure.

The centre is cerfified for the right of
check tests execution by expert com-
mittees of Industrial Safety Committee
and Energy Depertment of Ukraine.
Competence of this test center en-
gineering technicians is verified by
educational-qualification agencies of
Ukraine.
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Ha npeanpustimn ¢ 1994 1. paspaboTaHa, BHe-
APEHA N cCepTUPMUMPOBAHA CUCTEMA KAYECTBA,
OXBATBLIBAIOLLAS BECb XM3HEHHbIA LMKA MPOWN3-
BOACTBQ MPOAYKLUMN OT MAPKETUHIA U N3yYeHUNS
PbIHKA AO €€ YTUAU3ALMM, OT HOYUYHbIX MICCAEAO-
BAHWUA AO CEPBUCHOIO OBCAYXMBAHMY. Cucte-
Ma MeHepXMeHTa kavectea (CMK) rapaHtmpy-
€T BbINyCK kKQuecTBeHHOoM npoaykunn. CMK npea-
NPUVSATUS COOTBETCTBYET TPEBOBAHNAM MEXAYHA-
poaHoro ctaHaapTta EN ISO 9001:2008, uto noa-
TBEPXAEHO CEPTUPUKATAMN  MEXAYHAPOAHO-
ro ceptmoukaumoHHoro opraHa TUV Thuringen
(TepMaOHUS) U HAUMOHAABHOTO OPraHa No cep-
mdunkaunm HTL « CTAHKOCEPT» (YkpanHa). MNpo-
Aykups, Beinyckaemas HKM3 otBeuaert 1pe6oBa-
HWSIM HOPMATUBHBIX AOKYMEHTOB 1 3aNPOCAM MNO-
Tpedbutenem, UtTo NO3BOAJET €M YCNELHO KOHKY-
PUPOBATb HO MUPOBOM PbIHKE.
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Quality Control System allows to trace cor-
respondence of the parameters after each

technological stage.
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CurCTEMA KOHTPOAS KOUECTBA NO3BOASIET OT-
CAEXNBATb COOTBETCTBME NAPAMETPOOB NOCAE
KQXKAOIO TEXHOAOTMYECKOTIo nNepeaAend.

CERTIFICATE T2

[ —
e i e 1 T

Y T T A T T

m ety Eoralf
=i
-

MR TREEE SRR A

The Quality Control System covering the whole
life-cycle of products manufacturing - fromm mar-
keting and market research up to products dis-
posal, from scientific research up to after-sales
service has been developed, implemented and
certified at NKMZ since 1994,

Quality Management System (QMS) guaran-
tees quality products output. QMS of the enter-
prise meets the requirements of EN ISO 9001:2008
International Stfandard which is confirmed by the
certificates of TUV Thuringen International Certi-
fication Body (Germany) and Research and De-
velopment Center ,STANKOCERT” (Ukraine). The
products produced by NKMZ meet the require-
ments of normative documentation and require-
ments of the Customers which allow successful
competing in the world market.
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KOHTAKTHAA NHOOPMALNA

CONTACT DETAILS

M lNoAHOE HAVMEHOBAHME:

H Full designation:

| CoKpalleHHoe HaVMEHOBAHME:

B Abbreviafted designation:

H MNouToBbI AAPEC:

H Postal adress:

M TeredoH/ Dakc:
M Phones / Fax:

B e-maill:

B Web:

H Kop OKMO:

B ARCEO code:

B IHAVBUAYQABHBIV
HQAOTOBbII HOMEP:

M Personal tax number:

H CBNAETEABCTBO O PETUCTRALIN
naatenslmka HAC:

B VAT taxpayer registration
certificate:

Lpanaep Aptyp Buktoposuy

[y6AMYHOE OKLUMOHEPHOE OBLLECTBO
.HoBokpamartopckum
MQALLUVMHOCTPOUTEALHBIN 30BOA”

.Novokramatorsky
Mashinostroitelny Zavod”
Public Joint Stock Company

MNAQ "HKM3"
NKMZ" PJSC

84305, YkpanHa, AOHELKAS OBAQCTb,
r.Kpamaropck, HKM3

NKMZ, Kramatorsk, Donetsk
region, Ukraine, 84305

+38 (0626) 48-99-79
+38 (0626) 48-99-79
rolls@nkmz.donetsk.ua
www.nkmz.com
05763599

05763599

057635905159

057635905159

06294529 HB N2 001598

06294529 HB N2 001598

AnpekTop MNpon3BOACTBA BAAKOB 1 SHEPTETUYECKOTO OOOPYAOBAHNS

Arthur V. Shrayder

Director of Rolls and Power-Generating Equipment Production Unit

+38 (06264) 7-85-98
shrayder@nkmz.donetsk.ua

[oHYapoB Muxana Feoprmuesmy

HAUOALHMK OTAEAQ MAPKETUHIA U KOHTPAKTOB NMPOU3BOACTBA BOAKOB
1 SHEPreETMYECKOro 060PYAOBAHMS

Mikhail G. Goncharov

Head of Marketing and Contracts Department of Rolls and Power
Generating Equipment Production Unit

+38 (06264) 8-99-81

gmg@nkmz.donetsk.ua
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HKM3

84305, r.KpamaTtopck,

AoHeuKas O6A.,

YKPAUHA

TeanedoH/Dakc: +38(0626) 48-99-79
e-mail: rolls@nkmz.donetsk.ua

/AV3QiTH OTAEA MOPKETMHIOBbIX KOMMYHVKALINI

NKMZz

84305, Kramatorsk,

Donetsk region,

UKRAINE

Phone/Fax: +38(0626) 48-99-79
e-mail: rolls@nkmz.donetsk.ua

Designed by marketing communications department



