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PROFITABLE REDESIGN
OF YOUR HEAT TREATMENT
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SIR - FUTURE TECHNOLOGY - Shortening production chains Improve your environmental performance accor- ——
ding to ISO 14.001 with SIR! u

Since more than 60 years we attach importance to the perfect surface and react on trends immediately. WWW.rubi g.com

Our heat treatment solutions guarantee highest possible quality at lowest costs.

Comparison of environmental impact according
Requirements for modern material and components are rising constantly - smaller, lighter, faster, more efficient, and
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cheaper. Therefore, heat treatment is a key technology which allows to fulfil these demands. é
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