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Fig.l "Exploded" view of the Belt High temperature, High pressure apparatus. 



• • SOFT STEEL 

CARBIDE 

~P\,< 'L:::::>;I HARDENED 
STEEL 

CARBIDE 

Fig.2 . "Oosed" view of the Belt High Temperature, High pressure apparatus 
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Fig.3 Detail of the semi-piston, sometimes called the tapered piston or punch. 
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Fig.4 Detail and assembly steps for the binding rings that support the punch . 
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Fig.S Details of the innermost toroidal carbide chamber . 
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Fig.6 Details and assembly steps for the binding rings that support the chamber. 

• • 

• 

• 



• 

• 

• 

.......... . 

WONoERSTONE OR 
PIPESTONE INSULATION 

STEEL CURRENT CONDUCTING 
RI NG HARDNESS R.C. SO 

....... --- .600 .. oIA. .1 
.010" 'f 

• APPROX. .216" 

STEEL CONE 

.125"0.0.,.105"1.0. 
METAL TUBE HEATER 

WONDERSTON E 

~.350"~ 
WONDERSTONE 

WONDERSTONE 

I i 
R Z I I Z r I I Z Z 21=====:,= 
~ .350'~ .010· 

METAL DISC 

Fig.7 Details of the parts that fit together within the carbide chamber. 
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