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Table 2 Comparison of slab transportation method
between roller table and slab car. in the
case of 1000m distance from caster to

hot strip mill.

Item Roller table

Slab car

Transportation MAX 90m/min
speed average 70

MAX 250m/min
average 200

Distance 1000m

1000m

Time 14.5min

S5min

Efficiency average
of insulating h=81lkcal/m?.hr.°C

average
h=10kcal/m?.hr.°C

Temperature descent
of 40mm section average -180°C
from slab edge

average 4°C

Temp. descent of
cutting section large
of slab

small

Precipitation of AN occur

not occur
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Table 3 Comparison between induction

heater and gas heater

Item Induction heater Gas heater
,w%mﬂﬁ;?
b
Equipment
siav

Slab Roll

Heating time Short time heating

A litte lonmger
time heating
at high temperature

Heating Possible Possible

pattern by core arrangement|by combustion
control and power control gas control
Flexibility Possible Possible

for slab by core arrangementiby gas flame control

width change control

Cutting section

ibl
heating Imposs. e

Possible

Maintenance Coil (maintenance)

Refractory (maintenance)

Air pollution
(NOX)

No problem
by low NOX burner

No problem

Scale loss for operation

No problem
fotr operation
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