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Fig. 1. Layout
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Table 1 IZ R+, Finishing Mill # 80 HVS Lk @® | Finishing Mill Block type : Max speed 90m/S
) ® | Laying Head Inclined single pipe type
Beli & hc EREMM ik, # 1140C T Laying Head ® | Holding Furnace Electric heater : 705kW
IV YV vy 7REERFEENBE, 51281100 T @ | Water Box Nozzle spray type : 3.0ks/at
I B # L 7= Holding Furnace T 100 ~ 300 ¥ [ & ® | Stelmor Conveyor Ro-ller type : Min. speed 3m/min.

EEh, FANETHRRIELE, KTEBTBZ
IV RILDOVHBEBLEEE 2, 20T r 2 1200}
ACBITLSERERE % Fig.2 KR To @um@\c o
. B c
E 1000 |
3. UBEHEMOMRE 5
a.
SUS304 ik >V T LR&H THAE L 1 # 0 BK £ T
BMEBELZSTICHENEEE Table 2 LRt AFHE 800r
CEhE, #7714 vEALAZEUEDS ORB A L ' >
N . 100 200 300 400
BB LHhbhd, THRDLLSIBRES DB Time (sec.)
BMUHBO Ay FNISCETmINZD & THE Fig. 2. Heat treating process
nTWa,
Table 2. Material property
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