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ABSTRACT

In industries, there are many issues against the implementation of
conventional hearting furnaces. Firstly, the current metal-hearting-furnaces with
large capacity adopt an old-fashioned heating method, which is very inefficient
against input power. These heating furnaces are large in size, which require a
large work space. The furnaces have low-safety because ingots are loaded and
discharged manually. In addition, engineers with various skills are required to
operate the furnaces. In Korea, in recent years, the government executed an
environmental protection policy in order to improve energy efficiency and
reduce CO2 emissions. Therefore, improvement in the efficiency of the metal
heating furnaces is an urgent task.

Conventional metal hearting methods are: (1) directly heating an ingot by a
heater, (2) inducing an eddy current by apply an alternating magnetic field to
an ingot and hearting by the Joule heart. In the case of (1), heating efficiency
for input power is 20-30%. In the case of (2), heating efficiency is 50-60%
due to the restriction of penetration length. In this study, we developed new
type of induction heater furnace as below and succeeded in greatly improving
the efficiency. A DC magnetic field is applied to a metal ingot and the metal
ingot is mechanically rotated to generate an eddy current. In this new method,
container, heater, AC coil are omitted and only the metal ingot is heated. In
the result, efficiency improves to 90%. However, the realization challenge was
how to keep the superconducting magnet at low temperature and operate stably
from the radiation ingress of the metal ingot reaching 1000°C.

The heating device has a C-shaped iron core which is excited with a
high-temperature superconducting magnet. The metal ingot is loaded in the gap
portion of the iron core and mechanically rotated by a motor. Loading and
discharging of ingots is also done automatically. The superconducting magnet
using a high-temperature superconducting wire is adopted for generating a DC
magnetic field. By improving the critical temperature and operating temperature,

the thermal stability of the superconducting magnet was secured and further



efficiency improvement was attempted. By making the superconducting wire
with no-insulation and co-winding a high resistance stainless steel tape wire,
the current path at the time of magnet excitation is promptly converged to the
correct current path along the superconducting wire. This method suppresses the
temperature rise at the quenching part by performing the current diversion to
the other turns at the early stage during quench.

This the doctoral dissertation is a series of development studies of 300
kW-class DC  induction heating equipment using  high-temperature
superconducting magnets and consists of 6 chapters. In chapter 1, the
background, purpose and the outline of this paper were explained. In chapter 2,
the numerical analysis method for DC induction heating by the finite element
method is described in detail. In chapter 3, the design of 300 kW-class DC
induction heater device is described. The magnetic field generated by the
high-temperature superconducting magnet with iron core was set so as to give
a heat quantity of 300 kW to the aluminum billet. The specifications of the
supporting stand, the loading/unloading system, and the motor spindle are
described. Numerical analysis examples of temperature rise, temperature
distribution, etc. by the finite element method when heating various metal billet
using this equipment are also explained. In chapter 4, parts of the
high-temperature superconductive induction heating device and its manufacturing
process and the actual heating process are introduced. In chapter 5,
performance evaluation results by heating test of aluminum and stainless steel
billet by prototype machine are shown. In addition, numerical analysis is
carried out in more detail, and proposals for improvement of heating method
are also being made. In chapter 6, the results obtained in this paper are

summarized and discuss future issues.
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Chapter 1. Introduction 1

CHAPTER 1

INTRODUCTION

1.1 Industrial demands of the development on a
Superconducting induction heater (SIH)

In industries, there are many issues against the implementation of
conventional heaters. First, the government recently executed an environmental
protection policy that requires industries to use better technologies against low
efficiency and CO, emissions, etc. Second, industries use old and inefficient
technologies for heating metals with large capacity and low efficiency. Also,
the work space is sometimes large, dirty, dangerous, and dull. Finally,
engineers with various skills are required to operate advanced heating furnaces.

Induction heating provides fast, efficient, contact-less heating of conductive
materials. Due to its advantages over classical heating techniques, such as
flame or resistance heating in traditional ovens or furnaces as shown in Fig.
1.1(a), it is becoming one of the preferred heating technologies in industrial

[1], domestic [2], medical [3], and other applications in Fig. 1.1(b).
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(a) (b)
Fig. 1.1 (a) Traditional oven for forging process; (b) Induction heater for heating long metal
billets; (c) Gas or electric furnaces for hot rooling of steel plates (photos by google image)

Induction heating technology is utilized with processing units in industrial
fields such as induction hardening, preheating, soldering, and melting. These are
available for the preheating processing of metal billets to produce parts for

airplanes, automobiles, and electric power machinery.

(b)
Fig. 1.2 (a) Extrusion process for stainless steel pipes and tubes; (b) An example of extrusion

parts, pipes and tubes for plants (photos from SeAH CSS homepage;www.seahss.co.kr)
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As shown in Fig. 1.2 (a) and (b), the stainless steel (STS) extrusion
companies produce the STS seamless tube and pipes to endure a high
temperature and pressure for thermal and nuclear plants. The STS billets are
heated up to 1300 Celsius degree for the extrusion by using induction heaters.
Also, the other extrusion companies are producing copper or brass tubes and
pipes for heat exchangers or water supply system or cooling water circulation

system as shown in Fig. 1.3.

Fig. 1.3 An example of extrusion parts, copper tube for a heat exchanger (photos from google

images)

billet

billet

Forging
Process Mold

Extruding Process
(a) (b)

Fig. 1.4 There are two process for production parts such as automobiles, airplanes and ships etc,

(a) extrusion process; (b) forging process

In the metal industries, they use AC induction heater with copper coils in
Fig. 1.5(a) to preheat Titanium and stainless steel as well as copper billets in

extrusion and forging process which describe in Fig 1.4(a) and (b),
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respectively. These metals are indirectly heating up to almost melting
temperature. In addition, an electric furnace with heat elements in Fig. 1.6 as
well as a gas furnace with burners in Fig. 1.5(b) are mainly used to preheat
carbon steels in forging and heat treatment industries. Steel is directly or
indirectly heated up to the specific temperatures by process in the atmosphere.

It requires huge energy consumption, continuously.

Magnetic energy

Cold billet

Cold billet L \
‘ : ‘ i 0-*
In -
0000

Hot billet
Hot billet Gas

LSz Pre-heating Process Pre-heating Process
(a) (b)

Fig. 1.5 Two types of heating process mainly are for heating aluminium, (a) induction heater; (b)

gas burner

Gas (N,,CO,, Ar)

in roo;

= Cold billet
=

== In
o

=

=

? ? \s Hot billet

Heating elements

Fig. 1.6 Gas furnace and electric furnace for heating steel and titanium metals

1.2 Operational characteristic analysis among the
industrial furnaces including a SIH

Large-scale induction furnaces for non-ferrous metal billets operating at a
power net frequency have an energy efficiency of only 50-60% owing to the
energy loss caused by the copper coils used to generate the magnetic fields

[4-6]. The efficiency improvement of these induction furnaces have been
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hampered by physical limits [7-10]. A novel DC induction heating method
using high temperature superconducting (HTS) magnets has been suggested as a
method for achieving higher energy efficiency [11-20]. The author called it as
the superconducting induction heater (SIH).

a SIH is a preheating machine for the extrusion and forging processes. An
SIH is applicable to heat all the current conducting materials including
nonferrous metals and ferrous metals, such as aluminum, copper and brass,
magnesium, titanium alloys, stainless steel and ferrous carbon steel. A magnetic
field is generated by the superconducting magnet as shown in Fig. 1.7. An

SIH is available to get best product quality after the extrusion and forging

Superconducting induction heater

System efficiency: 80~90%

process.

Mechanical energy

(Motor power)
DC
Current

DC
current

Iron core
Iron core

Superconducting coil

No
Loss!!

Heating energy
for billets

Fig. 1.7 A conceptual diagram of a SIH for heating various metal billet
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1.2.1 The efficiency characteristics of the industrial furmaces

The industrial furnaces has individual efficiency characteristics. First, an
atmosphere furnace has poor energy efficiency for heating metals as shown in
Fig. 1.8. Only 20 ~ 40% heating power of the total input power uses to heat
the metal. The rest of the energy is radiative and conductive and convective
losses including rail loss. Second, a conventional induction heater has 50 ~
60% system efficiency as shown in Fig. 1.9. The most energy loss is a copper
loss to excite coils. To decrease the temperature of the copper coil, the water
cooling system was equipped, necessarily. And the other are transformers,

power control and measurement system, and utilities losses.

1 00 0/ 20 ~ 40 %, Heating power for a metal billet
0

(Stsinless steel, Copper, Brass,
Steel, Titanium, Aluminum and ather allays)

Input Po

Others

Fig. 1.8 An efficiency characteristic of an atmosphere furnace

100 % 50 ~60 %

Input Po Heating power for a metal billet
(Stainless steel, Copper, Brass,
Steel, Titanium, Aluminum and other all

Transformer loss

d conductive | luding skid rail loss

12%
Power unit for | and itoring devices includi system

Others (Lights, air-conditi Jutilities for

Fig. 1.9 An efficiency characteristic of a conventional induction heater (Low frequency; 50~60Hz)
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A SIH leads to an energy efficiency of approximately 80-90% in a large
capacity heating system as depicted in Fig. 1.10 [21-26]. No copper loss exists
in superconducting magnets to generate magnetic field. The most of the total
loss are the induction motor and inveter operation losses including a power

source for operating cryogenic cooling system with chiller.

100 %

Input Poje

|

80~90%

Heating power for a metal billet
(Stainless steel, Copper, Brass,
Steel, Titanium, Aluminum and other alloys)

Mechanical and copper losses of
5% induction motor and inverter (or gear box)

Power for cryogenic cooling system including chiller
Power for additional devices like hydraulic units

0.5% Power unit for control and monitoring devices including measurement system
.5%

Others (Lights, air-conditioners, radiative, convective, conductive losses
and utilities for pneumatic units)

Fig. 1.10 An efficiency characteristic of a SIH

In the efficiency characteristics analysis as summarized in Fig. 1.11, the
atmosphere furnace should supply input power to almost 5 times and the AC
induction heater should supply input power to almost 2 times, if the heating
power for a metal billet up to the target temperature without any loss is 100%.
However, a SIH should supply input power to 1.1 times and it could save

389% of the input power of the atmosphere furnace.
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100 %

Heating power for a metal
billet

(Stainless steel, Copper, Brass,
Steel, Titanium, Aluminum and other
alloys)

AC induction heater

Atmosphere furnace

Fig. 1.11 A comparison of efficiency characteristics among three types of heating furnaces

1.2.2 The heating quality characteristics of a SIH

The uniformity of the temperature between the metal billet's surface and
center in an extrusion and forging products is a very important factor to
improve product quality. The temperature deviation of the metal billet during
heating process is dependent on the frequency and resistivity and permeability
of the metal. Metals have a different relative resistivity and it's a metal nature
characteristic. The frequency in a SIH was controlled by rotating speed. A
copper and aluminum with low resistivity are thinner penetration depth, but
stainless and Titanium with high resistivity are thicker penetration depth, when
the rotational speed is the same.

We can calculate the penetration depth of the metal billet using the rotating
speed for a given resistivity, angular frequency, and permeability. The
penetration depth in the rotating billet can be calculated as given in the

equation (1.1):
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§= |=E (1.1)

p: Resistivity
w: Angular frequency
u: permeability

The penetration depth is related to the quality of the metal billet with
temperature distribution. The deviation between the inner and outer temperatures
of the billet should be below 2 K in the forging and extrusion process.

As depicted in Table 1.1, the penetration depths of various metal billet were
calculated according to the frequency. The penetration depths of a copper and
aluminum billets at the frequency of 60 Hz are 11.8 mm and 14.5 mm,
respectively. The penetration depths of a STS and titanium billets are 65 mm
and 93 mm, respectively. In the case of low rotational speed, 600 rpm, the
penetration depths of the aluminum and STS billets are calculated to 35.6 mm
and 159.2 mm, respectively. Actually, the STS billet has lower thermal
conductivity than that of the aluminium billet and the temperature deviation
between the center and surface of the STS billet is bigger than that of the
aluminum billet. To improve the heating quality, the metal billets with low
thermal conductivity such as a STS and titanium and brass billet heats up at a
low rotational speed [27-30].

There are 2-dimensional temperature distribution of the metal billets with
different rotational speeds and magnetization characteristics as shown in Fig.
1.12. In the case of the same rotational speed of 3,600 rpm, the metal billet

with magnetization characteristic has very low penetration depth.



Chapter 1. Introduction 10

Table 1.1 The penetration depths of various metal billets according to the frequency or rotational

speed
Metal types Freq. [Hz(rpm)] Penetration Depth (mm)
60 (3,600) 11.8
20 (1,200) 16.7
Copper

10 (600) 28.9

5 (300) 40.9

60 14.5

) 20 25.2

Aluminum

10 35.6

5 50.3

) 60 65

Stainless steel

10 159.2

60 93

Titanium 10 227

5 322

Rotating speed : 110 [rpm] Raotating speed : 3600 [rpm] Rotating spead : 3600 [rpm] ik
Superconducting Induction Heater B0Hz AC induction heater Magnetization characteristics Mib o

Fig. 1.12 2-dimensional temperature distribution by the frequency and magnetization characteristic

in the surface of the metal billet in simulation results

As shown in Fig. 1.13, 3-dimensional temperature distributions of the
aluminum billets with three different rotational speeds were analyzed. The
temperature deviation of the aluminum billet heated at 5 Hz is lower value
than that of the 60 Hz.
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Rotating speed: 300 rpm (5 Hz)

In case of Alumimm,

Penetration depth: 75 mm

Temp. deviation : 18 Celsius deg. (Max: 545
degC, Min. 527 degC)

= Heating time : 180 s

MAX 560°C

Rotating speed: 600 rpm (10 Hz)

In case of Aluminum,

Penetration depth : 50 mm

Temp. deviation : 66 Celsins deg. (Max: 560
degC, Min. 494 degC)

= Heating time : 180 s

Rotating speed: 3.600 rpm (60 Hz)

In case of Aluminum,

Penetration depth: 19 mm

Temp. deviation : 152 Celsius deg. (Max: 560
degC. Min. 408 degC)

* Heating time : 180 s MIN 400°C

Fig. 1.13 3-dimensional temperature distribution by three different frequencies of the aluminum
billet

1.2.3 The product quality improvement of a SIH
The extrusion plant for the aluminum billet requires the temperature control
system along the longitudinal direction of the metal billet as shown in Fig.

1.14(a) and (b). It improve the extrusion product quality.

Temperature distribution

AETAL BILLET

Low

(a) (b)
Fig. 1.14 3-dimensional Temperature distribution by the frequency in the surface of the aluminum

billet in simulation results

As shown in Fig. 1.15, a SIH has the function to control the magnetic field
along the longitudinal direction of the metal billet. It's called as a magnetic

displacement control unit. It controls the magnetic field along the longitudinal
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direction of the metal billet by exchanging the iron yoke with different angle
for 0 to 5 degree as shown in Fig. 1.16 and then, the temperature of the billet
was controlled, when the heating with a rotation occurs. The extrusion product

quality was improved with a high extrusion performance.

Fig. 1.15 10 kW SIH heating results for the magnetic control along the longitudinal direction.

* Magnetic flux density with various beveled angles

Magnetic flux density

at the center of the billet: 1.1 T
1.4

Normal

1 degree

2 degree

3 degree

4 degree |
5 degree

-
[

Diameter of the billet:
240 mm

Magnetic flux density norm B (T)
o -
o (=}

06

0] 100 200 300 400 500 600 700
Length of the bilet (mm)

Fig. 1.16 The magnetic fields controlled by angle of the iron yoke shape from O degree to 5

degree from the electromagnetic simulation.
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1.2.4 Available for heating various size of the metal billet with a SIH

A conventional induction heater has each coil to heat different diameters of
the metal billet and need a big space for keeping each copper coil as shown
in Fig. 1.17. It makes the initial machine cost increase and the maintenance

expense during the operation occurs continuously.

Fig. 1.17 Conventional induction heater has each coil against a diameter of the metal billet and

needs a big space for storage of various copper coils

However, a SIH has a gripping system with changeable jigs on different
diameters of the metal billets. In addition, the hydraulic moving system is
installed and operated for different lengths of the metal billets as shown in
Fig. 1.18. So, a SIH is available to heat various size billets in aspect of

diameters and lengths.

Gripping

system :
Changeable
Jigs as

diameter of
metal billets

» Various size billets in aspect of diameter and

- 0
0
@0

@@

Hydraulic moving system fo
forward and backward

Fig. 1.18 A SIH is available to heat various size billets in aspect of diameter and length by
using changeable jigs of gripping system and hydraulic moving system
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1.2.5 Maintenance components with a SIH

A SIH was compared to and a conventional induction heater in aspect of
maintenance components as shown in Fig. 1.19. The major maintenance
components of a conventional induction heater are copper coils, parts of lager
cooling water circulation system, insulation materials and switching devices, an
IGBT and thyrister with capacitors. They can cause sudden faults or damages
and there are many kinds of parts with high cost. The other hands, a SIH uses
the superconducting coil permanently and major components are mechanical
seals for cryo-cooler and bearings of spindle units. These components are
required to periodic replacement and do not cause the sudden damages or
faults. So, a SIH can minimize the expense of the maintenance and repair

during the operation.

> AC induction heater

. Copper coils

. Parts of large water cooling system

. Insulation materials of copper coils

. Switching devices such as IGET,
thyrister

5. Skid rail system

6. Others

T XY

<« Superconductinginduction
heater

¥ 1. Periodic replacement of

mechanical seal of cryo-cooler

¥ 2. Bearing parts of spindle unit

3. Parts of compressor for cyro-
cooler

4. Others

Fig. 1.19 A comparison of major maintenance components between SIH and a conventional

induction heater



Chapter 1. Introduction 15

Fig. 1.20 These pictures show the change of the factory environments through the comparison
between the before and after the installation of a SIH

1.2.6 Eco-friendly automation manufacturing system

The installation and operation environments of a SIH are compared to those
of the conventional atmosphere furnaces as shown in Fig. 1.20. A SIH
decreases not only the capacity of an electric power facility for heater
operation, but also the room temperature of the working place in industries.
And a SIH minimizes the installation space and CO, emissions during the
heating operation. A SIH is possible to automate the total manufacturing

process without any fork lift and operator.

1.3 Economic Feasibility Study of a SIH

In 2014, Changwon National University and TECHSTEEL initiated a project
to develop a 300 kW-class SIH with HTS magnets that aims to achieve 90%
energy efficiency within 3 years. Thus, the authors purpose to commercialize
the SIH through the project. Prior to launching the SIH, the economic
feasibility has to be verified. We studied economic feasibility of the SIH in
comparison with two different types of conventional heating furnaces such as

an atmosphere furnace (ATF) and AC induction furnace (AIF). To minimize
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electricity fee, net present value (NPV), internal rate of return (IRR) and
pay-back period (PBP) methods were used [31]-[39]. All indicators such as
system efficiency, operation time, heating capacity, inflation rate and incidental
cost were considered to evaluate the investment returns of the SIH.

Detailed investigations and analysis were conducted on 300 kW-class SIH in
connection with atmosphere and AC induction furnaces. The evaluation results
were discussed in detail. The analysis results were be available to the
commercialization of the SIH.

Preconditions including operation parameters were determined for the
equivalent comparison on three different types of the heating furnaces. The
total investment cost was estimated reflecting major items such as the system
efficiency, heating capacity, electricity fee, inflation rate, and incidental cost.
The direct benefit on the investment was calculated focusing on saving the

electricity fee. This analysis was performed concerning the 300 kW SIH.
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Table 1.2 Basic requirements for the 300 kw heating furnaces

Parameters Value
System capacity 300 kW
Billet type Aluminum billet
Diameter of the billet 236 mm (9")
Length of the billet 700 mm
Initial temperature 20C
Target temperature 540C
Heat capacity at 540C 1257 J/kg K
Density at 25T 2700 kg/m’
Resistivity at 540°C 8.93E-8 Q'm
Required energy for a billet 53.6 MJ
Operation hour in a day 20 hours
Operation day in a month 25 days
Operation hours in a year 6000 hours
Electric rate US¢ 7.7/kWh
Target production in a month 9000 PCS
Total energy required in a month 482 GJ

1.3.1 Cost assesment of the SIH

To analyze the economic feasibility, the basic requirement of 300 kW-class
heating furnaces were defined in advance as shown in Table 1.2. The billet is
made of aluminum with a diameter of 236 mm for the 300 kW-class system
capacities. The length of the billet is 700 mm. The unit price of the electricity
fee is US¢ 7.7/kWh and the furnace operates 25 days in a month.

Annual operating expenditure (AOE) and total investment cost (TIC) were
calculated by the equation (1.2) and (1.3). The meanings of the abbreviations

are given below.
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AIR(1+AIR)SET

AOE=ICCx — +OPEX (1.2)
(}_'_‘_[H‘,J,r.x.’,f-f;
SLT-1) . (SLT-1)
gy EF(1+AIREE) MOC(1+AIRyio0c)
T[( _]( ( | EF | NOC (1‘3)
AIRgf AIRy0c

ICC: Initial capital cost

AIR: Annual interest rate

SLT: Service life time
OPEX=EUF+MOC: Operating expenditure
EF: Electricity fee

MOC: Maintenance and operation cost
AlIRgr:Annual interest rate for EF
AlRmoc:Annual interest rate for MOC

As given in Table 1.3, TIC of the 300 kW high temperature superconducting
induction furnace (HIF) during the service life time of 20 years were calculated
at US$ 6.2 M. However, the TIC cost of the 300 kW and 1.4 MW ATF was
estimated at US$ 4.4 and US$ 21.2 M. The total investment cost of the HIF
is much lower than that of the ATF and AIF. AOE was calculated according
to the increment of the machine cost. In 300 kW HIF, the AOE was estimated
at US$ 0.25 M. It is lower than those of two different heating furnaces. These
AOE curves of the HIF, ATF and AIF were shown in Fig. 1.21 for the 300
kW-class.

Table 1.3 Direct benefits estimation for the three different types of the 300 kW heating furnaces
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Parameters ATEF's value AlIF's value HIF's value
Machine cost US$ 048 M | US$ 088 M | US§S 1.2 M
System capacity 1,400 kW 600 kW 300 kW
Efficiency 20% 50% 90%
Machine operating rate 95.7% 89.3% 99.2%
Service life time 20 years 20 years 20 years
Electric fee in a month US$ 51,704 US$ 20,682 US$ 11,490
Electric fee in a year USS$ 0.62 M | US$ 0.25 M | US$ 0.14 M
Operation and maintenance rate of the 1% 3.3% 1%
cost (USS 4,784) | (US$ 27,216) | (US$ 12,371)
Corporation discount rate 5% 5% 5%
Incidental expense USS$ 41,237 USS$ 41,237 USS$ 41,237
Inflation rate 2.5% 2.5% 2.5%
Operating expense in the first fiscal year | US$ 0.63 M | US$ 028 M | US$ 0.15 M
Annual capital expenditure US$ 41693 USS$ 69488 US$ 0.10 M
Annual operating expenditure (AOE) USS$ 0.67 M | USS$ 035 M | US$ 0.25 M
Total investment cost US$ 21 M US$ 9.8 M US$ 6.2 M
300k ; , ,
|~ HIF |
250k H —o— ATF |
a | —o— AIF
oA 200k H
“ X
o 150k | - & H & -
O b
< 100k |- /
L Qf O O
50k |-
0 I L 1 1 1 1
0.0 500.0k 1.0M 1.5M 2.0M 2.5M

HIF cost (US $)

Fig. 1.21 Annual operating expenditures on the three different types of the heating furnaces of the

300

1.3.2 Economic Analysis and Results

kW

First, the corporate discount rate represents the required rate of return to

make a business acquisition worth. Especially, the corporation discount rate was

used to evaluate the profitability on the company investment business and

calculate the NPV. Meanwhile, IRR was calculated for the minimum expected

profitability under the break-even condition and compared to the corporation



Chapter 1. Introduction 20

discount rate. And then, PBP was deduced in order to evaluate how faster the

investment cost can return.

NPT= yn O(’H .(n=0, 1, 2. 3, ---, 20) (1.4)

IRR=y, NPl an(j\’f) =0 (n=1,2,3--.20) 5

PBP=n, j jyr NB>0 (n=0. 1, 2. 3 .-, 20) (1.6)

Net present value (NPV) internal rate of returns (IRR) and pay-back period
(PBP) were defined by the equation (1.4), the equation (1.5), and the equation
(1.6) respectively, where, NB; and means net benefit at t year and corporate
discount rate, respectively. If NPV is positive, it means that the investment
would be effective. In the case of the 300 kW-class HIF, the NPV on ATF
and AIF were evaluated as the positive values after 3 years and 12 years,
respectively.

IRR means the benefit rate of the investment. If this value is positive, it
means that the investment is effective after passing the break-even point. IRR
of the 300 kW HIF against the ATF was calculated at about 6% after 3 years.
The IRR against the AIF was calculated as 6 % after 12 years. These results
were the same as the NPV analysis results. The higher is the system capacity
for the HIF, the more effective is the investment.

The PBP was depicted in Fig. 1.22. The PBP was deduced as three years
and three months in the case of changing the 600 kW AIF to the 300 kW
HIF, which has the machine cost of US$ 1.24 M as shown in Fig. 1.21.
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7.5M
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o HIF cost: US $0.82M
30M | years later

=== HIF cost: US $1.24M
e HIF cost: US $1.65M
15M R—e —— HIF cost: US $2.06M
—— ATF cost: US $0.48M
—O=— AIF cost: US $0.82M

Investment cost (US $)

L ' Three years and three months later
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Pay back year

Fig. 1.22 Annual operating expenditures on the three different types of the heating furnaces of the
300 kW

The NPV had positive value in the 300 kW-class HIF for both cases of
changing the ATF and AIF based on the corporate discount rate of 6%. The
IRR was getting higher as the service life time of the HIF increased. It means
that the investment return rate of the HIF with larger capacity over 300 kW is
very high. The PBP of 300 kW HIF, which has the machine cost of US$ 1.24
M, was achieved at below three years and three months after substituting it for
the AIF. The analysis results are used for the investment decision process of
the HIF.

1.4 Objectives and contributions of this study

In metal production infrastructure industries, there are many issues against
the conventional heating furnaces to produce metal products by forging and
extruding and melting etc.

An environmental protection policy to achieve a energy savings and CO»
zero-emissions is now required world wide. Also, the metal industries use old
and inefficient technologies for heating metals with large capacity and low
efficiency. The workplace is dirty, dangerous, and dull. Finally, they need

engineers with various skills to apply advanced technologies to their production
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system.

As one of the solutions to resolve these issues, the SIH should be developed

through HTS magnets. These technologies should be developed and would yield

many positive contributions to metal processing industries as shown in Fig.

1.23.

Issues %

Large and low efficiency

3D workplace

Large work space

Need for the engineers with
\ various skills /

» Objectives

/OId and low technologies\

Requiring the better technologies
against low efficiency and CO,

emissions etc.

»

Develoanolagies

\ 4

Development
of the STH

with HTS
magnets

Contributions @
f Securing the state of art ‘

technologies

Eco-friendly and clean
workplace

High efficiency, high
productivity,and high quality

Minimization of work space

\ Securing skilled engineers J

Developing superconducting NI magnets using the 2G HTS tapes for the SIH, firstly
Designing the SIH for the commercialization
Manufacturing the SIH with the largest HTS magnets in the world

Performance evaluation of the SIH for heating aluminum and STS billets

Fig. 1.23 Objectives and contributions of developing the SIH with HTS magnets
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CHAPTER 2

NUMERICAL DESIGN OF A
SUPERCONDUCTING INDUCTION HEATER

Establishing the numerical equations for engineering these systems is very
important. To design the direct current (DC) induction heater with HTS
magnets, a numerical design should be performed. However, it is not easy to
calculate exactly the amount of the induced current inside of the metal billet,
because of many kinds of variables, such as resistivity, heat conductivity,
temperature, heat capacity, mass, diameter and length of the metal billet,
frequency, magnetic field, thermal conductive, and convective, and radiative,
heat fluxes and so on. To acquire the relationships for the various parameters
of the DC induction heating process, the theoretical relationships of the

dependent variables first need to be proposed in this dissertation.

Magnetic fields are generated by superconducting magnets

Superconducting
magnets

— —
Magn ﬁ[; Sfields .
direction .
Metal billet
— —
—

Heat source

Fig. 2.1 A conceptual diagram of the metal rotating type - DC induction heating with

superconducting DC magnets
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In DC induction heating, three different energy transfer relationships are
existed. The DC induction heater largely consisted of three devices—the DC
magnet to generate a magnetic field, the metal billet to be heated up, and the
rotating mechanical power to get a heating power source. The heat energy
inside of the metal billet is considered by the electrical energy inside of the
billet which is induced by the rotating mechanical power. The billet
temperature increases.

The induced current inside the metal billet flows along the longitudinal
direction in the case of the DC induction heating as shown in Fig. 2.2. If the
magnitude of the induced current is dependent on the magnetic field strength
on the metal billet. The higher magnetic field, the larger induced current inside
the metal billet. The other hands, if the uniform magnetic field keeps on the
longitudinal direction of the metal billet, the billet is heated up with uniform

temperature distribution.

Time=5s Volume: Magnetic flux density norm (T)
Arrow Surface: Current density (Spatial)

Low -80

Induced current; x.
¥ Z-components

-100

-120
10
y. S_—0
Lox -10110

10

A 3D induction heating model

Fig. 2.2 3-dimensional FEM model for the magnet rotating type - DC induction heating
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2.1 Theoretical DC induction heating principle

In general, the resistive heating of the metal billet was calculated as the

equation (2.1).

P, =k-Ty, xrpm =R, I, 2.1)

From the equations (2.2-2.6), a resistive heating power is equal to the output
power of the rotating motor derived from the product of the mechanical torque
and rotating speed [48-49]. The magnitude of the mechanical torque, which
decreases as the rotational speed increases, is calculated by the vector product
of the position vectors and the force applied, which depends on the cross

product of the induced current density and the magnetic flux density.

T, = f 7;dV (2.2)
T,=r XF (2.3)
F=]xB (24)

Id—m =T, —Tn (2.5)

di

T, =T, (2.6)

» R, . Resistance of the metal billet [1)]
* Ty - Induced current [A]

» F: Loreniz force[N/m?]

v J: Current densitv[A/m?]

* B . Magnetic flux density[T]

» T, . Electric torque [N-m]

v T, Mechanical torque [N-m]

= ;0 A unit torque [N-m]

» v A rotational position vector in a geometry [m]
= 1 inertia moment

» w: Angular velocity [rad/s]

* rpm : revolutions per minute
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Thus, as the applied magnetic field increases, greater resistive heating power
is output. HTS magnets can easily generate a high magnetic field without any

loss.

2.2 Electro-magnetic relations

To define the electromagnetic relations for DC induction heating, the
Maxwell's equations should be calculated. Under certain circumstances it can be
helpful to formulate the problems in terms of the magnetic vector potential A
as in equation (2.9). By using the magnetic vector potential A, Maxwell's
equations are rewritten as equations (2.7-2.8) and termed Ampere's Law. These
equations are available for the induced current inside of the metal billet. From
equation (2.7), the magnetic field is going to be converted to the magnetic flux
density with permeability. The equations (2.10) and (2.11) are related to the
boundary condition and the magnetic insulation for the electromagnetic analysis,
respectively [50-55].

Resistive heating power input to the billet is proportional to the Joule's
heat. The Joule's heat is calculated as the product of the square of the induced
current. The resistance of the current loop within the billet varies only with
skin depth and depends on the angular velocity of the billet, if a radius of the
meta billet is constant. The induced current is deduced from the impedance of
the induced voltage inside of the billet. The induced voltage is calculated from
the time-varying magnetic flux linkages and is proportional to the angular
velocity, the number of coil turns, and the induced current as shown in
equation (2.12) [56].
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oA VxH= (2.7)
GE‘F X _]e .
oA v B= 2
GEJF X o —ovxB=], (2.8)
B=VXxA (2.9)
nxA=0 (2.10)
n-B=0 (2.11)
_NIcoil

(2.12)

Electric field intensin' E

Megnetic field imensin' H

Megnetic vector porential A

Magnetic flux devsin' B

Awn externalll gevevated currevt devisiny J
A geomety moving with velocini' v
Electric chavge devsiny p

Electric conductivitn o

FPermeability of air uy

Relative permeabiline g,

As shown in Fig. 2.5, the magnetic flux density inside of the billet was
expressed with color distribution according to time through the finite elements
method (FEM) to calculate the induction heating power of the metal billet. The
red color represents high magnetic flux density and its direction is the red
arrows. The blue color represents low magnetic flux density. The center of the
billet has a very low magnetic flux density because of the vector summation of
the magnetic fields by the induced current inside the billet. The iron cores
between two DC magnets was installed and concentrates the magnetic flux
density to the center of the metal billet. The magnetic flux density inside the

iron cores located between the DC magnets is the highest point. The stream
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lines under the stationary state express the magnetic field of the SIH with iron

cores on the air as shown in Fig. 2.6.

Time=10.5s Surface: Magnetic flux density norm (T} Arrow Surface: Magnetic flux density (Material)
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Fig. 2.5 2-dimensional electromagnetic FEM model for the DC induction heating; time-dependent

solution
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Fig. 2.6 2-dimensional electromagnetic FEM model for the DC induction heating; stationary

solution
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2.3 Heat transfer relations

Heat transfer is defined as the movement of energy due to a difference in
temperature. There are three mechanism such as conduction, convection and
radiation [57-74]. First, thermal conduction generally occurs between solid
bodies in contact. A temperature increment is generated the interface between
the two surfaces in contact. This phenomenon is referred to be a result of a
thermal contact resistance existing between the contacting surfaces. Interfacial
thermal resistance is a measure of an interface's resistance to thermal flow.
This thermal resistance differs from contact resistance between two materials
with thermal properties.

During heating operation with temperatures changes in time within an metal
billet, the thermal energy flow is termed transient conduction. They may also
occur with temperature changes inside a metal billet, as a result of a heat
source or sink.

Second, the convection heat transfer comprises one mechanism. In addition to
energy transfer due to specific diffusion, energy is transferred by motion of the
fluid like air. Two types of convective heat transfer are distinguished as free
or natural convection and forced convection. A fluid like an air moves due to
variations of thermal temperature. In the absence of an internal source, when
the fluid is in contact with a hot surface, the hotter volume transfers heat
towards the cooler volume of that fluid. Familiar examples are the upward
flow of air due to a fire or hot metal billet and the circulation of water in a
pot that is heated from below. The other forced convection occurs when a
fluid is forced to flow over the surface by an internal source such as fans.

Thermal radiation is also one of the fundamental mechanisms of heat
transfer. The characteristics of thermal radiation depend on various properties of
the surface including its temperature. If the radiating body and its surface are
in thermodynamic equilibrium and the surface has perfect absorptivity at all
wavelengths, it is characterized as a black body. A black body is also a

perfect emitter. The radiation of such perfect emitters is called black-body
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radiation. The ratio of any body's emission relative to that of a black body is
the body's emissivity, so that a black body has an emissivity of unity.

As shown in Fig. 2.7, the temperature inside of the billet was expressed
with color distribution according to time through the multi-physics FEM model
by calculating the electromagnetic and heat transfer equations for DC induction

heating of the metal billet.

Time=10.5s Surface: Temperature (K)

A 404

[ 1400
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0
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W 291
Fig. 2.7 2-dimensional multi-physics FEM model (electromagnetic and heat transfer) for the DC

induction heating; time-dependent solution

2.2.1 Heat conduction, convection and radiation considerations

The heat transfer in solids is calculated using the heat equation (2.18). Inside
the billet, the heat is conducted to the center of the billet. As shown in
equation (2.19), the thermal insulation condition is referred. For a steady-state
problem, the temperature does not change with time and the first term
disappears. The equation includes the following material properties: density, heat
capacity, and thermal conductivity. It also includes the velocity field, u and a

heat source (or sink), Q.
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pC, aa_: +pCyu-VT =V - (kVT) + Q (2.18)
-n-(—kVT) =0 (2.19)

—n - (—kVT) = q, (2.20)

—n - (—kVT) = £(G — e, (T)) 2.21)
(1—-¢&)G=j—¢€ey,(T)) (2.22)

ep(T) = n?oT* (2.23)
G=0G,,()+ Ganp + Gext (2.24)

Gamb = Fambep(Tamp) (2.25)

Denzindegm®ls p

Hea: capacia ke K €,

Thermal conductninMimK)l k

Felaciny fieldims): u

Normal vector of the boundary: n

Heat sowcedlT), 2

Irradiationfor incoming radiative heat flix): G (W)
Ambient irradiation: G,z (F)

Radissity(or total outgeing radiative heat flux): G (Wl
Ambient temperature: T,

Surface emissivity: €

The transparent media refractive index: n

Mutual irradiation: G,

Irpadiation from external radiation seuree: G,
Ambient view fuctor: F,p (0< F . = 1)

As the temperature of the non-ferrous metal billet increases under the heating

process, its physical properties, such as resistivity, thermal capacity, and thermal
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conductivity, change. Outside of the billet, thermal exchange occurs on the
boundary of the billet, where the heat is transferred to the air through thermal
convection.

The convective heat flux condition as shown in the equation (2.20) is
adapted to cases in which an isothermal domain is considered solid and is
adjacent to a fluid. Convection occurs at the interface with a specified heat
transfer coefficient.

Surface-to-ambient radiation as shown in the equation (2.21) to (2.25)
assumes the following: (1) the ambient surroundings in view of the surface
have a constant temperature and (2) the ambient surroundings behave as a
blackbody. This is interpreted to mean that the emissivity and absorptivity are
equal to 1, and the reflectivity is O.

2.4 Structural mechanics relations

The Solid mechanics (solid) interface is intended for general structural
analysis of 3D, 2D, or axisymmetric bodies. In 2D, plane stress or plane strain
assumptions can be used. The solid mechanics interface is based on solving
Navier’s equations, and results such as displacements, stresses, and strains are
computed [75-76].

The linear elastic material is the default material, which adds a linear elastic
equation for the displacements and the elastic material properties can be
defined.
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Time=10s Surface: von Mises stress (MPa)
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Fig. 2.8 2-dimensional multi-physics FEM model (electromagnetic, structural mechanics and heat

transfer) for the DC induction heating; time-dependent solution

As shown in Fig. 2.8, the Von mises stress of the SIH with structure to
support the HTS magnet and iron cores was expressed with color distribution
according to time through the multi-physics FEM model by calculating the
electromagnetic and solid structural equations for DC induction heating of the
metal billet.

The solid mechanics relations are calculated using the governing equation
(2.26) to (2.29). The body Iloads in the multi-physic model of the
electromagnetics and solid mechanics are calculated to the Lorentz forces from
the electromagnetic equation as shown in the equation (2.30) to (2.31). For a
steady-state problem, the velocity field does not change with time like the
equation (2.32) and the first term disappears. The equation includes the
following material properties: density, heat capacity, Poisson's ratio and Youngs

modulus. It also includes the velocity field, u and a volume force Fv.
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= Jelocity field(m/s) u
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= Yong’s modulus: I

= Poisson’s ratio: v

= Volume force: Fv

= Von Mises Stress: o

= Strain: €

= Thermal strain: &,

= Coefficient of thermal expansion: &
= Strain reference termperature: T,

(2.26)

(2.27)

(2.28)

(2.29)

(2.30)

(2.31)

(2.32)

The numerical analysis for the SIH design was performed with the

multi-physics FEM models development, When the metal billet rotates with a
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mechanical torque, the supporting system for the SIH gets the volume force
and the stress and strain of the supporting structure are analysed at the same
time. The von Mises stress for the supporter of the HTS magnets was

calculated through the FEM model as shown in Fig. 2.9.

Surface: von Mises stréks (MPa)

Fig. 2.9 Von Mises stress was calculated through the solid mechanics analysis

2.5 Multi-physics considerations of three theoretical
relations

The multi-physics consideration for the SIH numerical analysis should be
performed. The three theoretical relations such as an electro-magnetics, a heat
transfer and solid mechanics physics models are calculated at the same time.

The temperature change generates the stress by thermal expansion, Also, the
material properties like a heat capacity and thermal conductivity and density
were changed, too. The SIH was operated under the cryogenic conditions and
the the all physics parameters are not normal state.

As shown in the equation (2.33), the Joule's heat of the electro-magnetics
model is acted as the source of the heat transfer model. The default coefficient
of thermal expansion uses values from material. A value or expression for the

strain reference temperature is entered, which is the reference temperature that
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defines the change in temperature together with the actual temperature of the
heat transfer physic model as shown in the equation (2.34) to (2.36).

In this section, the physics involved in the multi-physics coupling were
defined as shown in Fig. 2.10. The electro-magnetics, heat transfer and solid

mechanics include all applicable physics interfaces.

aT
pCp e+ pCou-VT = V- (kVT) + Q. (2.33)
€cn = (T — Trer) (2.34)
Jon = (1 +a(T — Tref))?, (2.35)
1/3
Fe=F (2.36)
th

(c)
Fig. 2.10 There are three FEM models for the SIH; (a) The electro-magnetics, (b) heat

transfer and; (c) solid mechanics
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CHAPTER 3

DESIGN OF A 300 KW-CLASS SIH WITH HTS
MAGNETS

3.1 Design of the SIH with HTS magnets with iron cores
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Fig. 3.1 The magnetic flux densities at the target position of the developed electromagnetic FEM

model for a SIH according the excitation current

Here, the SIH with HTS magnet with iron cores was designed. In order to
get the 300 kW-class heating power, the magnetic flux density at the center of
the billet should be decided. The target billet is aluminum billet and its
diameter is 9 inch. Its length is 700 mm and its weight is 83 kg. The

magnetic field at the center of the aluminum billet is 0.95 T and the rotating
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speed is 300 rpm. At that time, the heating power is estimated to 300 kW and
heating time is expected to 180 seconds as shown in Fig. 3.1.

As shown in Fig. 3.2, the magnetic flux densities at the target position of
the aluminum billet were simulated according to the excitation current using the
developed electromagnetic FEM model for the SIH. The 1.1 T the magnetic
flux density at the center of the billet was deduced through the FEM
simulation. The target excitation current will be 440 A.
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Fig. 3.2 The magnetic flux densities at the target position of the developed electromagnetic FEM

model for a SIH according the excitation current

And then, the electromagnetic FEM model for the SIH was composed of
two iron cores by considering the magnetization characteristic. In the real SIH,
the iron cores are installed on the supporting base with the ferromagnetic
materials. The FEM model was developed by considering the base with the
ferromagnetic material as shown in Fig. 3.3. The simulation results were
presented in Fig. 3.4. The magnetic flux density at the center of the billet

increased to 1.33 T because of minimizing the magnetic field leakage.
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Fig. 3.3 The magnetic flux density streamlines of the entire SIH considering the ferrous supporting

and rotating units
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Fig. 3.4 The magnetic flux density at the metal billet position of a SIH considering the
ferrous supporting materials

The spindle unit is designed with the ferrous material, in general. The

spindle unit which consists of two parts, spindle body and gripping jig, will be

installed between two HTS magnets and the magnetic field affects the gripping
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jig. As shown in Fig. 3.5, the magnetic field at the target position will be
changed and decreased, if the gripping jig was made of the ferromagnetic
material. The magnetic field at the edge of the billet decreased to 0.1 T as
shown in Table 3.1. It means the gripping jig of the spindle unit will be made
of non-ferrous magnetic material like a stainless steel. All rotational metal are
heated up under the magnetic field. The gripping jig will be heated and it
should be minimized.

The target magnetic flux density at the center of the billet were increased
about 21 %. The supporting base and the body of the spindle unit will be
fabricated of the ferromagnetic materials and the gripping jig is fabricated with

a stainless steel.

Iop(1)=440 Volume: Magnetic flux density norm (T) Arrow Surface: Magnetic flux density Arrow Surface: Current density
A 422

¥ 7.72x107

Fig. 3.5 The magnetic flux density distributions of the entire SIH considering the ferrous
supporting and gripping units

Table 3.1 Analysis table of the magnetic flux densities of a SIH without or with the ferrous
supporting metals and gripping unit

No. Item Bedge Beenter
The electromagnetic FEM simulation results for the SIH

1 _ with HTS magnets and two iron cores _ 0.83 (T) 1.1 (T)

2 With only supportlngn?;}[sée;i arlnade of ferromagnetic 0.99 (T) 1.33 (T)

3 With the supporting base and a rotating body of spindle

unit made of ferromagnetic materials 0.98 (T) 131 (1)

4 With the supporting base, the spindle body and gripping 0.1 (T)

jig all made of ferromagnetic materials 12y
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3.2 Design of the spindle unit

The spindle unit is designed by considering a high torque and low-speed
rotation, in particular, focused on gripping method and jig shape for the metal
billet. The gap between the HTS magnets is narrow and not enough space to
install a gripping device. The closer two HTS magnets, the higher magnetic

field we can get at the target position of the metal billet.
= Considering the safety factor,
=2 Fy = Safety factor = F,

Load by the
rotating torque: F;

l 63.8 kN

~ Fy=F, = uF,

Static friction
coefficient: pi,

Load by the
hydraulic system
pressure: Fy

Lennnnnnnnnnn
Kinetic friction
coefficient: u;

Static friction coefficient
ps:0.1,0.2,0.4, .1, -+

Fy

Fig. 3.6 An practical example for the friction force calculation of a SIH to grip the metal billet

The load by the hydraulic system pressure to grip the metal billet is
calculated by the friction force calculation equation (3.1) and (3.2) as described
in Fig. 3.6. The load by the rotating torque is calculated by the mechanical
power equation. The friction force Fs should be always as high as the load F
by the rotating torque. The load by the hydraulic system pressure Fyn should be

selected properly by considering a safe factor.
Fn = Safe factor x F, (3.1)
Fs = Fy = usFn (32)

- Static friction coefficient: z
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Fig. 3.7 An FEM simulation model for the friction force calculation of a SIH to grip the metal
billet

A simple FEM model was developed to simulate the friction force to grip
the metal billet. As shown in Fig. 3.7, If the F is higher than Fs, the model
occurs the displacement. It means that the spindle unit doesn't grip the metal
billet. So, The load Fn by the hydraulic system pressure is increased to get
higher friction force between a gripper jig and the metal billet. The simulation
results of the friction force calculation model for the spindle unit were

presented in Fig. 3.8.
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Fig. 3.8 The friction force curves of the FEM simulation results of a SIH gripper according to the
external force increment

3.3 Specifications of a 300 kW-class SIH with HTS
magnets

The 300 kW SIH was configured with three systems, a magnetic field
generation system, rotating system, and loading and unloading system. A
magnetic field generation system includes the HTS magnets, operating
equipment, excitation and measurement devices. The rotating system has an
induction motor, spindle unit to grip a metal billet and electrical devices for
rotation. The loading and unloading system is important issue for total
productivity improvement in coincidence with the process flow of customer's
manufacturing line. Also, the detailed specifications of the SIH were described

in this section.

HTS magnets and their
/ conduction coolin
system

Gripping system

Phase 380V, 12 poles, 300
kW induction motor

(Weight : 6 tons, Torque: 484
kg-m, Rated speed: 592 rpm,
current 682 A)

Aluminum billet
.~ (Length: 700mm, Diameter: 240mm)
Loading/unloading

Supporting system for machine of Aluminum
Heavy weight parts billet

Fig. 3.9 3-dimensional design of a 300 kW-class superconduction induction heater
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The three dimensional design of the SIH was shown in Fig. 3.9. The two
HTS magnets and their conduction cooling system were designed to generate 1
T at the center between two HTS magnets with iron core. To achieve the
heating power of a 300 kW-class for the aluminum billet, the 300 kW
induction motor was selected for the order and has 12 poles to rotate the rated
speed of 592 rpm. The rated rotating speed was decided to get uniform
temperature deviation between the center and surface of the aluminum billet.
And then, the spindle unit was designed to grip the aluminum billet without
any slip. The spindle unit should keep the gripping force to endure a high
torque of 500 kg'm of the aluminum billet. The hydraulic unit was installed to
press the aluminum billet. To support all the devices including HTS magnets,
the induction motor, and spindle units, the base was designed. Also, the base
is a role of the magnetic path between two magnets to minimize the leakage
magnetic field. The loading and unloading system were finally designed to load
and unload the aluminum billet automatically. And then, the internal structure

was indicated in Fig. 3.10.

Fig. 3.10 3-dimensional internal structure design of a 300 kW-class SIH
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As shown in Table 3.2, the SIH was designed for the 300 kW heating

power capacities for Aluminum billet. This heater is possible to heat various

metal billet including a stainless steel, copper and brass billet. The heater has

90 % of the energy efficiency. It means the total energy loss including the

power to the magnet cooling, motor loss, hydraulic pump power and other
electric power has 10 % in the case of the 300 kW SIH.

Table 3.2 Specifications of the 300 kW SIH

Parameter

Value

Heating Capacity

300 kW-class

System efficiency

~ 90%

Excitation current for the magnet

<650 A @ 10 K (measured value)

Superconducting magnet type

HTS magnet, metal insulation, racetrack, a double

pancake, stainless

co-wound

iron cored type,

steel

tape

Heating billet type

Aluminum billet, copper and stainless steel billets

Billet size

Max. Dia. 240mm x Max. length 700 mm

Maximum magnetic field at the 13 T
center of the billet ’
Inductance of the magnets 1.6 H

Induction motor type

3 Phase 380V, 12 poles

Rotational speed

592 rpm

Total SIH size

Length 7.4m X Height 2.9m X Width 4.7m

Total SIH weight

45 tons

The excitation current to the magnets was tested to 650 A at 10 K. The

minimum time to excite the magnets is 44 minutes up to 440 A with 0.1 A/s

ramping rate. The excitation current of the 440 A generates 1 T of the

magnetic flux density and it is a setting value to heat the aluminum billet to

achieve a 300 kW heating power. To heat a stainless steel billet with a 300

kW heating power, the excitation current is set to 520 A. The maximum
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inductance is measured to 1.6 H at the excitation current of 50 A. Two iron
cores are installed with the HTS magnets and has magnetization characteristics.
It makes a non-linear charging characteristics of the magnetic field .

The SIH has a controllable rotating speed range from 300 rpm to 600 rpm.
It uses a induction motor made by HYOSUNG, Korea. The total machine size
is as follow; length 7.4 m, height 2.9 m, and width 4.7 m. The maximum
heating temperature is dependent on the metal billet

A 300 kW SIH is available to heat maximum temperature of 1,100 Celsius
degree of the metal billet, but the heating time is dependent on the metal
types. They have different material characteristics such as heat capacity, density,
and relative resistivity. In the case of aluminium billet, it takes 180 seconds to
heat 540 Celsius degree, whereas it takes 360 seconds for a stainless steel

billet to heat up to 850 Celsius degree.

3.4 Simulation analysis of the SIH according to various
metal billets

To heat a metal billet in the experiment, the heating simulation should be
performed in advance to confirm the characteristics of temperature distribution,

heating power and time..

3.4.1 Heating simulation results for a copper billet

The copper billet size is the outer diameter of 178 mm and the length of 700
mm and the mass, electric conductivity, heat capacity and thermal conductivity
of the billet are dependent to the billet temperature. The surface of the billet
has convective heat loss and the value was set to 100 W/m*-K of the forced
heat flux. The rotating speed of the SIH is 600 rpm and the heating power is
demanded to max. 450 kW. The temperature distribution and temperature
curves at the several positions of the copper billet for 200 s were presented as
shown in Fig. 3.11 (a) and (b). The temperature of the copper billet reached

1,080 Celsius degree. The next process is an extrusion and the final product is
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a copper tube and bus bar etc

¢ Billet Size : OD178 x L700 mm, 171 kg

* Heating Condition : Heating sequence for 300 s (Heating: 200s, Holding: 100s),
forced convection of 100 W/m*K

* Rotating Frequency : 600 rpm (10 Hz)

* Manetic field at the center of the metal billet : 0.81 T

¢ Heating Capacity : Max. 450 kW
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Fig. 3.11 (a) Temperature distributions of copper billet at the heating time of 190.9 seconds; (b)
Temperature characteristic curve according to the heating time; (c) the input heating power curve
for heating process of a copper billet

3.4.2 Heating simulation results for a brass billet

The brass billet size is the outer diameter of 178 mm and the length of 700
mm and the mass, electric conductivity, heat capacity and thermal conductivity
of the billet changes to the billet temperature increment. The surface of the
billet has convective heat loss and the value was set to 100 W/m2-K of the
forced heat flux. The rotating speed of the SIH is 600 rpm and the heating
power is demanded to max. 330 kW. The temperature distribution and
temperature curves at the several positions of the copper billet for 160 s were
presented as shown in Fig. 3.12 (a) and (b). The temperature of the brass
billet reached to average 820 Celsius degree. The next process is an extrusion

and the final product is a brass tube and so on.



Chapter 3. Design of a 300 kW-class SIH with HTS magnets 48

e Billet Size : OD178 x L700 mm, 148 kg

* Heating Condition : Heating sequence for 260 s (Heating: 160s, Holding: 100s),
forced convection of 100 W/m>K

* Rotating Frequency : 600 rpm (10 Hz)

* Magnetic field at the center of the metal billet: 0.72 T

* Heating Capacity : Max. 330 kW
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Fig. 3.12 (a) Temperature distributions of brass billet at the heating time of 160.2 seconds; (b)
Temperature characteristic curve according to the heating time; (c) the input heating power curve
for heating process of a brass billet

3.4.3 Heating simulation results for an aluminum billet

The aluminum billet size is the outer diameter of 178 mm, and the length of
700 mm and the mass, electric conductivity, heat capacity and thermal
conductivity of the billet changes to the billet temperature increment. The
surface of the billet has convective heat loss and the value was set to 100
W/m*K of the forced heat flux. The rotating speed of the SIH is 600 rpm
and the heating power is demanded to average 300 kW. The temperature
distribution and temperature curves at the several positions of the aluminum
billet for 200 s were presented as shown in Fig. 3.13 (a) and (b). The

temperature of the aluminum billet reached to average 480 Celsius degree for
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the holding time of 20 s. The next process is an extrusion and the final

product is a aluminum profiles or pipe and so on

* Billet Size : OD178 x L700 mm, 48 kg

* Heating Condition : Heating sequence for 200 s (Heating: 90s, Holding: 110s),
forced convection of 100 W/m*K

* Rotating Frequency : 600 rpm (10 Hz)

* Magnetic flux density at the center of the metal billet : 0.72 T

* Heating Capacity : Average 300 kW
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Fig. 3.13 (a) Temperature distributions of aluminum billet at the heating time of 111.1 seconds; (b)
Temperature characteristic curve according to the heating time; (c) the input heating power curve
for heating process of a aluminum billet

3.4.4 Heating simulation results for a STS billet

The STS billet size is the outer diameter of 178 mm, the inner diameter of
60 mm and the length of 700 mm and the mass, electric conductivity, heat
capacity and thermal conductivity of the billet changes to the billet temperature
increment. The surface of the billet has convective heat loss and the value was
set to 100 W/m>K of the forced heat flux. The rotating speed of the SIH is
1,200 rpm and the heating power is demanded to max. 1,100 kW. The

temperature distribution and temperature curves at the several positions of the
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STS billet for 200 s were presented as shown in Fig. 3.14 (a) and (b). The
temperature of the STS billet reached to average 961.5 Celsius degree for the
holding time of 100 s. The next process is an extrusion and the final product

is a stainless seamless tube or pipe and so on.

¢ Billet Size : OD178 x L700 mm, ID60mm Hole, 134 kg

* Heating Condition : Heating sequence for 200 s (Heatmg 100s, Holding: 100s),
forced convection of 100 W/m*K

* Rotating Frequency : 1,200 rpm (20 Hz)

e Magnetic flux density at the center of the metal billet: 1.31 T

* Heating Capacity : Max. 1,100 kW
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Fig. 3.14 (a) Temperature distributions of stainless steel billet at the heating time of 101 seconds;
(b) Temperature characteristic curve according to the heating time; (c) the input heating power
curve for heating process of a STS billet
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CHAPTER 4

MANUFACTURE OF THE SIH

This SIH consists of three systems mainly. First, the HTS magnets with iron
cores and their conduction cooling system generate the uniform and strong
magnetic flux density. It includes additional devices such as DC power supplier
for the excitation, cryo-coolers with compressors and chiller with water
circulation for them. The magnetic flux density to get a 300 kW heating power
is 1 T and it is possible to generate 1.3 T. Second, the spindle unit makes a
heat for various metal billets. It includes the 300 kW induction motor with a
450 kW class inverter, gripping devices to rotate the metal billets and a
hydraulic supply unit. Third, the loading and unloading system including the
supporting base supplies the metal billet and drawing the heated metal billet to

the next process.

4.1 Manufacture process

In this section, the manufacturing process of the SIH is introduced in detail.
The supporting base, which is made of the ferromagnetic material, was installed
as shown in Fig. 4.1, firstly. Two spindle units with hydraulic system of the
SIH was installed and adjusted by checking the concentric arrangement of them
as shown in Fig. 4.2. This unit is rotating system to heat metal billet as heat
energy source. Two hydraulic spindle units hold the metal billet and keep it
rotate possible with holding pads. Holding pads retain appropriated friction with
the force as strong as the rotating torque during the rotation. In addition, it
measures the length of the metal billet prior to the heating process and check
whether the product is well gripped. The induction motor rotates the metal

billet mechanically and the induced current is generated inside the billet,
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electrically. The heating energy is transferred to the metal billet. The 300
kW-class induction motor was fixed on the base and connected to one of the
spindle unit with a coupling. The HTS magnets connected in parallel was set
up to the base by fixing the supporters as shown in Fig. 4.3.

As a core unit of the SIH, it generates the uniform magnetic field through
the metal billet. The HTS magnets with iron cores are located in parallel as
shown in Fig. 4.4. The operation of the magnets is very reliable, because they
adapted the metal insulation method and the cooling temperature of the magnet

was kept stable during the excitation process.

Fig. 4.2 The installation of the rotational motor and the spindle unit with hydraulic system of a
SIH
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Fig. 4.4 The installation of two iron cores for the HTS magnets

The next component is loading and unloading system. The loading and
unloading system functions to locate the metal billet at the specific position for
rotation after loading, and then the billet is unloaded through a conveyor unit
after heating was completed as shown in Fig. 4.5. These loading and unloading

units are changeable to customer requirement conditions
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Fig. 4.5 The installation of loading and unloading units of a SIH

HTS magnets and their 3 Phase 380V, 12 poles, 300 kW induction motor
conduction cooling (Weight : 6 tons, Torque: 484 kg-m, Rated speed: 592
Gripping system system rem, current 682 A)

pe==-_==ug/inEN Bf=

R

Aluminum billet Loading/unloading Supporting system for
(Length: 700mm, machine of Aluminum Heavy weight parts
Diameter: 240mm) billet

Fig. 4.6 The entire machine view of a SIH

As shown in Fig. 4.6, the entire machine was assembled all. The HTS
magnets, spindle unit, induction motor and supporting base including loading
and unloading machine for the metal billet were composed. The monitoring
system was installed with four recordable cameras, four non-recordable cameras

and the measurement system.
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4.2 Composition and explanations of the SIH

The SIH is composed with the several devices as described in the previous
section. The machine configuration as shown in Fig. 4.7 introduces the system
composition. The monitoring and operation system of the SIH control the SIH
with HTS magnets and rotating motor including loading and unloading system.

In this section, the all components are described in detail. These are
components list of the SIH; HTS Magnets with iron cores including a
cryogenic conduction cooling system, the spindle units with hydraulic pump

system and induction motor.

Monitoring & Operating System of SIH 3-phases Power Grid

——> Power line

4—>» Magnetic, mechanical and thermal
interconnections

Billet unloading device

Cryo-cooler with the 2 stages

2 5
20 2G HTS [Magnets 2
S - = ot
» 2 E g o
2= . . =1 8 =
Za Aluminum billet w © =T .
58 ——IN 2 = O] & =
2w _| (max. D240 X max. 1700, 85.5 kg) = = S a
w = o=+
P % (max. 1T, Double pagcake, racetrack, metal g [=] S (84
£ [y insulation and fron cored type) S

a -

<

(Below 10 K)
Billet loading device Compressor [<—

Fig. 4.7 The machine configuration of the SIH

4.2.1 The HTS magnets with iron cores

The first component is the HTS magnets with iron cores to generate the
magnetic field. As a core unit of SIH, the HTS magnets, a pair two magnet
with opposite polarity, is located in parallel at the both side of metal to be
heated, of which the location is adjusted. They adapted the metal insulation
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method and the cooling temperature of the magnet was kept stable under 10 K
during the excitation process. The iron cores are located in the center of the
HTS magnet to concentrate the magnetic field and fixed on the ferromagnetic
base, solidly. The HTS magnets was operated under the conduction cooling

system, which is made of a vacuum chamber and a cryo-cooler including
several feed-throughs.

LUl

\

Fig. 4.8 The HTS magnets with iron cores

4.2.2 The spindle unit with a hydraulic pump system

Two spindle units with a hydraulic pump system are provided to hold and
rotate the metal billet desired to heat as shown in Fig. 4.9 (a) and (b). The
spindle units take care of holding and rotating the product, and prevent the slip
of the metal billet with holding pads while retaining appropriated friction
between the metal billet and holding pads during the heating process. In
addition, the spindle units can measure and check the length of the metal billet
whether the metal billet has a proper length to heat or not.

Two spindle units individually are operated with the proper pressure for
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holding of product. The larger diameter of billet, the bigger force is required
to hold the billet. When the diameter of billet is relatively small, the less force
is required. The maximum pressure of the hydraulic pump units were designed

to meet various products.

(a) (b)
Fig. 49 (a) The spindle unit with a gripper operated by (b) the hydraulic pump system

Fig. 4.10 The induction motor for rotating the metal billet using spindle unit

4.2.3 The induction motor for rotating the metal billet
The induction motor is a core equipment for heating the metal billet located

under the uniform magnetic field. The electric power capacity of the induction
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motor is directly converted to the heating power capacity of the metal billet.
To shorten the heating time, the power capacity of the induction motor should
be increased. The low speed and high torque condition makes the billet
minimize the temperature deviation between the center and surface of the billet.
The numbers of motor poles are related with the rotation speed. The induction
motor for the 300 kW SIH was selected to 12 poles to achieve the rated
speed of 592 rpm.
4.2.4 The loading and unloading unit for the metal billet

The loading and unloading system functions to locate the metal billet at the
specific position for rotation after loading, and then the billet is unloaded

through a conveyor unit after heating was completed as shown in Fig. 4.11.

Fig. 411 (a) A view of the automatical loading and unloading unit for the metal billet; (b) a

loading position of the metal billet with a conveyor system; (c) an unloading position of the

metal billets
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4.2.5 The main electric power supply system and operational panel

The main electric power supply system was composed for operation of the
SIH as shown in Fig. 4.12. All the electric power sources including the
inverter to control the induction motor are connected to the main system to
measure the efficiency of the SIH. The power for the HTS magnets operation
was supplied from the main power supply system. The watt-hour meter was set
to the receiving point of the electric power supply line and measured in the
real time. The operational panel is possible to control the SIH including
loading and wunloading process, gripping process, rotating process and

emergency process and so on.

(b)
Fig. 412 (a) Electric box; (b) 450 kW-class inverter module; (c) Control panel for operation of
the SIH
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4.2.6 The measuring and monitoring system of the SIH
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Fig. 4.13 (a) Measuring system for the HTS magnets; (b) Monitoring system for the HTS

magnets; (c) Real-time monitoring and control system of the SIH

The measurng and monitoring system of the SIH is composed of two parts,
such as the excitation system of the HTS magnets and the monitoring and
control system of the SIH. The excitation system configuration consists of DC
power supply, DC current controller, temperature monitors, signal measuring
instruments and the monitoring system as shown in Fig. 4.13(a) and (b). The
monitoring and control system of the SIH consists of the PLC, the main server
computer and a Tablet PC for the remote control as shown in Fig. 4.13(c).
4.2.7 Video monitoring and recording system

The SIH is provided with the video monitoring and recording system to
check and confirm the operation status on a real time basis. The operation
movies are stored and checked in the real-time with remote control. The SIH
are continuously operated with the real-time camera installed by each process

as shown in Figs. 4.14 and 4.15.
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Fig. 4.15 Operation monitoring units by each process, loading, heating and unloading processes

4.3 Heating operational process of the SIH

The SIH is operated with the heating operation process as shown in Fig.
4.16. First, the metal billet is loaded through the conveyor system. And then,
the up-down cylinder unit locates the metal billet to the specific position under
the uniform magnetic field. Third, the spindle unit grips the metal billet with
hydraulic press process and the induction motor rotates the spindle unit with
the metal billet. The rotating process takes 86% of total heating process cycle
time as shown in Fig. 4.17. This is the main heating process. After the heating

process, the heated metal billet was unloaded.
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Fig. 4.16 The operation process of a SIH

8% : 86% ; 6%

Process Location : Pressuri | ] | Depress | Emission

Setting | -zation 1 -urization o
] ' | '

Process Cycle time (sec)
Fig. 4.17 The heating sequence of a SIH

The rotating process, which is called the heating process, is described in Fig.
4.18. The rotational speed increases at the starting section. In the main heating
section, the metal billet keeps the rated speed and the induction motor
maximizes the heating power. At that time, the temperature of the metal billet
almost reached the target temperature and the rotating speed decreases to
minimize the temperature deviation between the center and surface of the billet.
If the temperature reached the target temperature, the induction motor is

stopped and the heating process is terminated.
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CHAPTER 5

PERFORMANCE ANALYSIS AND EVALUATION

OF the SIH

(a)

(b)
Fig. 5.1 Design of the HTS magnets with iron cores; (a) 3D view of the HTS magnets; (b) A

plane view of the HTS magnets

5.1 Basic performance of the HTS magnets

To design the cryostat of the HTS magnets for the 300-kW-class SIH, the
cryogen-free conduction cooling method was applied using the 2nd stage
Gifford-McMahon (GM) cryo-cooler as shown in Fig. 5.1. This cryo-cooler was
used because of its small size, simple operation, and high reliability. The HTS

magnets consisted of two double pancake coils (DPC) with an iron core and
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metal insulation [77-80]. Table 5.1 shows the basic design specifications of the
HTS magnets. A 12 mm-wide HTS tape was used, and the magnet was wound
with 300 this the 2nd

performance test results for the conduction cooled-type cryostat for the HTS

turns. In section, we presented stage cryostat

magnets.

Table 5.1 Basic design specifications of the HTS magnets

Parameter Value

HTS tape maker SuNam, Korea

HTS tape (Width x Thickness) Wi12.1 (#0.1) mm x T100 (£15) um

SUS tape (Width x Thickness) W12 mm x T100 um

Minimum critical current (@77 K) =600 A (copper laminated)

Substrate material Stainless steel

HTS magnet type MI, racetrack, double pancake, iron-cored type

Size (Radius x Length) R220 mm x L625 mm

Number of turns 300

Total length of the HTS tape 3,407 m

Estimated  critical current at 30 K (I) [520 A

Operating  current (Lop) 440 A (Iop/Ic=0.85)

Fig. 5.2 The real fabrication of the HTS magnets with the conduction cooling method using the

second stage cyro-coolers
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5.1.1 Conduction cooling test and results

The HTS magnets with the conduction cooling method using the second
stage cyro-coolers were fabricated as shown in Fig. 5.2 [81-85]. To perform
the cooling test with no load condition, the system utilities including the
compressors, chiller and cooling pipes were installed. The measurement devices
including temperature monitor and data acquisition unit were set beside
cryostat. And then, the cooling was proceeded with no load condition. The
results were shown in Fig. 5.3. The total cooling time took 2 days and 14
hours. The temperature at the Ist stage of cryo-cooler was saturated at 42.3 K.

Temperatures of the 2nd stage was cooled down and saturated at 5.2 K.

714 | EPL N LA SN, O G OSSO O 0 O, . - S
—0— Ist stage of the HTS magnet A
—=— Ist stage of the HTS magnet B
250 =o= 2nd stage of the HTS magnet A
— - —=— 2nd stage of the HTS magnet B
¥ 200 |- —— Bridge between the magnet A and B
= 2 g
v —r— The HTS magnet A
2 150 & —*— The HTS magnet B
= .
= L
E‘ 100 Cryostat
& 1A B
50 - 42.3K 48.1K
L 14K
0 ] 1 I | | I | | I Y5 il 59K 5.2K

0 6 12 18 24 30 36 42 48 54 60\66 Ha AR 40K

Time (hour) Cooling completion after 62 h

Fig. 5.3 Temperature curves of the superconducting magnets on the cooling down process

The warm-up was proceeded without any heater power. The results were

shown in Fig. 5.4. The totally warm-up time took almost 14 days.
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Fig. 5.4 Temperature curves of the superconducting magnets on the warm-up process

5.1.2 Cooling performance results during long-term operation

The cooling power for the cryogenic conduction cooling system was
measured to almost 15 kW and the chiller power to water circulation system
for two compressors was measured to about 10 kW as shown in Fig. 5.5. The
chiller was operated periodically. The temperatures of the 1st stage and the 2nd
stage were monitored for 74 hours as shown in Fig. 5.6. The temperature at
the 1st stage of the conduction cooling system was changed periodically by the
room temperature of the day and night in the winter. The temperature variation
between the max. temperature and the min. temperature was analyzed to about
1 K. Also, The 2nd stage temperature was changed to the surrounding
temperature of the cryostat, too. But the temperature variation is below 0.1 K.
The radiation heat invasion affects little the 2nd stage temperature. As shown
in Fig. 5.7, the temperatures of the 1st stage and the 2nd stage of the

cryogenic cooling system were measured for 11 days.
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Fig. 5.5 A dissipation power curve for cooling the superconducting magnets
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Fig. 5.7 The temperatures of the Ist stage and the magnet A of the cryogenic cooling system for
long-term operation

5.1.3 Excitation test and results

First, the HTS magnet excitation test was performed without iron cores. One
of two HTS magnets, HTS magnet A, was estimated to have an inductance of
528 mH without an iron core. An characteristic resistance of the non-insulated
HTS magnets is a parallel resistance to the magnet, and is calculated by the
rate of the inductance divided by the time constant. The characteristic resistance
was calculated to 23.6 m(2. Therefore the time constant to the charge magnetic
field was calculated to 22.4 s. As shown in Fig. 5.8, the maximum magnetic
field at the center of the HTS magnet A is 1.02 T at 540 A of the input
current. And the maximum magnetic flux density at the center between two

HTS magnets is 0.69 T at the same current.
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Fig. 5.7 Magnetic field and excitation current curves of the superconducting magnets without iron
cores

Second, the excitation test was performed with iron cores installed on the
SIH. When the current was supplied into the magnets with a 0.3 A/s ramping
rate up to 440A, the magnetic field increased as the magnetization
characteristics of the iron yokes. The magnetic flux density at the center
between two HTS magnets was measured as 0.75 T at the input current of
140 A. And the maximum magnetic flux density was measured as 1.3 T. All
the magnet temperatures are stable during the operation. The terminal voltages
increased with inductive voltage and the magnetic field at the center between
the two HTS magnets like Fig. 5.9 was saturated every ramps as shown in
Fig. 5.10.
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two HTS magnets

Fig. 5.9 The HTS magnets with iron cores and the metal billet located at the target position
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Fig. 5.10 Magnetic field and terminal voltage curves of the superconducting magnets with iron
cores
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The terminal voltages of two HTS magnet with iron cores was measured
according the time as shown in Fig. 5.11. The excitation current ramps up
with 0.1 A/s up to 200 A. The inductive terminal voltage of the two magnets
were presented, too. The magnetic flux density at the center of two HTS

magnets was measured and presented in Fig. 5.12.

200 e — —— 20[1 7 JID 02 datlall for STS(stainless steel) bill:llhea'ring 300
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Fig. 5.11 Terminal voltage and excitation current curves of two HTS magnets with iron cores
according to operation time
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Fig. 5.12 Magnetic flux density at the center of two magnets with the excitation current according
to operation time
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The terminal voltages of two HTS magnets with iron cores was measured

according the time as shown in Fig. 5.13, when the excitation current ramped

up with 0.1 A/s until 160 A. At the time, the temperature of the magnet A

was indicated, too. As shown in Fig. 5.14, the magnet temperatures, the

temperature of the Ist and 2nd stages and the current lead temperatures were

presented. The temperatures are all stable after the ramping was finished.
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5.1.4 Over-current test and results

To secure the operational reliability of the high-Tc superconducting magnets
in the metal industries, the excitation test was performed by inputting current
to the magnet, even though the quench occurs as shown in Fig. 5.15. The

HTS magnets were excited with the current ramping rate of 0.05 A/s.

== Input current
— Magnetic flux density at the center between two magnets
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Fig. 5.15 The excitation current and magnetic flux density curves of the HTS magnet A

During the excitation test, the magnetic flux density at the center between
two magnets was measured. The temperature of the HTS magnet A was
monitored. When the quench occurred, the magnet A’s temperature increased
sharply up to 42 K owing to discharging the magnetic energy of the magnets,
but the 1st stage temperature decreased as shown in Fig. 5.16, because the

excitation current decreased to 20 A, suddenly.
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Fig. 5.16 Temperature curves of the magnets under the conduction cooling system before and after
the quench

Terminal voltages of the HTS magnets were measured in real time while the
input current of 300 A was excited. When the excitation current is to 50 A,
the total inductance has the highest value of 1.6 H because of the
magnetization characteristics of iron cores. The maximum magnetic flux density
at the center between two HTS magnets was recorded to 1.31 T at the current
of 680 A. When the excitation current passed through 600 A, the terminal
voltage of the HTS magnet A is unstable and then, the quench was occurred
at 680 A of the current. The magnetic energy was discharged in full flood as
shown in Fig. 5.17. At that time, the magnet cover temperature increased to 42
K, but, the HTS wire temperature increased to more higher temperature. The
insulation material is a stainless steel tape. The temperature change is slow
because of the low thermal conductivity. The two HTS magnet was not
damaged and returned to normal state after the recovery of the cooling
temperature, because the magnet was fabricated with metal insulated winding

method.
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Magnetic field at the center between two HTS magnets with iron cores
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Fig. 5.17 Terminal voltages curves of two magnets before and after the quench

5.2 Heating test of the performance evaluation 1; the aluminum
billet

Fig. 5.18 The SIH for test of the performance analysis of various metal billets
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The 300 kW SIH as shown in Fig. 5.18, called as a preheating furnace,
heats a round metal billet for forging and extruding products. In this operation
test, the aluminium billet (AL6061) was used. The billet length is 700 mm and
the diameter is 228.6 mm; 9 inch, and the weight is 77.6 kg. To calculate the
machine efficiency, the final temperature of the aluminium billet and the total

input electrical energy from the source should be measured.

Fig. 5.19 A picture of an heated aluminum billet of a SIH operation at specific time

Two thermocouples were installed at the center hole of the aluminium billet
and at the loading jig for measuring the surface temperature of the aluminium
billet, respectively. The aluminium billet was heated up for 180 seconds after
the motor starting as shown in Fig. 5.19. It takes 25 seconds for the induction
motor to reach the rated speed of 592 rpm. After 180 seconds including motor
starting time, the motor was terminated within 20 seconds. The pictures of the
aluminium billet taken by thermo-graphic camera during heating process were

shown in Fig. 5.20.
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Fig. 5.20 Photos taken by a thermo-graphic camera in aluminum heating phase at a specific time

The time when the operator
pulled out the temp. sensor of
the center temp. measurement.
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Fig. 521 A calculated aluminum billet energy curve absorbed from the induction motor of a SIH
in the real-time

The aluminium billet was heated up to 558 Celsius degree of the average
temperature between surface and center temperature. The maximum temperature
at the surface of the billet was measured to 564 Celsius degree after the billet
was completely stopped. The maximum temperature at the center hole of the
billet was measured to be 552 Celsius degree through the real time

measurement, as shown in the Fig. 5.21. Heating energy in the aluminium
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billet was calculated to be 54,240 kJ by considering the average temperature,
heat capacity and weight.

The total input electrical energy including all components such as electrical
devices, measurement units, invertor, cryogenic and hydraulic system etc. was
measured to be 16.8 kWh for heating time. Namely, the total input energy was
estimated to be 60,480 kJ. The total efficiency of the heater was calculated to

89.7 %. This result was very successful.

5.3 Heating test of the performance evaluation 2; STS billet

The heating process of the STS billet was started at 954 s as shown in Fig.
5.22 and the rotating process was terminated at 1,260 s. Total heating time
was calculated to 306 s and the maximum STS billet temperature of the center
hole reached to 410 Celsius degree, and the surface temperature of the billet
was measured to 430 Celsius degree as the highest value. A STS billet has
low thermal conductivity of about 20 W/m and the temperature deviation at the
surface and center of the STS billet is almost 200 Celsius degree when the
heating process was terminated. Eventually, the two temperatures of the billet

had same temperature after about 200 seconds passed
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Fig. 5.22 Heating test results of 7 inch stainless steel billet
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Fig. 5.23. (a) A picture of the STS billet on the specific position to be heated; (b) after finishing
the heating process of the STS billet

5.4 Heating quality analysis and evaluations

(©

Fig. 5.24. A STS billet after finishing the heating process of the SIH

The SIH has a heating characteristic depended on the magnetic field along
the longitudinal direction of the metal billet. Actually, the STS and iron billet
was tested to heat by the SIH as shown in Fig. 5.24. However, the heating
quality along the longitudinal direction of the STS billet was not uniform. To
extrude the STS billet, the temperature uniformity of the longitudinal direction
is very important. The first version SIH has the straight shape in the front of
the iron cores as shown in Fig. 5.25. The magnetic field along the longitudinal
direction of the billet is not uniform. The magnetic field is high at the center
of the billet, but the magnetic field at the edge of the billet is lower than that
at the center of the billet as indicated in Fig. 5.26.
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Fig. 5.25. A magnetic flux density distribution of the FEM simulation results before the front
shape change of iron cores
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Fig. 5.26 Magnetic flux density curves along the longitudinal direction of the metal billet according

to the excitation current increment in the FEM simulation before the front shape change of iron
cores
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The front shape of the iron yokes were reprocessed to get uniform the
magnetic field along the longitudinal direction of the billet. The angle of the
iron yoke was changed through the FEM simulation model as shown in Fig.
5.27. After the shape change of the iron yoke, the magnetic field along the
longitudinal direction of the metal billet was changed as shown in Fig. 5.28.

In the 600 mm of the length of the billet, the magnetic field deviation is
below = 2.5%. The value is 0.025 T. The target magnetic field is 1.0 T.

< After shape change of iron cores

Top{4)=440 Arrow Swiace: Current density Volume: Magnetic flue density norm (T)
Arrow Swrface: Magnetic flwx density

Fig. 527 A magnetic flux density distribution of the FEM simulation results after the front shape
change of iron cores
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Fig. 5.28 Magnetic flux density curves along the longitudinal direction of the metal billet according
to the excitation current increment in the FEM simulation after the front shape change of iron
cores

After the shape change of the iron yokes, the magnetic flux density were
measured by a hall sensor along the longitudinal direction of the metal billet
according to the excitation current increment as shown in Fig. 5.24. As the

excitation current increases, the magnetic field deviation is higher.
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Fig. 5.29 Magnetic flux density measured by a hall sensor along the longitudinal direction of the
metal billet according to the excitation current increment after the shape change of the iron yokes
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After the front shape change of the iron cores, the excitation test of the
HTS magnets was tested again as shown in Fig. 5.30 and 5.31. The magnetic
flux density and temperature characteristics were analyzed. The input current
reached at 450 A and the magnetic flux density at the center of the two iron
cores was measured 1.05 T. The value decreased compared to the magnetic
flux density before the front shape change. As shown in Fig. 5.32, the
temperatures of the 1st and 2nd stage were presented and is stable after the

magnets were excited.

2018.2.14. Excitation test for STS(Stainless steel) billet heating after change of the iron yoke shape
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Fig. 5.30 Magnetic flux density curve at the center between two HTS magnets and input current
curve of two HTS magnets and the 2nd stage temperature curve according to the time after the
front shape change of iron cores
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2018.2.14. Excitation test for STS(Stainless steel) billet heating after change of the iron yoke shap
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Fig. 5.31 Magnetic flux density curve at the center between two HTS magnets and terminal
voltage curves of two HTS magnets according to the time after the front shape change of iron
cores

2018.2.14. Excitation test for STS(Stainless steel) billet heating after change of the iron yoke shape
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Fig. 5.32 Magnetic flux density curve at the center between two HTS magnets and terminal
voltage curves of two HTS magnets and the Ist stage temperature curve according to the time
after the front shape change of iron cores

The SIH was tested to heat the STS billet. The results of two heating tests
were compared each other. In the case of the straight shape in front of the
iron yoke, the temperature at the center of the STS billet was higher than that
at the edge of the STS billet as shown in Fig. 5.33. The other hands, the
temperature at the center of the STS billet was lower than that at the edge of
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the STS billet after the shape change of the iron yokes as shown in Fig. 5.34.
The temperature profile of the billet is dependent to the magnet field profile at
the center of the billet. Through this heating quality improvement test, the

temperature distribution of the metal billet could be controlled by the magnetic

field at the center of the metal billet.

Before shape cﬂange of iron cores

Fig. 5.33 Heating test results of a carbon steel and STS billet before the front shape change of
iron cores

Fig. 5.34 Heating test results of a carbon stee and STS billet after the front shape change of iron )
cores
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CHAPTER 6

CONCLUSIONS AND CONTRIBUTIONS

In the case of the SIH, most energy transfers to the metal billet with high
efficiency. There were many countries to develop the superconducting induction
heater. There are two countries such as Germany and China as shown in Fig.
6.1.

The SIH, the magnetic billet heater, which Bultmann developed with Zenergy
in Germany, was introduced in 2008. The metal billet type is aluminum. The
billet size is the length of 1000 mm and the diameter of 200 mm. The
superconducting magnet was manufactured by a BSCCO wire. The Shanghai
Superconductor developed the SIH in 2017 and they used 2G HTS wire for
the superconducting magnet. The capacity of the SIH is 1 MW-class and the
target metal billet was aluminum.

In Korea, Supercoil Co., Ltd. had developed and commercialized the SIH.
The company got transferred the patent and know how related to the SIH and
HTS magnets from TECHSTEEL Co., Ltd. and Changwon National University.
The heating capacity is 300 kW class and 2G HTS wire was used for the

superconducting magnet. And the target metal billet was aluminum and STS.

Ref. hitp:/fwww.supercoil.cokr

Fig. 6.1 There are three types of the Superconducting induction heaters in the world
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Table 6.1 Comparison charts of the developed Superconducting induction heaters in the world

[40-43]
Item Germany China Korea
Shanghai Supercoil
Subject Bultmann Superconductor Ch p N |
u s angwon Natona
(Zenergy-Bultmann) | (Shanghai Jiao Tong Unviersity, Techsteel)
University)

Year 2008 2017 2017
Heating Power 260 kW, 1MW class 1 MW class 300 kW class
Superconductor BSCCO(1G) REBCO (2G) REBCO (2G)

Efficiency Over 80% Over 95% ~90%
Operating current 125A@25 K 260A@30 K 480A@5.9 K
. Aluminum, Copper . . Stainless steel and
Billet types billets Aluminum billets aluminium billets
D180mm x L700mm
. . D200~450mm x (STS)
Billet D200 L1000
et S o T L800~1500mm | D230mm x L700mm
(AD)
HTS-ng:;h temp. supercon.) ' LTS-Low temp.
Item Ceramic Metalic Copper
supercon.
Coated conductor BSCCO MgB,
Period 1987 1988 2001 1957 -
Material Y.Ba,Cu,0 Bi,5r,Ca,O Mg,B NbTi Nb3Sn Cu
Temperature ~ 77 K (-196°C) ~ 77 K (-196°C) ~ 25 K (-253°C)  ~ 4 K (-269°C) -
Stability GOOD GOOD NOT Bad Bad -
Operating range ~20T ~ ~20T ~ ~5T ~20T ~05T
Lamination Copp;;,_sbrass, Siver Copper Copper -
Manufacturing Coating PIT PIT PIT (extruding)
method grabMTY (extruding) (extruding) (extruding) 9
SuNam (8t=) KAT (3H=)
AMSC (O|=)  Fujikura (¥ &) iﬂ;"};;s (ﬁg) Jastec(E &)
Maker SuperPower (% Sumitomo (¥ &) 'Hit:;h(i‘_ ) WST (53) -
=) Bruker (§d) o1 5 BEAS(f+ &)
5T Hypertee (B%) o570|3) 5 4
|  Cost 60~120$/m 120 $/m  5~10$/m 1~20$/m ~ 1$/m |

Fig. 6.2 There are many kinds of superconducting wires to apply superconducting induction heater

in the world
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The SIH is using superconducting magnets to generate the magnet field.
Actually, there are many kinds of superconducting wires in the world. The low
temperature superconductor (LTS) was developed in 1957 and the materials are
NbTi and NbsSn through a powder in tube (PIT) extruding method. There are
many companies to produce the wire in the world. The HTS wire is made by
a ceramic materials like Yttrium and Barium through the coating method.

A MgB; superconducting wire was developed in 2001 and the manufacturing
cost minimized by the PIT manufacturing method. Nowadays, the various
application machineries are researching and developing by using these
superconducting wires including the SIH.

In this dissertation, the excitation test of the HTS magnet and performance
test of the SIH were performed and the results were analyzed. The components
on the 300 kW SIH were described in detail. The operation characteristics
including terminal voltages, magnetic flux density of the magnets and
temperatures of the cryogenic cooling system were analyzed. The heating
operation for the aluminum billet was tested for 180 seconds to reach the 564
Celsius degree of the billet temperature. The pictures taken by thermo-graphic
camera were proved the heating performance. The machine energy efficiency
was evaluated to be almost 90 % through accumulated electrical energy and
the final average temperatures of the aluminum billet.

The commercial SIH was manufactured by Supercoil Co. Ltd. in the end of
2017. The excitation test of the High-Tc based magnets with iron cores was
performed and the results were analyzed. The detailed specification on the 300
kW SIH were explained. The operational characteristics including terminal
voltages, magnetic flux density of the magnets and temperatures of the
cryogenic cooling system were analyzed and proved before and after the
quench. The heating operational results for the various metal billets were
simulated and the results were presented. The STS billet heating profile was
presented and verified with real time measurement data.

These test process will be helpful for heating characteristics analysis of the

various metals such as stainless steel, copper and titanium alloys for
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commercialization of the SIH system. The metal industries can get the

reference information of the SIH.
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APPENDIX A

The excitation ceremony of the HTS magnets for 300kW HTS DC Induction
Furnace was successfully held at TECHSTEEL on the 9th of August in 2016.
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Fig. A.l. Picture taken in the excitation ceremony on the 9th of August in 2016
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Fig. A.2. Picture taken in a SIH operating ceremony on the 28th of September in 2017
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Fig. A4. Picture taken in a SIH operating ceremony on the 28th of September in 2017
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