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Figure 2.1 The principle of RFTF method
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Table 2.1 Recovery Factor

Equiprrent [Fraction_ |Wood __ |Peper . [Plastic .,_@ Fe,gé& T A& lGes . JOR._
S v |Refuse 1 1 1 1 1 1
s IMoisture 08 0.8 08 0.8 0.8 0.8 0.8
-~ Refuse 1 1 1 1 1 1 1 1
Moisture 0.6 0.6 0.6 0.6 0.6 0.6 0.6 0.6
Refuse 0.8 0.85 0.9 0.25 0.8 0.8 0.2 0.25
.21 Moisture 0.8 0.85 0.9 0.25 0.8 0.8 0.2 0.25
AL Refuse 06 0.69 0.62 0.11 0.41 0.37 0.01 0.02
e Moisture 0.6 0.69 0.62 Q.11 0.41 Q.37 0.01 0.02
AC . {Refuse 0.8 0.98 0.98 0.7 0.1 0.8 0.7 0.2
e Moisture 0.7 0.882 0.882 0.63 0.09 Q.72 0.63 0.18
ALY - Refuse 0.5 0.98 0.98 0.4 0.1 0.5 0.02 0.15
aa Moisture 0.45 0.882 0.882 0.36 0.09 0.45 0.018 0.135
MS o - |Refuse 0.98 0.98 0.98 0.95 0.2 . 1 1 1
e Moisture 0.98 0.98 0.98 0.95 0.2 1 1 1
- Refuse 0.98 0.98 0.98 0.98 02 01 1 0.95
& 5 o Moisture 0.98 0.98 0.98 0.98 0.2 0.1 1 0.95
£E . IRefue 1 1 1 0.9 0.9 0.5 0.7 0.7
| Moisture 1 1 1 0.9 0.9 0.5 0.7 0.7
S : shredder ACC(s) : THH{ & air classifier with cyclone
M : hammermill ACC(u) : I ™ air classifier with cyclone
T : frommel screen MS : magnetic separator

PT ! pre-trommel screen ECS : eddy current separator
HS : hand sorting

22 9% 79 WA FAHY

o] R RDFe Y8 A7 98 AN FAHY AAS Z¥2 33
7] MEo] Yoz Tt MAE Rz AAN B/E AN FHTAL ¥ASNAG.
428AR FAHNLE T2 3P A L3t Mass Yield, H8%F L RDFY 978 AAsA
o FAHA W 2FE K 220 dehiA

Table 2.2 The various processing lines

= NEEEEERE PT-HS-MS-ACC-S-T-M-T
74S-MS | T-HS-MS-S-ACC-T-M-T
S-MS-ACC T-HS-MS-ACC-S-T-M-T
H[S-MS-T-ACC T-HS-MS-S-ACC-T-MS-M-T
3 S-ECS-T-ACC T-HS-MS-ACC-S-T-MS-M-T
S-MS-T-ECS-ACC T-HS-MS-S-ACC-T-MS-M-T-MS
S-MS-T-M—ECS-ACC T-HS-MS-ACC-S-T-MS-M-T-MS
1] PT-HS-MS-S-T-M-T T-HS-MS-S-ACC-T-ECS-M-T
| T-HS-MS-8-T-M-T T-HS-MS-ACC-S-T-ECS-M-T
3] T-HS-MS-S-T-MS-M-T T-HS-ECS-S-ACC-T-ECS-M-T
| T-HS-MS-S-T-MS-M-T-MS T-HS-ECS-ACC-S-T-ECS-M-T
6] T-HS-MS-S-T-ECS-M-T T-HS-MS-S-ACC-T-S-T-M-T
6| T-HS-ECS-S-T-ECS-M-T T-HS-MS-ACC-S-T-S~T-M-T
T-HS-MS-S-T-S-T-M-T T-HS-MS-S-ACC-T-MS-S-T-M-T
- 8| T-HS-MS-S-T-MS-S-T-M-T T-HS-MS-ACC-S-T-MS-S-T-M-T
] 8! T-HS-MS-S-T-ECS-§-T-M-T | T-HS-MS-S-ACC-T-ECS-S-T-M-T
° 9] S-T-MS-M-T | T-HS-MS-ACC-S-T-ECS-S-T-M-T
£ S-T-MS-S-T-M-T ] S-T-MS-ACC-M-T
2[ S-T-MS-S-T-MS-M-T S-T-MS-ACC-S-T-M-T
| S-T-ECS-5~T-MS-M-T S-T-MS—S-ACCT-MSM-T
14| S-T-ECS—S-T-ECS-M-T
4| PT-HS -MS-S-ACC-T-M-T ~T-ECS-S-ACC-T-ECS-M-
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Table 2.3 Composition of Chung-Buk wastes (ton/day)
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Figure 2.2 Relation of the Heating Value, Mass Yield, and operating cost by each processing
lines of Chung-Buk wastes
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Figure 2.3 Costs of Landfill, Incineration, and RDF among the various

processing lines (left : mixing plastic , right : mixing chip tire)
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