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Fig. 7. Trends of hydrogen content in molten

steel (average)
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Table 1 Effect of operation control on hydrogen content in molten steel.
Hydrogen content ppm just Hydrogen content ppm
' before tapping (Average) during casting (Average)
' Max. wvalue Min. value Max. value Min. value
(Month) - (Month) (Month) (Month)
1 9 5 1 59 (JAupr_') 3°9 (Oct.) 7.6 (Jul.) 546 (Nov.)
—~ . . .o (Jul. .
_ Jan. 1957 ~ Apr. 1958 40 (Aug.) 2°5 (Jan.) 4+9 (Sept_) 31 (Mar.)
Decrease of
hydrogen content (%) 32 36 36 45
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