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Table 1. Dimensions of ingot molds.
Ingot i Section of the |Section of the .
Ingot mold weight | ingot-mold top |ingot-mold bottom 'Ingot-mold height
Large ingot HB 164 ) 16t 1400 X 870 1450 X 905 2100
Small ingot HB 854 8°5t 1420 X 520 1450 X 570 2000
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Fig. 1. Distribution of sulphur in the. center
of slab thickness along the ingot height.
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Fig. 2. Hardness change of cold-rolled and
annealed sheets corresponding to the ingot
height. '
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Fig. 3. Distribution of carbon in the center
of hot- rolled sheets corresponding to the
ingot height.

Table 2. Dimensions of ingot molds.

) Ingot Section of the |Section of the ‘ .
l Ingot mold weight ingot-mold top |ingot-mold bottom Ingot-mold height.
Large ingot | HB 13 ' 13t 1160 X890 1200 X 940 1, 2000
Small ingot ’ HB 854 8751 1420 520 T 1450%570 t 2000
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Fig. 4. Tensile strength of hot-rolled sheets
corresponding to the ingot height.

Table 3. Variation of tensile strengths
of hot-rolled strip.
x o
HB 13 . 554 5%6
 HBss | 50% ‘

f 2°8

ThHd. Iah, MR TERLABR, 34 1042EC
BT DPORNFHEZRBER O G E B WEE R L
TV, PREGIE e v P ROMERTE 32139 —T
HBHIEHLELVALOETIIARIAIRIIES 1 RF
THY, ¥RBELHURLHEINEE I VEE
bl > THBEZHEI L L IR SES LD
55.
AV, # =1

WIESH 3 X CBME R OMEIC DVT, ) & FRE
%%@ﬁﬁﬁk;&?%@&%ﬁbtﬁ%ogwﬁ%%

157:.

1) 1ta¢ﬁi§§03ﬁﬁﬁ?hid\%”ﬁTﬂ%6uLtl/ BRI
VWHMBHTH DS FAE L COBV M Tia & g
Thb.

2) Z OEMZ RO MTRA 2 EL L,
Tiooy FrOMHALEENERE L T5.

3) V& FREGMBEO Z ORI IHIE 2 T BIRS H
DEEBSAE VI DICIREAR DA RV Ion b %
25N%. ,

. x . B
1) W. H. Mavo: Proc. Open Hearth, (1956)

(43) ME&E%mwmﬁﬁ&LOhf
A B NPT = R EFR
FINFEMER - T NEFFEE
TR OH - OKXKAE W=
On the Internal Structure of a Steel
Ingots Cast by Pressurized Freezing
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Fig. 1. Schematic diagram of apparatus for
pressurized freezing process.
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