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Improvement in Quality of Cast Steel
Rolls by Vacuum—Droplet—Degassmg

Process. Aod 2§ f’w
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Table 1. Capacxty or d1men51on of vacuum stream-droplet-degassing equipment.
Equipment - Items Capacity or dimension
No. of stage 6 stages'
Capacity

Steam-ejector

70kg/h (20°C air) at 0*5mm Hg"

pump system Steam press - 6kg /cm?
Steam cons 1t 400kg/h
Cooling water cons. - 450t /h
No. 1 tank No. 2 tank
) Diameter 3+200mm 4+000mm
Vacuum tanks : : .
Hight 6*580mm 6'900mm
: Max. 30t ingot Max. 80t ingot
Capacity " or 25t ladle or 50t ladle .
- Pony ladle Casting ladle
Ladles -
Capacity 7t ' - 15t ~50t

Vacuum gauges

Pirani gauge with automatic recorder X 2
McLeod gaugex1i - - .
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Fig. 2. Difference of the hydrogen content

between the vacuum-degassed and
-~ the conventional processes.

Table 2.  Blow hole appearance 6f vacuum-degassed and non-degasséd rolls.

Light roll: Weight of finished rolls=5~10t
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' : K.t » Vacuum stream-droplet- : .
\ degassing process . Conventional process
Item Nav‘ffgfg hﬁg"g_  Blow-hole size** 'I\I:‘;i",‘;fr‘iclfse' h?ll:vgx; ‘Blow-hole size**
Roll ';si’ze*- No. of Pe?;taélce Large [Medium| Small | No. of |25 ®| Large [Medium| Small
, ' cast rolls| (%) (%) (%) (%) |castrolls| (%) (%) (%) (%)
Heavy rolls 12/42 28°6 | .0 7%2 21°4 43/99 43+4 1°0 | 14°1 283
Light rolls /11 ] 9t o | o 9°1 8/ag | 167 | 0 42 | 125 x
Total 13/53 246 o | 57 18°9 51/147 | 34*7 | 0°7 1079 23°1
T XK: Kind of process : R %% Large blow hole: >20mm §
"~ % Heavy roll: Weight of finished rolls=15~25t Medium blow hole: 6~19mm § :
Light roll: Weight of finished rolls=5~10t Small blow hole: <5mm § *
. Table 3. Internal crack appearance state of vacuum-degassed ard non-degassed rolls.
~ Kind of ' —— +
‘ \mioprocess Vacuum stréam-droplet-degassig process Conventional process
h Item No. of Internal crack No. of Internal crack
S defective rolls appearance defective rolls appearance
Roll size* No. of cast rolls (%) No. of cast rolls (%)
Heavy rolls- 0/42 0 8/99 8*1
Light rolls - o/11 "0 0/48 0
Total 0/53 0 8/147 5°5
* Heavy roll: Weight of finished rolls=15~25t 4
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